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1 Cutting System Introduction

1.1 System Components

PRO cutting system includes electrical control box, cutting main body, pump,
air compressor and other accessory parts.

Software includes data processing software and cutting system control software.

According to customer's requirements, we will configure the following one tool or
several tools: tangential knife, oscillating knife, driven rotary knife, V-cut, creasing

wheel, punching knife and CNC router.

1.2 Operating Principle

Deal with the patterns (dxf or plt formats) for outline analyzing, automatic marking,
cutting tool and types definition with SmartCut software, the file after disposal can be
conveyed to the machine automatically, the control center can finish the outline track,
knife rotation, knife lifting off , according to the data, control system will operate fastly
and generate motion control signal, then finish cutting path, rotating knife, lift off knife
and other motion control actions with servo motor, to achieve fast and accurate cutting

automatically.

1.3 Technical Parameters

Cutting Effective Area 2.5mx1.6m ; 1.7mx1.3m
Max. External Dimension 3.32mx2.46m ; 2.52mx2.16m
Max. Cutting Speed 1.8m/s
Cutting Accuracy 0.lmm
Max. Cutting Thickness 50mm(According to customer's materials)
Data Formats DXF, HPGL
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Memory 8M
Working Voltage AC power 380V+10%, 220V+10%, 50HZ
Fuse Specification 10A
Cutting System Power 1.5KW
Drive Motor Servo Motor
Pump Vacuum —25KPa
Pump Power 9.5KW ; 7.5KW
Environment Temperature -0°C-40°C,Humidity20%-80%RH
Noise Level 60db

2 Security Considerations

1. Power supply must be connected to the earth.

2. Because of the big power of the cutter, the plug must be up to the diameter
requirement,

3. Before turn on the power, check if there is anything on the strip or guide.

4. Please turn off the power if there are abnormal situation.

5. The installation site of cutting bed should be appropriate. The operator should
keep a safe distance from the machine when the machine is running.

6. When inspect and maintain the equipment, please be sure to disconnect the
power supply, prohibit to charge plug cable or connect operations.

7. If need to inspect, debug cutting head or replace tools when in an energized state

3 Serial Card and Software Installation

1. Normal Computer

CPU: intel Core i3 or AMD athlon ii x4
Memory: 2G

Disk: 160G

Expansion Slots: PCI slots(If with camera position system function will be 2 PCI
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slots)
2. Attached CD with the machine:
Cutting software (cuterserver and installation file of smartcutautoplan)
CodeMeter dongle driver
UT — 713 serial port card driver
Hik video card driver

3. UT—"713 serial port card installation

Open the computer case, install the serial port card inside the PCI slot in the
computer, and install the driver program. Two new serial ports will be appeared in the

device manager.

.y MosChip PCI Parallel Port (LFT3)
J‘ MosChip PCI Serial Port [(COM3)
'_w" MosChip PCI Serial Fort (COM4)

Connect the serial port card and cutting electrical box with 422 serial cable
attached cutting system.
4. Video card installation (just only for CCD function)
Install the video card inside the PCI slot in the computer, and install the driver

program. After installation successfully, as the figure below in the device manager list:

% Hikvision DS40xxHC/HCS/HC+/HF/HS/MD Series

Connect the cutting system connector with any connector in the video card.

5. Install cutting system control software (cuter server) and editing software (smartcut
auto plan)

Double-click installation file, according to the prompt interface, click "next", with the
default installation settings, until completing the program installation. It will popup the

below icon after finishing installation.
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4 Cutting System Installation

4.1 Main Part Installation

1. Install brace, please keep the same height with the bottom feet, then assemble each
parts according to the drawings. In order to install the cutting table, please do not make
the fixed screw too tighten firstly when install the fixed tripod, but ensure the brace is

too loose.
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2. It should be many people to lift or hoisting with machine to fix the cutting table on
the brace. When install, please keep the cutting table and brace corresponded, and the

power switch of brace will be in the front of cutting head.

Front of

cutting head

Power switch j

Prohibit to lift the case
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3. Check the right hole, fix the cutting table with M10 screw on the brace, then

tighten the following 4 screws.

4. Tighten all the socket head screws of braces.

5. Unload the guard plate.
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6. Check the horizontality with level meter; adjust the height of bottom feet to be level

with the table if necessary.
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4.2 Connection Line between Cutting System Wire and Electrical Box

1. Open the electrical box case, check the inside layout, then find "power and driver
board"
2.Unload the outer packing of wire under the cutting table, lead the wire from threading

hole, straighten up them and connect them to the corresponding position according to

the below figure. Generally speaking, plug connection tags will be on each wire.

threading

hole
.

3.X motor power and X motor encoder wire, U,V,W and earth wire are connected to

the corresponding terminals of X driver motor. The connector of encoder will be

connected in the socket CN2 of X driver motor.
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3.Y motor power and X motor encoder wire, U,V,W and earth wire are connected to

the corresponding terminals of Y driver motor. The connector of encoder will be

connected in the socket CN2 of Y driver motor.
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5. Emergency stop switch wires are connected with inside of machine box to supply
power and the socket P24 of the drive board.

6. AC contactor wire is connected to plug P25.

7. Preversing wire is connected to socket P10(optional function, not for all machines)

8. Tool setting wire is connected to socket P1(optional function, not for all machines).

9. Earth wire is connected with P19 or P20.
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10. Pause cable is connected in the activity plug of case.

FE RIS | N9

11. Flat cable S1 and S2 are connected to the corresponding slots separately in the case.

Please do not insert wrongly, otherwise it will damage the machine.
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12. Flat cable which connects fuselage sideboard is connected in MASTERI slot.

13. Limiting photoelectricity is connected to J6 slot in the EPOS board of case.
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J6 limiting photoelectricity

15. Sort out the line, which makes clean in the case.
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4.3 Connection Line between Cutting System Power Wire and Wires

Outside

1. Two power cables with the cutting system, one is connected to the power slot from
customer and "220V input", the other is connected to "220V output” and power slot

on the electrical box.
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To power

To electrical

Customer must supply earth line with good condition.

During machine working, please ensure the power switch on the electrical box and
electrical leakage are in an open position. And please open or close the machine power
with the power switch in figure.

2. Communication connector, connect the serial port line attached machine to the

computer.
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3. Handle connector, not for all machines. If configure, it is connected to the handle.

4.4 Connection Line between Cutting System and C Board of Machine

Body

1. Photoelectric cable on X axis is connected to S1 slot on C board.

¥1780-21028% "Zn
o0&

SRLLIRRS | ys3ajoyd

2. Wide flat cable is connected to MASTERI1 slot.
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4.5 Pump installation and connection

Pump needs three-phase 380V AC power, and earth wire is required.
Pump power control box is installed in front lower of cutting machine, customer need to

prepare the cable from power to the machine.

Contactor control

cable

380V Power

cable

Power is connected to the contactor of the top in pump power control box, connect to
the pump and thermal overload relay with four core cable attached. In case of leakage,

please connect the earth wire well.

Please connect the control wiring plug of 24V contactor well.
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1. 3. 5 are connected to

three phrase power

CHOET e WAR-28

sror nEsET

y

d

2. 4. 6 are connected

-.. J to pump

»

b
il
iy o

After checking the wires, please try to test the pump. If pump is reverse, please switch

any two wires from three power wires.

Judgment methods of pump clockwise and counter-clockwise rotation:

Check the rotation direction if with direction.

If without rotation direction, please check the direction with inlet and outlet.
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Pipe connection, there are 2 or 4 pipe connectors under the pump. Connect the 50mm

flexible pipe, and lock it with steel hoop.

Connect the other end of flexible pipe to the tee, then connect to pump inlet with tee

with a diameter of 75mm.
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Connect the silencer to the pump outlet with a shorter diameter of 75mm.

4.6 Feeding device installation

1. The installation of feeding roller mounting plate

VIVISION TECHNOLOGY LTD
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This side for
down

Pull the feeding roller cover
to the outside with adjusting

the inner hexagon screw A.
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Note: When install the feeding roller mounting plate, please do not tighten the 4 inner
hexagon screws.

2. Feeding roller installation

After installing the end of mounting base, please install the rollers in it firstly, then

install the other end of mounting base.
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3.Felt installation

Joint of adhesive on felt, after bonding the felt connectors, please make it plat. With less
502 glue to fix some parts, then bond the seams with appropriate structural adhesive,
and makes it level.

Before gluing, in case of leakage, put a layer of paper under the seams. And in order to
increase its soundness, put a layer of cloth in the two sides of seams.

Please do not move the felt within 24 hours after gluing. Until the glue is dry, tighten
elastic nails, roll the felt continually and adjust the 4 elastic nails at the same time, it

makes the felt can not move to one side when rolling.

Tighten this screw properly,
which  makes the felt

tightened. Adjust the 4 nails

at the same time. /

4.Feeding cylinder pipe connection

There is one black pipe of 4mm with the harness under the machine; it is the pipe which

VIVISION TECHNOLOGY LTD
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connects to feeding cylinder. If without configure pneumatic knife, please connect this
pipe to the air supply. If configure, please connect this pipe to the connector of tee near

the pneumatic knife next to the fuselage side.

¥ 17807210284 "Zn
® kW
i

4.7 Cutting head installation

Hold the cutting head with hands, make the locating pin of cutting head aim at the
locating hole of fixed plate. After aiming the electric plug to plug of fixed plate, hold
the head in right place with minimal human exertion. Then tighten the fixed screws with

tools.
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Locating
hole

4.8 Electric milling tool installation

1. Installation of milling tool controller
According to the figure, assemble installing frame of milling tool controller and suction
pipe.

Fix the controller on the installing frame.
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PRO

VIVISION TECHNOLOGY LTD



PRO 31

2. Connection of cable and air cooling pipe

Cable of the cutting tool is connected to the MOTOR socket, air cooling pipe of cutting
tool is connected to the pore of AIR OUT on controller. Tie up the cable of cutting too

and air cooling pipe to the suction pipe with ribbon. In order to guarantee cutting tool's

normal working, please remain enough cable on the cutting tool.
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Cables and pipes are

connected to cutting

=

AIR IN hole pipe of controller is connected to pressure regulating value outlet of

milling tool, and pressure regulating value inlet is connected to air supply.
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To feeding -cylinder

To controller

or POT

Filtered

supply

One end of signal line is connected to the fuselage of C board, and other other end of

line is connected to EXT I/ O port of controller, then tighten the fixed screw.
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EXTI/O

A

4.9 Connection of POT pipe

There is one orange pipe of 6mm with the harness under the machine, it is connected to
the pipe of POT. Connect this pipe to B port of POT magnetic value near the machine
side plate’s port of magnetic value is connected to the pressure regulating value outlet of
POT, the pressure regulating value inlet is connected to then tee ear the magnetic value.

The pressure regulating value is fixed in front lower of the machine.
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To pressure regulating

value inlet

T
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5 Cutter Operation

5.1 Switches on the cutter

Emergency Stop

Pause

Power Switch

The leakage protection switch

Communication Serial Port

Power

VIVISION TECHNOLOGY LTD
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5.2 Hand Operator

’/, i ——————
]

0 START

1 SWT switch key, press the key to select the knife tools,
can select from pen, knife tool 1.,knife tool 2.,knife tool

3,knife tool 4 to make it to be current knife tool.

2 ENTER

VIVISION TECHNOLOGY LTD
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3 knife lift/down, press the key to lift/down the current knife tools.

4 Multifunction key, press to select “SPEED:1”,“SPEED : 2.
“SPEED:3”. “SPEED :4”, “ZD ?’etc, at the same time ,there is the tips showed on the

left top of the screen, “SPEED: x” means the speed level of manual
movement.“ZD ?’means the selection of current knife cutting depth, under this status,
up and down to adjust the depth of the knife, but cannot move the head in X or Y
direction. Finished the knife depth setting, save to the software, then click the key again
into the manual speed setting, make the head movement to be effect in X and Y

direction.

5. Relative Original, press the key, then press “2/ENTER” to make

the head back to the start point.

6. Original, press the key, then press “2/ENTER”, the head back to

7 Preview, press the key, then press”2/ENTER”, the laser point open,

move according to the size of the file, to check if it is over cut of the material.

8

SHIFT

8 Shift
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9

start the cutting again.

9 Pause, press the key, pause the current cutting, press the key again,

Stop/Cancel, press the key, cancel the current cutting, press again can not start

again the, only start the cutting from the beginning.

Direction Key: by using “4/SPEED” to select the speed level “SPEED :
x”(x=1/2/3/4),move the head in 4 directions, at the same time to change the start cutting
original point, If by using “4/speed” to select the adjustment of the knife tool depth
“ZD ? 7 the UP and DOWN to adjust the knife tool depth.

Key combination descriptions

Modify the handle direction

8 2
SHIFT , . . ENTER
Press the 3 times, then 2 times W then 1 time ,the

left bottom will show “DIR:xx” (xx for 00/90/180/270), If failed, by press UP and

DOWN key to be back to the interface. then can by using LEFT and Right key to set the

rotation. Finished the setting, Press to exit.
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5.3 Cutter Operation

Turn on Cutter

Press the power on switch (normally the power switch on the control box is on),the
cutter will be back to home, then the cutting head on the original point.

Attention:

Please make sure cutting table is clean before you turn on the cutter.

If use POT, please open the air compressor first, then adjust the air pressure to
be 0.7MPa.

If use router, Please open the power of the driver and the compressed air

supply ,and make the router cooling air pressure to be 0.3MPa.

Put the material on the table.

Put the material on the table, turn on the vacuum pump, make the material to be
even sucked on the table. if it is breathable material, put the plastic on the surface. If the
material is too small, the air leakage area should also be put the plastic. The table with

the area adsorption will make good cutting quality.

Add Tasks
Through the Smartcut software, to edit the blade/pen property, cutting order, nesting

etc. Then output to the Cutterserver,

VIVISION TECHNOLOGY LTD



@ TnputExtend_Rested. dzf — SmartCutAutoPlan IQ@I‘

! FilfE) Edit(E) View(¥) Tool SetMarker Setting Control Center  Help(H)

O - B@aE % |FHAA 6 & &

Cut Outpat

‘Eut Output #idth=180. 00CM. Ler=477. 42CM. Utily=68. 48% Shrink= (0. 00%, 0. 00%). Un=8. Do=18. Pagel. Blkl 9%

After the output sending, there will be an new task under the pending tasks.

’@ CutterServer ‘;”5}

: FilelF)  Wiew(¥) Configuration{Ty Material Lib(M)  Help(H} Task wiew X

= = A B mgw B BT R [BassoR
\i‘ b / ot ’ ’m : Currently no task infomation! - j Tosk.

4 Executing the task.

= __] Pending tasks.
#-] InputExtend_Nested. duf
,ﬂ' Completed tasks.
+ LYy Deleted tasks.
= A

=

‘o3[ T [lnrrmrgmrrm[nm T anmann i mnmpnrrnnpmrmqnmrrngnnrrrqmlrmmmrm[rmnnqmmnﬂrrmm
& 100 150 0

R T | T T I I 11— O < Ty B S 1 1 BRI (| Y ."v‘ﬂSvstemP---“’-:Taskwew:~:-‘-Lngwew,.f

£
S
=
&

Fen. Fen-lift Serial port.COM3 Handle state Coordinate: 0.00 # 0.00 C: 0.00, H: 0.00 ModelSi

VIVISION TECHNOLOGY LTD



PRO 4.

VTask v1ew —
" = N X
=] j Tazk.

_/ Executing the task.
= _:] Fending taszks.
+ 1 {InputBstend Hested, def-— (2013~ 8-20-—10-13-46) . 15K,

_:'| Completed tasks. (= Send tasks
+ _L'| Deleted tazks. Set First
+ a@ Previous tasks. 'tf!' Dielete basks
| attribute Editor

Right click on the new task, then choose” send tasks”, then send it to the executing

the task.

Task wieaw X
" 1= N < N
= _:j Tasglk.

-/ Executing the task.
+ =] InputExtend Nested. dwf—— (2013-8-20—-10-13-44). T5E
._:;iléPending tasks.
_:'| Completed taszks.

+ _L'| Deleted taszks.
+ @Previuus tazks.

Then use the hand operator or Cuttersever to operate as follows:

Choose the cutting original
Use the direction key or the direction key on the keyboard, move the cutting head to

the proposed start cutting point. Or you can also use the cutter defaulted original.

Preview
Press the button “view” to check the cutting area, if it is out of the cutting area, you

can choose another cutting original or back to the smartcut to edit the pattern, then send
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it to the machine again.

Confirm cutting
After checking everything is ok, press the button “START” on the hand operator,
then press “ENTER” to start the cutting.
Attention: before cutting should confirm as the follows:
Select and install the suitable cutting tool
Check the height of the knife tool
Set the reasonable cutting parameters as speed, rotation speed, knife lift height
etc.

Can do the following operations during the cutting:

Pause cutting
Press the “PAUSE”, the cutter pause cutting, press again, it will continuous the

cutting.

Cancel cutting

Press the stop, the cutting will be canceled, the cutting will be stopped.

After finished the cutting, cutter stop, turn off the vacuum, pick the materials.

Next time when you do cutting, if same cutting original as last time, press Re-
Original, then press “START”, then this time cutting will continue the cutting of last
time.

After work, please turn off the power of the cutter and other relative devices as

router, air compressor etc.

5.4 Auto feeding continuous cutting

Open the air compressor, check the air pressure should be more than 0.4MPa,If the
material pressure controlled dependently, make the pressure to be around

a.2MPa.Before the putting the material on the table, it’s better to try the conveyor
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system first.
Paging Output
After the Smartcut nesting, press the control center paging output”, open the dialog

as follows:

Paging Output

Length (CH) 150 000000 Total Pages: Laszt Pages:

Start Fage |1 End Faga: 10
"’:- Output b page order Dﬂutput Faging Mark Sh-:nw Faging Mark

{E} Output one time I:l]:lesig;nated pattern output

[ Exit ] DSetting next time

Cutting Output

Set the length of the page, you can the divider lines as follows:

Select” output in one time”, then press “output”, you can send the task to
Cuttersever. Select the task from paging output tasks, The first page will be showed in

the preview, press the LEFT or RIGHT to check the following pages.
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= fj Tazk.

- _ﬂ Executing the task.

+ -1 i=jl-—(2013-8-20-—8-34-36

Ly Pending tasks.
_:'| Completed tasks.
_='| Deleted tasks.

+ @Previuus tasks.

You can change the parameters with auto feeding, press the ‘“configuration

parameter”, open the parameter dialog.

<1 1 f 2

=== |

.

2% 9

-

= |

Parameters of the project

¥-awiz offs=et

T-axiz off=et

Measured length

Scheduled length
Werticality

Prediction length
Prediction width

Predict diagonal degree
Meazured diagonal

Coza walue of vertical angle

Origin coordinates of machine head

Value Tnit
0. aooo m
0. 0ooa Tim

500. 0000 mm
500. 0000 mm

500. 0000 mm
500. 0000 mm
TOT. 1068 mm
1414, 21356  mm
32766

Vizible |&)

Cutting =scope of
Length 10000, 0000 mm

Width 2100. 0000 mm

Pen offzet

X offzet 0. 0000 mm

T offszet 0. aoao mm
Fed-light poszition

X offzet 32,0000 m

T offzet J8. 0000 m

A pircle pulze number B000, 0000 Laps
Flat knife crozs guantity 1. 0000 m
T-notch switch n

Cutting mode High—=zpeed of
Damping model No damping

| Mavimuam rotation :'pnnr] 000 _oooo Cirecle
Feed material length 2.0000 m of
Feed material =peed 0.4000 = o
Material presz time J. 0000 a
Minimum speed 0. 0150 = o
Cutting speed 1. 0000 = o
Empty walking speed 1. 0000 m's of
Enife 1ift speed 2.0000 n's= of
Enife setting speed 2. 0000 s o
Cutting acceleration 1. 0000 G o
Emptw walking acceleration 1. 0000 &
Centripetal acceleration 0. 3000 i
Fotation acceleration 30000000 Circles "
[ Eead(R) l Fave(lu:ucal} ':E:'] ’Impu:urt ':l:'] [ﬂpply(ﬁ:‘ ] [ Exit (E)
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Feed material length--it’s only with feeding length by manual, continuous cutting
depends on the setting of the paging output.

Feed material speed-- the speed of feeding, normally make the value to be small.

5.5 CCD Camera System Operation

Unscrew the nut of the camera, adjust the height of the camera, use the height block
to confirm the distance between the camera and the surface of the material.
1.0pen the data file for the CCD camera cutting.

Input the DXF format CCD camera data file from the Smartcut, Please pay
attention on the type of the marks, Corner marks are 5,Auto marks are some and the

outline of the patterns. There is a red mark in both mark types. The red mark is the first

mark, the other marks should be in yellow color.

Move the pattern to the marking area(any place),press “Ctrl” at same time right

click on the pattern, select the “CCD camera”, then enter into the CCD camera cutting.
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Cancel

Auto Marking
Copy by ¥ axes
Copy by X axes
Copy

Crozsing Copy
Copy by BElock
Inite Fattern

1on Operation

Back to unmarlked
Cut the piece
Refreczh piece
Piece Shrink

Move the camera on the first red mark, select the type of registration.
2.Choose positioning model and mark type.
Auto positioning model or Semi-Auto positioning model, choose the type according

to the data file.
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Il Photogzraph positioning system B
Basic Setting Cutter Range Extending Setting Template Tablean Setting Sawe Image Help
Set ¥ Offset (mm)

Set T Offset (um) T

Set the fctual Width to Take

Set the Actual Height to Take +— |Pause s |
v Current Double-head Setting

Cwrrent Single—head Setting l

Read center coordinate

Auto Calibration

Close

A. Auto positioning model

Find the first red mark by manual(make it the most accuracy),press ‘“Automatic
calibration”, then the system will find the first, the second, the third mark to the last
automatically, If use template model, then no need the accurate manual positioning.

B. Semi- Auto positioning model

Find the first red mark by manual(make it the most accuracy),press “Semi-
Automatic calibration”, the system will find the second mark automatically, but not
accurate need adjust by manual, press “Semi-Automatic calibration”, then system
will find the third mark, adjust by manual, press” Semi-Automatic calibration”, just

follow to finish.
C. Manual position model

Move the camera to the original point of the printed material, move the camera

through adjustment of video area, until the central of the video is on the central of the
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original point. Then press “read the center coordinates” you can know the position
value(X1,Y1),then move the camera to the printed material’s direction point, press “read
the center coordinates” to get the position value(X2,Y2),Then press” camera cutting
performance” to finish the process.

3. Cut after the positioning

After the positioning operation, there will be “Adjustment is complete,please
proceed the cutting operations!”,Press”Enter”,Close the camera interface,the head will
be back to the original point,then you can see the pattern position is changed
automatically,this is the result after the positioning,send the data to the Cuttersever to

start the cutting.

IEchomark

| Adjust success, pleasze do cut.
LI

If “Adjustment is complete, please proceed the cutting operations!”,then press
“Enter” but not close the camera interface, the system will not confirm this time
positioning, you can do the positioning again, the system will adjust the pattern
according to the last time operation.

If do the CCD camera cutting on the same pattern for the second time,

Need enter into the camera positioning interface again, but no need to input the

pattern again.

5.6 Knife tools operation

1. Pen

Take down the pen holder when change the pen, pay attention on the height of the
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pen holder after changing the pen.

Attention: cutting high thickness, pay attention on the height of the pen to avoid the
damage on the pen, or take the pen..
2. Change the tangent knife: the tangent knife is used frequently among the cutting

tools. A complete set of cutting tools include: tangent knives, holder, tool fixer and

knife set.

Knife Set

Tangent knife installation: unscrew the 2 inside hex screws on the holder, put the
knife into the socket, and then screw up the inside hex screw.

Attention:
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Tangent knife holder installation: insert the holder into the tool fixer. (Attention: the
socket on the top of tangent knife holder should correspond to the inside sign of tool

fixer, or also can correspond to the tool fixer.)
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Knife set holder installation: the purpose to install knife pouch is to make the
material which is easy turn-up well fixed on the table during high speed cutting, make

the sign on the knife pouch and socket of the tool fixer to align, then insert knife set.

Install the tangential tool in the head: unlock the retaining ring on the top of the

head, unlock to make the retaining ring to be even with knife holder, and make the
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retaining ring groove corresponding to the knife holder groove. Make the below two red
marks in the same direction, the insert the tool into the holder, rotate the retaining ring

to lock it.

3. EOT installation

Change oscillating knife: oscillating knife is used mostly among cutting tools, a
complete set of oscillating tools including: oscillating knife, oscillating holder and knife

set.
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Oscillating knife installation: unscrew the inside hex screw in the direction of
oscillating knife head, insert the oscillating knife into the bottom of the holder and

then screw up the hex screw.

2011710011 14:53
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-Oscillating knife holder installation: make the sign on the knife pouch corresponded to

the socket of the knife holder, then insert the knife pouch.

Insert the oscillating knife into the head: unlock the retaining ring of the head,

unlock to make the retaining ring to be even with knife holder, and make the retaining
ring groove corresponding to the knife holder groove. Make the below two red marks in
the same direction, the insert the tool into the holder, rotate the retaining ring to lock it.
Check the top of the oscillating knife, lock the top of the oscillating and insert the
oscillating knife power cable to the plug on the left of the head.

4. V-Cut Tool

V-Cut Tool including: knife tool-Cut blade holder, knife holder.
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Blade installation: use the V-Cut blade installation tool to install the blade, first install
the V-Cut blade holder on the blade installation device, unscrew the two screws of the
blade installation device, insert the blades, make the blade point to be limited position,
lock the screws, divide the blade holder and the blade installation device, then put it into

the head.

Insert the V-Cut tool into the head: the V-Cut tool installation is different from other
tools, please insert the V-Cut tool into the head, then install the blade holder from the

bottom.
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5.7 Knife tool configuration

PRO plotter with knife tools as Tangential tool,, EOT, POT, DRT, V-Cut,

Milling tool, crease wheels etc.

One-head, you can insert any type of the above tool in the head in the same time.

Two-Head, you can insert any two tools of the above tools in the head in the same time.

After Changing the tool type in the head, then need change the parameters

accordingly. Enter into Cuttersever, In the tool bar right click the socketl,there will be

dialog as fellows:

Nodify Blade = Information

Nodify Blade’ s Information

Parameter item Walue Tnit
SOCEET1 COTL <Select Proj
Pozitive angle of knife a0.0000 Degree
Enife—up compenszation 0.0000 mm
Enife—down compensation 0.0000 mm

Enife lifting angel 45, 00000(Degres

¥, T movement speed 0.3000 m's

Knife setting speed 300. 0000 mmf =

Enife lifting zpeed 300. 0000 mmf =
Mowement acceleration 0. 6000 G

Enife setting acceleratiol.0000 G
The maximum kknife settinlh. 6000 mm
Waiting time before settil. 0000 ms
Waiting time before knifel. 0000 ms
Waiting time after settinb0. 0000 ms
Waiting time after knife 0.0000 ms
The direction to rotate &

The distance between forml.0000 mm
The distance between latel. 0000 mm
Eccentricity enabled -+

¥ eccentric distance 0. 00 m
¥ eccentric distance 0. 00 M

[ okt | [spplication(a)| [ Exiti(E) |

Value
COT1 W

Parameter item

Pozitiwve angle of knife T

Enife-up compenszation

- - |EQT
Enife-down compensation POT
Enife lifting angel

¥, T movement speed ggaT
Enife =zetting speed MILL
Enife lifting =peed CREASE
Movement acceleration 0. G000

Enife =zetting accelerat 1. 0000
The mazximum kknife =sett 15. 6000
Waiting time before =et 0.0000
Waiting time before kni 0. 0000
Waiting time after =sett 50,0000
Waiting time after Lknif 0.0000
The direction to rotate o

The distance between fo 1. 0000
The dizstance between la 1. 0000

Eccentricity enabled o
¥ eccentric distance 0. 0o
¥ eccentric distance 0. 00

Tnit

~llegree

mm

mm

Degree
=z

mn' =

mm =

&

&

mm

ma

ms

ms

ms

m
m

[ ok

] [Applica‘tinn(ﬂ)] [ Exit (E} ]

Click the tool name on the Socket 1,there will be tool types, select the tool type,

then click “application” to finish the setting.

5.8 Adjust the knife height by manual

Install the tool and fix the tool in the head, set the socket to the present one, click

the manual adjustment, there will be manual knife initialization as follows:
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Nanual Enife Initialization

Prezet knife holder: EOT

Height before adjust: 18, 04dmm T
Frezent height: 0. 00mm mm

Micro Adjust

Stepimm) _ll”
0.1 @‘

[Enter(g) ] Fanc:el(g]

58
b s e e e e

Clicking the up/down to control the lift & fall of knife. When the knife point touch the

felt surface, click OK key to finish manual knife adjustment.

Attention :

1.BY changing the step value to set the lift/down value every time.

2.Under the status the manual, can use the up/down on the keyboard to control the

lift/down of the knife, at the same time press “Ctrl”, it will lift/down quickly.

3.After insert the tool into the head, if you do not know how deep it will go, please do

not click the tool bar continuously, otherwise it will cause damage on the blade and the

cutting under layer.

1.After the manual knife height adjustment, please right click the tool bar ,there will be

dialog as follows:
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Nodify Blade’ s Information
Farameter item Value Tnit
SOCKET] CTT1 <5elect Prao:-
Fozitive angle of knife 0. 0000 Degree
Enife—up compensation 0. 0000 mm
Enife-down compensation 0. 0000 mm

Enife lifting angel 45. 000000 Degree

¥, ¥ mowement speed 0.3000 m's

Enife setting speed 300. 0000 mmds
Enife lifting =zpeed 300.0000 mmfs

Mowement acceleration 0. 6000 z
Knifa setting accelerat:l, 0000 e
The maximum kknife =ett:15. 6000 mm |
I Waiting time before zet 0. 0000 ms
Waiting time before kni:0. 0000 ms
Waiting time after =ett:5H0.0000 mz
Waiting time after knif:0. 0000 ma
The direction to rotate

The distance between fo:l. 0000 mm
The distance between la- 1. 0000 mm
Eccentricity enabled of

¥ eccentric distance 0. oo mm
¥ eccentric distance 0. oo mm
< I ¥

0K(0) | [pplication(s)| [ Exit () |

As you can see the maximum knife height is 15.6mm,it is result by the manual
adjustment. If need more adjustment on the knife height, you can change the value by
your experience but not need enter into the manual adjustment again. That will be

easier.

5.9 Auto Adjustment

Insert the tool and fix the tool in the head, take down the auto adjustment device
and put it to the groove, set the head to be the present one, click the “Auto Adjustment”,

there will be dialog as follows:
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s

| Auto Adjustment

Target: |EOT

[C:anu:el] [ Exit ]

After confirm the tool, then click “Execute” to start the auto adjustment, after

there will be success adjustment dialog.

—

CutterServer

l i Please put the knife to its original position on the

Pick up the auto adjustment device, then operation finish. Attention :

1.Click the auto adjustment ,please do not change the value X and Y which is set

in the factory.

Auto Adjustment
Target: EoT ¥ 234, 3 mm
7. 146. 0 T
Repair: (2.5 ;: i

[Canu:el] [ Exit ]

1.After Auto Adjustment, there may be difference, for same machine the value is same,

please confirm the difference, then put fill the value by manual, press modify, there will

be adjustment.
2.The Auto Adjustment can be used to tool: CUT, EOT, DRT, MILL, The tool can not
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use the Auto Adjustment: V-Cut, Crease.
The possible errors as follows:
Common problems in automatic knife function

CutterServer Enter into the auto adjustment, if do not take out the auto

,E e el p ek b adjustment device, there will be this dialog, please take

down the device, then enter into it again

CutterServer

1 The machine does not have a spatula features!
LI

Cutting machine can not open automatic knife function.

i '

| ] The kool does not support the spatulal
e

The current configuration without auto adjustment.
CutterServer &3 The present tool is red light or pen. Please change it to
g Please take up the knife tool, the tOOl.

5.10Cutting Parameter Setting

1. Cutting tool parameter

Right click the tool, there will be the dialog as follows:
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Nodify Blade’ s Information
Farameter item Value Tnit
SOCKET] CTT1 <5elect Prao:-
Fozitive angle of knife 0. 0000 Degree
Enife—up compensation 0. 0000 mm
Enife-down compensation 0. 0000 mm

Enife lifting angel 45. 000000 Degree

¥, ¥ mowement speed 0.3000 m's

Enife setting speed 300. 0000 mmds
Enife lifting =zpeed 300.0000 mmfs

Mowement acceleration 0. 6000 z
Enife setting accelerat:l. 0000 z
The maximum kknife =ett:15. 6000 mm
Waiting time before =zet-0. 0000 mns
Waiting time before kni:0. 0000 ms
Waiting time after =ett:5H0.0000 mz
Waiting time after knif:0. 0000 ma
The direction to rotate

The distance between fo:l. 0000 mm
The distance between la- 1. 0000 mm

Eccentricity enabled of

¥ eccentric distance 0. oo mm
¥ eccentric distance 0. oo mm
< ¥

| oK@ | lapplicationis)| [ Exit(E) |

The parameters must be checked or adjusted before cutting:
Cutting Speed: According to the tool type and cutting materials. Please use low speed
when you do not have much experience.
Movement Acceleration: when cut one small patterns, it’s very important.
Knife-down speed: According to the tool type and the materials, the speed for the
milling should be very slow.
The maximum knife-down depth: it will have influence on whether it can cut through
the material or not, normally it is adjusted by manual or auto adjustment, or you can
modify the value directly.

Parameters relative with the cutting accuracy and cutting quality(different tool has
different parameters):
Knife-up or knife-down compensation: adjustment on the overcut of the materials.

Knife lifting angel :whether need the lift rotation direction when cutting on curve lines.
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X eccentric distance: if there is eccentric on the knife, please fill the value, normally it is
set in the factory.

Y eccentric distance :if there is eccentric on the knife, please fill the value, normally it is
set in the factory.

2. Global parameters:

Right click on the pen tool bar, there will be the interface as follows:

7 Modify Pen” s Information

Parameter item @ Value Thit

Pen' = parameter

Material thickne:0. 0000 mm
Minimum speed 0. 0oan n's
Cutting speed 0. 0oan n's
Empty walking spe0. 0000 =
Enife lifting spe0. 0000 =
Enife setting spe0. 0000 =
Cutting acceleralld, 0000 [
Empty walking acc0. 0000 [

The first knife :0.0000 mm
Waiting time bef:0. 00 =
Waiting time afte0. 00 =
Waiting time bef(0.00 =
Waiting time afte0. 00 =
Dovn tool mode  PWY mode

High Time 1] mz
Prezzure drop 1] Lewel
Prezzure keep 1] Lewel

[ oK) | [application(s)| [ Exit(E) |

They are the parameters relative to the whole machine working, there are cutting
speed, empty walking speed, cutting acceleration, empty walking acceleration.

The relationship between the global parameters and knife tool speed:

If the global speed is lower than the knife tool speed, then the cutting speed
depends on the global speed, if the global speed is higher than the knife tool speed ,then
cutting speed depends on the knife tool speed. The pen speed same as the global speed
and the preview speed is same as the empty walking speed.

Material thickness: Fill the real material thickness, the first time knife-down depth

depends on this value and the first time knife-down depth. If the value is smaller than
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the real material thickness, then when cutting, the blade will touch the material.

The first knife setting depth: the distance between the blade and the surface of the
material depends on the fist knife setting depth.

The knife tool is in the second knife depth when cutting, empty walking is in the
first knife setting depth, the relationship as follows:

Other parameters, please keep it as set in the factory.

511 Area adsorption

When cutting on small materials, please adjust the area adsorption to get the best

adsorption. The adjustment only can be proceeded after the vacuum turned off. Through

move the area to the change it, it will be as follows when you do the adjustment.
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5.12 Maintenance

When do meintenance, please check and turn off the power of the machine.

When machine is working, there will be dusty or waste materials, please use
the clean the table after work

X and Y straight guide should be clean, add some oil.

The up/down linear should be clean, specially, must clean after using the
milling tool.

The air compressor should be changed on a regular basis or add some oil.
Please refer to the air compressor manual.

Add more oil for the vacuum on a regular basis, clean the muffler on a regular

basis, please refer to the manual.

6 Cutterserver

Function: Cutting Task Managing; Cutting Parameter Editing; Cutting Route Tracking;

Cutting Feedback.

= 1§ Tack.
=L Executing the task.
=]
(= L) Pending tasks.
(5] test--(2013-8-24-10-16-9). ISK
&) Completed tasks.
LZyDeleted tasks.
4 Previous tasks.

e | st )22 Taskview (= Log v
] Tas

I il
402,62 % 25200 C: 0.00, H: 0.1ModeISC_T 1000.00em
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6.1 Command Toolbar

OREHBEN) )5

Start cutting icon

Cancel cutting icon

2

Preview icon

=

Automatic material

L
‘|;a;q;1‘-g' M

LN 1]

Pump switch icon

Click this icon to start cutting after confirming the cutting
task, if need to pause, still click this icon, then click it

again to continue cutting.

If need to cancel the present cutting task, click this icon

to cancel cutting.

After clicking preview, the cutting machine will indicate

the cutting area, preview with laser point.

feeding icon
After clicking automatic material feeding icon, cutting

machine will feed the materials automatically.

Click this icon to run pump, click it again to turn off.
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Relative original point

).

Automatic knife

adjustment icon

q
W N

Manual knife

initialization icon

D)

7. axis reset function icon

6.2 Knife bar

Tool bar icon introduction

Get the cutting head back to the original point after

clicking this icon.

Get the cutting head back to the starting point of the last

setting.

After selecting the knife tool which needs to automatic

set, click this icon, it will prompts

Click the manual knife adjustment icon after selecting the

knife needed to set the knife manually.

By clicking this icon, the system will reset the knife

position in Z axis automatically.

e
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Tools display here. The background of the chosen tool will be orange.
As shown in the figure, the machine has EOT, CUT and Pen, the pen has been chosen
right now.

The chosen tools should be of the same colors with the cutting data.

After choosing a tool, click one time to move it down; click it again to move it down to

the bottom; the third time click to lift it up.

Right click on the Pen Icon to modify the pen parameters.

Modify Pen = Information

Farameter i1tem @ VWalue Tnat

Fen’ = parameter

Material thickne:0. 0000 mm
Mirimum speed 0. 0000 mn's
Cutting speed 0. 0ooo ns
Empty walking spe0. 0000 mn'=
Erife 1ifting =p:0. 0000 ns
Enife zetting spe0. 0000 m'=
Cutting accelerall. 0000 z
Empty walking acc0. 0000 (

The fir=st knife :0. 0000 mm
Waiting time bef0. 00 =z
Waiting time afte¢0. 00 :
Waiting time bef0. 00 =z
Waiting time afte¢0. 00 :
Down tool mode PWY mode

High Time 1] ms
Frezzure drop 1] Lewel
Fressure keep 1] Lewel

| oK) | [spplication()| | Exit(®) |

Select the needed knife tool, right click to modify the knife parameters.

If need to set other parameters, please contact VVSION engineer. Please do not modify!
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Nodify Blade s Information
Parameter item Talue it
SOCKEET1 CTUT1 <5elect Pro:
Fozitive angle of knife 0. 0000 Degree
Enife—up compenszation 0. 0000 Tm
Enife-down compensation 0. 0000 Tm

Enife lifting angel 45. 000000 Degree

¥, T movement speed 0. 3000 m =

Enife setting speed 300. 0000 mmds
knife lifting =speed 300.0000 mmés

Mowement acceleration 0. 4000 z
Enife zetting accelerat:1. 0000 (z
The maximum kknife =sett:15. 6000 mm
Waiting time before =zet-0. 0000 ma
Waiting time before Lkni:0. 0000 ma
Waiting time after =ett:50.0000 ma
Waiting time after knif.0. 0000 ma
The direction to rotate o

The disztance between fo:l. 0000 mm
The diztance between 1z 1. 0000 mm
Eccentricity enabled of

¥ eccentric distance 0. 00 Tm
¥ eccentric distance 0. 00 Tm
% | >

| ok | [spplication(a)|| Exit(E) |

6.3 Menu Introduction

P OFile(E)  Wiew(W) Configuration{T)  Material Lb(M)  Help(H)
There are five tools in the menu bar, file, view, configuration, material storage and help.
1. File

File(E) | Miew(¥)  Configural
| Openi2y,.,  Chrl0

Exit(x)

Click Open(O)...Ctrl+O item, the following window pops up, select the needed file and
click OK.
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—~

Lok ir | 2 CutterServer | vri O ¥ = E-
!I:ij BarCodeFiles [T PdfzDuf
() BladePics [ChResource
!Iffl debug_data  [05)Styles
[CIFONTS [ChTask
|71 Language I TRACE
[ log4i [ Uninstal
File narne;
Files of twpe: | [* plt * T5K) | w i Cancel ]

Click Exit(X) to exit from the CutterServer Module

2. View

Open the view tool to adjust the displaying area on the surface according to your needs.

==

ey | ConfigurationiT)  Mat

Command Taal Bar(C)

Tools Tool Bar(T)

Task Info Bar(I)

Status Info Bar{3)

Cutker Para Bar(P)

Task Preview(y)

Cperation Record(Cn

[ENENE Ml s

3. Tools Configuration

Configuration(T) | Material Lib(r)

Parameter{P

]

Serial Configuration{)

2

Language

4

Background Calar(C)

Tools Configuration: parameters

configuration,

configuration and background color configuration
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Parameter configuration: modification, default and custom.

Configuration(T) | Material Lib(M)  Help(H)

Maodification(M)
Defaulk{R)
Cuskarn{iC)

| Parameter{F) 3
Serial ConfigurationfCy  »
Language [
Background Calar(C)

Click modification , the following window pops up.

=

-y

Parameters of the project Value Tnit Vizible |
Origin coordinates of machine head Bl
¥-awiz offs=et 0. 0000 m
T-axiz off=et 0. 0000 mm
Measured length a00. 00ao mm
Scheduled length a00. 00oo m
Werticality
Prediction length a00. 00ao mm
Prediction width a0, oooo m
Predict diagonal degree TOT. 1068 T
Meazured diagonal 1414, 2135 mm
Coza walue of vertical angle J2TaA
Cutting =scope of
Length 10000, 0000 mm
Width 2100. 0000 mm
Pen offzet
X offzet 0. 0000 mm
T offszet 0. aoao mm
Fed-light poszition
X offzet 32,0000 m
T offzet J8. 0000 m
A pircle pulze number B000, 0000 Laps
Flat knife crozs guantity 1. 0000 m
T-notch switch n
Cutting mode High—=zpeed of
Damping model No damping
Maximum rotation speed 3000, 0000 Circles
Feed material length 2.0000 m of
Feed material speed 0.4000 n'= of
Material presz time J. 0000 a
Minimum speed 0. 0150 = o
Cutting speed 1. 0000 = o
Empty walking speed 1. 0000 m's of
Enife 1ift speed 2.0000 n's= of
Enife setting speed 2. 0000 s o
Cutting acceleration 1. 0000 G o
Emptw walking acceleration 1. 0000 &
Centripetal acceleration 0. 3000 i
Fotation acceleration 30000000 Circles "
[ Eead(R) l Fave(lu:ucal} ':E:'I ’Impu:urt ':l:'l [ﬂpply(ﬁ:‘ ] [ Exit (E)

Reading parameters: read the cutting machine parameters automatically.
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Save(local): Save the cutting parameters to the local computer.

Import: import the parameter configuration sheet.

Application: apply the modified parameters, and save to the cutting system.

Exit: Exit cutting overall parameters dialog box.

Please do not modify the parameter values in cutting overall parameter dialog box, if
need, contact VVSION engineer.

Default parameter: click default item to restore to the factory settings.

Restore the parameters to the factory default. 7‘

‘?(} Determinge the execution?

[ o] 4 ][ Cancel ]

Please do not restore to factory settings unless in a have to situation.

Custom parameters: This function is only for VVSION engineer.

[ = o

Permi=z=zion to confirm .

Administrator: |Administrator [v]

Faz=word:

The paszsword iz an important baszis

to verify the user’ s legitimacy.

Cancel (C) |

E Enter Q)

Serial port configuration

Configuration{T)

Parameter(P) »

Serial Configuration{Zy  » Scan(g)
Language » Manualir)
Background Color{C)

Scan function: scan the serial numbers automatically, if success, the serial lamp will
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turn green. Success

B Serial port. COM3 Failure
W [Serial port COM3

Manual function: click manual function to select the corresponding serial number

manually.
Choose Serial HNo.
Serial Mo.: ‘m{ﬂ

S |

Language configuration

Configuration{T)

Parameter(P) 3

Serial Corfiguration(C)  »

Language k Chinese Simplified

Background Colar{C) English € USa 3
S Japanese

Switch languages

4. Material Library tool

Material Lib(f0

| Material Library (k)

Blade Library (B

Project Lib(E)

Material Library
Click Material Library, getting to the material data base. Choose the material to be cut,

you will find the corresponding cutting information.
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Naterial LIbrary
= .Material data. Parameter item. Value. Tnit.
+- gl Acrylic Hame. Solepl\g’te board-3.0
- gl Adhesive sticker Explarmation. TR A
: . . . N, 0045
=l Armid fiber WD fabric Material thickne:3. 000 nm
+- gl hsbestos gasket Processing methoiRough processing. Processing -
=gl Carbon fiber prepreg Cutting method, Milling, Cutting typ:
i Chewron board Cutting zpeed. 0. 100, m's
-l Cutting accelera 0. 300, nsks
i+ Corrugated board Applicable tool., MILL, Tool type
+- g Density board Cutting knife. A17T3, Elade tvype
Gl fb f lt --------------------------------------------------
ol blass Tiber Te Enife depth.  d3.000, n's
i+ ) Hard foam board Rotating speed. 30000, n'=
- gl Honeyconb board Knife-lower spee:0. 200, n's
+-|gl) IXPE sponge mat Enife-lower acce(.&00, n g4s
KT board Enife-1ift =zpeed. 0. 600, m' s
-1l Enife-1ift acceli0. 600, n sts
o -l Leather
+- g Packaging carton
+- g Paper board
+-g® PE armid fiber textile fabrics
-yl PE board
+- g PP corrugated board
- ull FTFE/ETFE membrane structure mate
+- g PVC board
+- g PVC coil mat
+- g Eeflective film
—- g Soleplate board
[€9 Soleplate board-3.0
+- g Synthetic leather
[+ g Wood
(%] I | (2] [ Sawe(3) | [ Cloze(C) ]

Blade library

Material Lib(F
Material Library (M)

Blade Library(E)

Project Lib(E)

Click Blade library, getting to the blade storage, you will find the descriptions of the

collected blades.
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Blade Library

Efd-3
E65

E66
E66-2
L2=d.

E65—Customized

=
(=h

£

d

Delete

Save

Lolose

]

Farameter it Value
MName (N} T2-2
Material (M) High—=zpeed =steel
Eecommended m:Need to check what n
Maw cutting deb.
Cutting depth 0.
FPre—cut (¥1) 0.
Post—cut (X2) 0.
Material thiclO.
Thorough deptl0.
Fre—-cut depth b.
Fozt—-cut deptlbh.
Fre—cut angle 44. 500,
Fozt—cut angledd. 50O,
Fre—cut const:0.000,
Fozt—cut conzi0. 000,

500
ooo
oo
ooo
ooo
oo

500,
aoa,

Mnit

'EEEEEEEE

==
BELE

LT1=TMmax

N\

5. Help tool

Help(H) |

About CutkerServer(Al, ..

Diagnosis(k)

pdate Cnline

About cutting control center

-

About CutterServer

|[CutterServer]Version: 1,0,0,5 | Date: 2013,7,9,1

TEL: (+586 BT1)BEEYEEA]
FA¥:. (+85 BT1)B86605242

Flik: http:/ wnr. iechozoft. com

Hangzhou iEcho scietce and techhnology limited
company all rights reserwed (C) 2012 -
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Display software version number

Diagnostic function

Help(H)

About CutkerServer(al. ..

| Diagnosis( k)

pdate COnline

Diagno=is
Project Diagrnoziz result [A
Serial HNo

DEP wersion HO

C Board Information

The Werszion No No C Board
Function Control Word No C Board
FPEG =ztate Diac tic f i . for
FpgaErr agnostuc unction 1S (0)1
E;;Sispaus VVSION engineers
EndoerConfigf2l]
FpzalOitatus
FpegVer=zion
Encoder walue

=
T Lo ro O b e b

file

1l | I > i

[ Gas Config ] [Diagnosis(ﬂ)l [ Exit (E) ]

This diagnostic function is mainly used for furthering diagnosis or parameter adjustment

of cutting by VVSION engineer.

6.4 Side bar

There are mainly three modules in the side bar: task view, log view and machine

parameter.

1. Task view
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‘ ﬂ = Y £ .@.
: = fj Tazlk. EA!
Executing the task.
= D Fending tasks.
#-00 Testbris_Kohler--(2013-T-10--15-1
, E_,:j Completed taszks.
E Deleted tasks.
= cﬁ Freviouz taszks.
=4 2013-08-02
=0 2013-07-13
=4 2013-07-09
F-=0 2013-06-286

m-P=d 2013-06-15
P 2013-06-14
-l 2013-06-08
m-P=d 2013-06-05
| @B 2013-06-04 ™
<] 1 I B3
ST 171

v

X ° I:I Cutting blade preview

» Cutting file preview

ﬂ;‘
= |
y

‘\\q; Task \riew/{:@’ System Para},{-ﬂ-O Leg '..riEI.n'-"J,-"'r

Show the knife used in the cutting tasks, to check the actual tool being used.
Preview the cutting file
Show the data of the cutting tasks.

Being performed tasks

Pending tasks: All the tasks sent buy the Smartcut will be showing here. Right clicking
to send the task, set priorities, delete tasks.

Finished tasks: All the finished tasks showed here, right clicking to resend the finished
tasks or delete the tasks.

Delete tasks: All the manually deleted tasks will be showing here.
Right clicking to edit (recover and delete), the recovered tasks will be
showing at : Pending tasks.

Historical Task: Right click to edit the historical tasks( Redo or Delete). The Redo tasks
will be showing at Pending Tasks.
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2. Log View

Time Ewent

All the performed tasks of the showed here,
check by dates.

(£ i | [

Date |2|:|13,n" 8414 vHInquirj.r(I]I”TLast page(P}”I'Iext paze (W) «L]

\QI; Task \riew/{@’ System Para}\ﬂ-o Leg 'q.l'iE'W}.-"'r

3.

Cutter parameter
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Svstem Para =

re | 2

—| Cutting parameter

+ Cutting =cope (mm) 2100: 10000
Cutting mode High—speed cutting
Material thiclmess (um 10,000
Feeding length. im) 2,000

—| Speed parameter
Feeding =peed. (mf=] 0400
Minimum speedimds) 0,015
Cutting speed. imf=)] 1.000
Idling =peed. (mfs) 1,000
Enife lift speedimf=s) Z.000
Enifa-laower =pesd. (mf 2. 000
Cutting acceleration. 1.000
Empty walking acceler 1. 000

_"“-xlﬁ’ Syskem Para ‘,“::&I; Task viewa.{:c-ﬂ Log wisw f

Show the current operating parameter.

6.5 Status Bar

Serial port lights; Handle Status lights; Coordinate Status; Model Status; Cloud Services
lights are showing here.

Finished sending

Communication port

Handle Status
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6.6 Cutting Information, Air Suction area modifying, Context

Menu

Time remaining shows at Cutting Information bar.
Drag the slider to modify the scope of vacuum adsorption.

Right click on the cutting area, the terminal-point setting window pops up. Click the
“Set Terminal Point”, a red square shows on the screen and the Cutting Head will stop
here when the task finished. You can cancel the terminal point by click the

“CancelTerminal Point”.

Crriginal Yigw(0

Per Page(P)

Mext Page(h)

Set Terminal Point(S)

CancelTerminal Point{C)

7 Smartcut

Instructions of Smartcut module
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7.1 Interface introduction of Smartcut

|,CP Fo File - SmartCutAutoPlan E"ﬁl

! File(E) EdE) Wew() Tool Set Marker Setting  Control Center  Help(H)

N 3a 30

Ready Width=160. OOCM. Len=0. O0OCHW. Utily=100 00% Shrink= (0. 00%, 0. 00%). Un=0. Do=0. Pagel Hum

The above picture is the interface of Smartcut, included Tool bar, menu bar,

unmarking area, marking area. And the following is the diagram.

7.2 Function Key

1. Create (D)
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Narker Information Dialog

Global Setting
Marker Setting

Fahric Width |160.00

Fabric Length |500.00

Marker Mode

[J8etting next time

CM  Cutter Width 2. 10N
CM  Cutter Length 10.00 M

[Jiceording to Cutter Size

Interval Setting (Unit:M00

(&) Common Interval: Top Margin:

(JEnitting Foller 0.00 0.00

Wame Left Margin: Bottom Margin:
o Title 0. 00 0.00

Marual Tuning

[Jallow
Can exceed cH

Can exceed 848

Fotation

D45 90 ®
() 0<Prohibit rotationy

[JFlip
Tilt 0. 000

The fabric width, length, interval, rotation angle and other parameters can be set in the

dialog box.
T
2. Open (L
Open
Laok in: :"_’.‘ RBin ';E‘
E;ﬂéarlgud;ﬁe; ?ﬁLanguage 755TCDI‘|UD| o
) BladeFics [Cilog4i CITRACE
[CCurshareData () PdfzD (1= trmp. cut
:Q debug_data  [C)Resource tmpsave.cut
|2 DlksE:: [C5tvles
([CFONTS [ Task
File name: *.J:uﬂ

Files of type: | Marker file [*.cut]

! v] Cancel

Select

=N

[open] in

3. Save

[File] menu to find all the .cut files.
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—Save hs I

Sawe in: Irlj REin ‘vi O F ¥ @~
IChBarCodefiles  IZiLanguage ) TControl

IC7)Bladepics [Dlag¥ D TRACE

IC)CurshareData [C3)PdF2DF =] tmp. cut

ICT)debug_data  [CjResource Empsave. cut

[0k sEx [D5tyles

[SIFONTS STask

File name: ‘Ma:Titfe.-cLit u

Save as bype: |Markerfile [".cut) |V| [ Caniel ]

This dialogue is to save the cutting file to be .cut format.

4. Print (%)

Printing the file

FP rint
Frinter
M ame: E:_i'q‘-ﬁ};&-ﬂccuﬁet wh2.3 ! V_% [ Froperties... ]

Status: Ready
Type: AGFA-ACcUSet vE2 3

Where:  LPT1:

Comrnent: [ Prinit ka file

Frint range Copies

All Murnber of copies; E ::;

{JPages  from: 1 ba: ‘ ﬁ ﬁ
: Collate

I Q. ] [ Cancel

5. Output  Settings ( £ 3 )

VIVISION TECHNOLOGY LTD



PRO -84-

Output Param

Pattern Select
@Dutput all the patterns ODutput the zelected patterns

hooze the output line and output order

[#] BUSH [#]Fen
(E)Pattern priority OTool priority ODnly cutput the outline I:‘Bou.nd Fir=t Set Hull

Output text

Optimization parameter
I:‘Uutpu.t smoothly Route optimization Resi_rict overlapping

[JHigh resolution output [IDon’ t change start point [IMerge the Same line

Biarc approaching curwe parameter (311 unitz are mm except the angle)

Max radius |[10000, 00 Lifting tool Angle 150, 00 Inflexion length 1000, oo

Cutting line and notch parameters

I:‘Dutput outting line Cutting line interwal 0.00 Cutting line kmife ROLLIG | |+ Hotch Type |

Border entting parameter

[JEattern Hame Hame Pos O [JAdditional text [ |Set Height (nm) [10.00 (#)Chinese () Japanese

Min radius 3 00 Approaching aeccuracy .05 Dispersing aceuracy (0. 1000 I:‘Biarc output

[JHot cut on the left border [ |Not cut on the Top border [ |Hot cut on the bottom border Border error | 1.00

Cutting order parameters Small arc to poloy line

C'Ig:nore the cutting order @Auto cutting order DEnable Enife diameter 30.00 Angle |5.00

Enhancement operation Material parameter

[#] Automatic Send Task [JAutomatic Cutting Mesesicll mefim aepollpmme Processing method

Cutting Faram Smooth Cutting speedlO0 L

Cutting Lenmgth 30,00 Idling Length 10.00 Material subelass ; -
Cutting accelerationw

[J8etting next time [#]Het back heme [ huto Send Ok [ (Rl ]

6. Cutting Parameters ( '%)

Click this key, there are the basic parameters of the cutting machine

7. Output of the cutting machine] ( @)

Click this key, send the cutting data to the Cutter server

LEET)

HH )

This key button is for the controlling center
R

Click this key to collect the pattern.

8. Cutting machine control center (

9. Collecting the pattern (

10. Switch  View (@)

Click this key, the following dialog appears.
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In this dialog, switch the unmarking area and the source of patterns.

11. View other marking list (ﬁ E )

Click this key, the following dialog appears.

CO pen -\

Laok inc | 53 RBin G & i E

[iBarCodefiles  [JjLanguage I Tontrol

| D)Bladepics log4 L) TRACE
IZycurshareData [3)Pdf2Duf tmp. cut
[Cydebug_data  [)Resource @ tmpsave.cut
|20k sBx | 5tyles

ICZIFONTS [Task
File name: “ i
Files of type: | Marker file [* cut] Lv_! [ Cancel ]

This dialog is to open other cut files.

12. Refresh (_@E)

Click this key to refresh the software interface.

13. E-ZOOM ( IE)

Click this key to zoom the specified parts.

14. Image Zooming (EB\)

Click this key to enlarge the pattern data.

15. Full Screen ( C\)

Click this key to display all the patterns in the marking area by the full screen

16. Remove Image ( {ﬁ?)

Click this key button to remove the pattern in the un-marking area and marking

arca
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17. Undo ( ‘()

Click this key to return to last action.

18. Re-execute ( ))

Click this key to redo the last action.

19. Auto Marking (:=550)

Click this key, the following dialog appears

Appointed time marking

Marking time |5 mirmtes [Suggest 5 mirmtes)

Syztem prompt:

Click “start” for auto marking, click "cancel” to guit

In this dialog, you can set the marking time and start the auto-marking operation.

20. Relay Marking (1)
Click this key to remove the pattern from the unmarking area to the marking area

quickly.

ey

%
21. Restore to the un-marking area (I =)

Click this key, it can restore the pattern data from the marking area to the unmarking

area.

22. Set the pattern list (D )

Click this key button it will show the following dialog
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-

&

Set Harker Pattern Dialog

HO. FileName oo, Name P...|N...|G...| Ow... | Ro...

Add Stwle ] tFrc-m Marlker ][Delete ]

NO. Gt .

Qtv. to 1 ] [ Qtw. to 0O

411 Single | [ 411 Double | | All Zero |

Error to read =ztvle

This dialog can choose the pattern data to cut.

23. Adjustment Priority W)

Adjust the priority of the pattern

24. Limit overturn (@)

Click this key, it will stop the overturn request for all the patterns

25. Limit rotation ( @ )

Click this key, it will stop rotation request for all the patterns
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26. Color Switch (%;/b )

Click this key, it will fill the color to the marking area pattern

27. Text display options ( T )

Click this key, it will show the following dialog

Letter Setting Dialog

Setting

() None

(Chcoording to Output Setting L . . .
This dialog is for setting the text display

(#)0riginal Information
on the pattern.
[NWame []Quartity Lzziztant text

(JCutting Sequence Info.

Font 3etting

[Jsetting next time | 0K | [ Cancel

35
28. Display grid line (L*%])

Click this button, the marking area will show as the following picture.
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"]
29. Size Classification (‘ LEL:‘)
Click this key button to put all the un-marking pattern data to the left.

30. Specification Classification (-75)

Click this key button to put all the un-marking pattern data to the left of position

31. Add the cutting pattern ( @ )

Click this key button and select the one which need to add, will show the following

dialog

i Will execute copy operation
. ,Please confirm this

e ——

Click the OK key to copy the pattern which needs to be added.

32.  Minus the cutting pattern ( 7@ )

Click this key, and select the one which need to deduct, will show the following

dialog. Click the OK button will copy the pattern which need to add???
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7.3

1.

J. Wil execute delete operation,Please confirm this
.

QK ‘ [ Cancel

Menu Key

(File] : Click this key button will show the following dialog

FileF)
[ 7 Mewin)
© | Open(2...
El SavelT)
#dd Marker Sheet

Import Datad* . DRF;* . PLT)
Import famal™®, dxf)

Read Flaw Skyle

Import SubRegion Mark,
Read Mary Mark

Restare Mark Data

= Printip)... Chtl+P
Print Previgwm(h
Print Setup(R),.,

1 scsc,cuk

2 Btz cut

3 iR EOZ . cut

4 ENFFRBINICF cut

Exit(x)

“New””’Open””’Save” function button in the dialog box has been introduced.

Select “Online Marker” will show the following dialog box
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Lock i | = REin PR A=
if'_’lBarCndeF\les E)Language (3 TContral
| Bladepics )log4 (TRACE
}'uqurshareData (CPdF2DxF = trnpcut
|C)debug_dats  [JResource [ tmpsae.cut
(pksex 5tyles
|=iFonTs Task
Ferane: [0
Files of ype: | arker file " out] [v] [ cancel | I .
t import the.mkm file.

Click the “Import external data (** DXF:* PLT:) will show the following dialog box

x
Flepehe ID:\Cutt erderveriworkh InputExtend Nested. daf Browsze |

~otwle Unit——— [ Import parameter
oM Torrance accuracy: I':'- 2500 |Last Pltl
& i Pattern zize: IIU- ooao oK I
~ M Micro Line Len: [0-5000
Cancel

rh II'I.Ch —O‘ther 4'
 Foot [ Data optimization

[v Ignore Point [ One Pattern
" Default

Encode mode : IU

[T Set accordingly next time

In this dialog, import the .dxf and plt files and set parameters.
Click OK button to enter pattern edit module after confirming the imported data is

right.
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. DataExchange — InputExtend Nested _!D“_ﬁ

File(F) Edit(E] View(¥] Tool (T}

Ready [ALL Length:65T6. T90CH [ 4

If need to adjust the pattern, please double click the pattern or select the pattern and

click right mouse, choose “pattern editing function to edit the data.

If do not need adjust the pattern, please click in tool bar, move the patterns

to unmarking area as below:
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2 InputExtend FNested — SmartCutAutoPlan

o)

! File(E) Ed(E) Wiew(y) Tool Set Marker Setting  Control Center  Help(H)

Do @AROMR O do

Ready Width=180. OOCM. Len=0. OOCHW. Utily=100 00% Sheink= (0. 00%, 0. 00%). Un=12. Do=0. Pagel Hum

If need import other files, please do the above step again, please click "3

Import the Amma(*.dxf) , it will popup the following dialog box

Import Data Dialo et

2.

File Path
[ thi-z8E. p1e Browse
Style Unit File Type
2 Nicro (" Clathing 7 Azsyst
o & Gerber  AGHS
| {7 Lectra  Toray
] el ] © Yuka
" Inch " Hac " BAD
" Feat " RiclFeace  Tups
& Default Unit " hrisa " Saike

" BysCad " RightHand

" ModaSaft " Boke
Imit=srl sl " Genis  AutoDesk
I Lgnore the mo " SilkRead  Other

" ET

 DoCad

| Cancel

Import the auto-marking data from this dialog box

(Edit] : Click this key, it will show the following dialog box
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EditiE}

Clear Hiskory >

To marked area

Clear history

——>» Undo the last action
,{ UnCoflly  Cheler
¥ ReDoly)_Cilen

" Forward the action

Import the un-marking area to marking area

3. [View] : Click this key, it will popup the following dialog box

Wigm(h)

Main Toaol Bar

Wiew Tool Bar

[<J<]<]

Case Tool Bar
Code Tool Bar
StatusBar(S)

[<]

Projection
Languge
Mesting mode
Edit Mame
Left-Right Yigw

Marks Manager

Wieww Cther Marker Sheets

Wigw Marker Pagination

Click “Main Tool Bar ”, it will hide the following function key:

- B @aEB0MR

A

Click*“View Tool Bar 7, it will hide the following function key:

SENCGVER

Click*“Case Tool Bar ”, it will hide the following function key:

REOORRPIS T 3505408 +f -0 53
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Tool |
Sort Tool 3
Cutking Tool 3
Zoom Tool k
Assembling Tool 3
Patkern Tool 3
Cutput Tool 3
Image Tool 3
Other Tool 3
Pattern Group Toaol 3
Cutking Sequence Tool — »

Click*“Sort tool”, it will show the following dialog box

Zommon Mode

Sork By Size(Up)
2J| Sork By Size[Down)
U= sort By Specification

Make Irregular Mark,

Click “Cutting Tool”, it will popup the following dialog box

Zut Pattern

Connect Pattern

Click”Cut Pattern”and select the pattern which need to edit, will popup the

following dialog box
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Cutting pattern Dialog

Locat ion (mm)
¥ 403, 9300 |

¥ [373.2870 |

Manner
[ Half
(*)Horizontal
() ¥Wertical
Anyline
Seam
{*) Commaon

) Tangent
Cutting fngel
Width (mm)
10 '

Cutting position: Unit (mm), The cutting position shows that cutting point deviate

from the original place of the pattern, input the number by manual, accurately adjust

cutting position with button “Apply”

Cutting way: There are two ways to cut at present, level cutting and vertical cutting,

if selecting “half and half cut", no matter where is the cutting position, it will be

half-and -half setting according to outside rectangle of the pattern

Seam: there are two ways of seam, common way is that seam from vertical cutting

line in the cutting position ,tangent way is that going down the primary outline from

cutting position to seam

Slit width: The width of slit when seam.

Zooming Tool
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Z | Zoaom Out
Zoom In

" Show Partial

Full Screen

i=hi Fill Screen

......

1 Move Yiew

The above function has been introduced in the key button tool.

Click "Pattern tool” will show the following dialog box

Exceeding UpLine
Exceeding DownLine
Check Exceeding List
Crverlap X-Direckion
Crverlap Y-Direckion
Cweerlap Lisk

Adjusted Pattern Show
Pattern Character
Pattern Status Return
Crerburn Up and Down
Creerburn Left and Right
Rotate 45 Degrees

Rotate 90 Degrees

Click““Congregate tool”will show the following dialog box

Assernble left
Assemble Right
Assemble Up
Assenble Down

Compress

Click”Image tool”will appear the following dialog box
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Save BMP File
Copy To Clipboard

Save BMP File
Copy To Clipboard

Click*““Other tool”, it will popup the following dialog box

shrinking Rate Setting
Dot Lock Setting
ap Setting Tool
Auko Width Adjustment
Farmat Transfer Tool
Change Style Path
Measure Tool

Ihd Spec Mest
Set Flaw Piece

Digital Input

shrinking Rate Setting
Dot Lock Setting
ap Setting Tool
Auko Width Adjustment
Farmat Transfer Tool
Change Style Path
Measure Tool

Ihd Spec Mest
Set Flaw Piece

Digital Input

Click“Group tool”it will appear the following dialog box

Pattern Group

Release Group

The function is to group many selected patterns as a whole, whatever moving or
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dragging, they are as a whole, moreover it always exist if not canceling the function.
There is one way to activate it:
<1> After selecting many patterns, click pull-down menu "group" tool to activate the

function.

<2> Separate the patterns function is after selecting group patterns, click pull-down

menu "tool" for "separating” under "grouping tool”, then activate the function.

Notice: F7 is to group, F8 is to separate

Click “Cutting Sequence”, it will popup the following dialog box

=, .
| Auko Cutting Sequence

Manual Cutting Sequence

Zutking Setting

iy

Auto Cutting Sequence
Manual Cutting Sequence

Zutking Setting

5. [Set marker] : Click this key, it will popup the following dialog box

Setk Marker |

Set Marker InFo,

'|_| Set Marker Pattern

Click“Marker information”, it will popup the following dialog box
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Narker Information Dialog
Global Setting
Marker Setting NMarnual Tuning
Fabric Width [160.00 | cM Cutter Width 2.10 If Clatlow
Fabric Length |500.00 | CM Cutter Length 10.00 M Can excesd G
C d Ccl
[JAceording to Cutter Size an exees
Marker Mode Interwal Setting (Unit:MM) Rotation
(&) Common Irterwal: Top Margin: Q45 Q81 @
O Enitting Roller 0.0o 0. 0o BT wehatdes
Name Left Margin: Bottom Margin: [IFlip
scsc 0.o0 0.00 LIl 0.000
[]Setting next time

[

The parameter in this dialog box can be revised by customers’ material.

Click “Marker ”, this function has been introduced.

6.  [Setting] : it will popup the following dialog box

Setting

Systemn Tool Option
Inkerface Configuration
Status Info Opkion

Color Configuration

Auko Saving Opkion

Set Fik Assistank Line
Color Difference Line
Specification Color Library
Print Configuration

Auta Marking Setking

Map Configuration

Click “System tool option”, it will popup the following dialog box
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Sysztem Function Dialog
Swatem Parameter Setting
Mowing Face: (1.00 mm Notch Length 5.50 mm
ingel Pace: 1.0 degree Hotch Width 4.5l mm
Fress Jumping Degree g Notch Center 1.70

Function Setting
Festrain Owerturn L JRestrain Rotation Eestrain Owerlap

[#]Back Function []adjustment Tewxt [ JRealTime Owerlap
eep Lwverlap ¥[Oyerturn Linkage ort =tyle alphabet

[ JEeep Overl Vo Link s le alphab

[Jauto Jump

Pattern Show Setting

[JFilling Show [ IMet Pattern [¢] Irmer line

[«]Hotch [#]Grid [ IMatching Plaid Dot

[]Grain Line [¢] Suture []Irterwal Line

[¥]OwerLap Line [JGroup Info. [ ]Block Line

Marker Show Setting
[ |Matched Plaid Line [“|Negatiwe cut of Form

SETEMP
[ JPOLYGON [Jte=t [ ]GRID

[Jsetting next time : 0K | [ Cancel

Parameter setting description:
Movement length:(unit)mm, the parameter will work when press direction key on
the keyboard ,press for one time, the distance for moving up, down, left and right, the

minimum distance is 0.5mm

Notch length:(unit)mm, after finishing setting the parameter, the notch of the
pattern will get length according to the parameter, but this parameter has no effect in

generated pattern, no effect also for saved marking list.

Rotation angle amplitude: (unit)degree, the parameter is used for pressing the
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rotation button each time, the range for pattern rotation. The angle for rotation is at least
0.1 degree.
Rotation angle amplitude: (unit)degree, set the parameter of the rotation amplitude

of the pattern. The min. rotation amplitude can be 0.1 degree.

Find bound limit: When the pattern impact on detection, to search for the accuracy
of position, 1-100,1for accuracy finding, but the speed will be slow, default precision is

5

Limit overturn: select the parameter, system will stop overturn request for all the

patterns

Limit rotation: select the parameter, system will stop rotation request for all the patterns

Limit overlap: select the parameter, in common way, pattern can't be overlapped, if the
pattern position overlapped with other pattern, the pattern will be bound automatically,

find no position of overlap

Open back function: select the parameter, the operation for marking list, such as moving,
copying, deleting, mirror will be recorded, in order to operate the previous actions.
Notes: use this function will cause empty processing of all the record of current

marking list

Adjustment priority: select the parameter; it will adjust the function of right button

for dragging the pattern in order to only drag the pattern character.

Show overlap number anytime: select the parameter, in the process of moving

pattern, if overlap happens, the overlap station for present pattern group will reflect in
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the overlap dialog box

Notes: little move for direction key cause pattern overlap that will not bring
overlap dialog box popup at any time, even if selected the parameter.

Data-base lookup priority: the parameter will cause the function of exchange
model such as open and from the open function, save and save as. Selected the
parameter, increase marked list, lookup marked list will take the way of open data-base,

otherwise adopt any way to open

Overturn linkage: when chose style, if pattern appear pairs is that chose both
positive and negative side, selected the parameter, if one of the pattern cause overturn,
well then another pattern will be also overturn, otherwise only overturn present selected

pattern.

Fill in color display: indicate all the patterns in marked area and unmarked area,

whether display the pattern of fill in color.

Display net pattern: whether all the patterns display net pattern.

Display internal line: whether all the patterns display their own internal line

Display notch: whether all the patterns display their own notche for gross and net

pattern

Display gridding: whether all the patterns show their gridding

Display Matching plaid: whether all the patterns show their own Matching pattern

and plaid.
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Display grain: whether all the patterns display grain line

Display stitches: whether all the patterns display stitches for putting seam after

cutting

Display sepal line: whether all the patterns display virtual sepal line between

patterns after setting marking gap

Display matching plaid line: whether matching plaid line display in marking list area

Open anti-aliasing: when marking list shows, whether open anti-aliasing, anti-aliasing

will improved in softness of curves, but there will be some effect in refresh speed of

system.

Click “Interface Configuration” will show the following dialog box

Interface Configuration

Unmark Area Width 259

Marked Area Width (475

[]5etting next time

259 Pixzel

607 Pizel

Cancel

Click* Status Info Option” will popup the following dialog box
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StatusBar Display Configuration

Fattern Promption Info.
[ 1Categzory [ |5t¥vle [ |Pattern [v]Mame
Grade Cuantity Normal

Marker Promption Infa.

[¥]Width [¢]Length [“|tilization Rate

[v]Urmark Qty. [¢] Shrinking Rate

[V]Marked Qtw. ¥|Page Number
[]15etting next time | 19 | [ Cancel

This dialog box can set the pattern info and marker info.

Click “Color configuration” will popup the following dialog box

Sy¥stem Color Configuration

Interface Color

R 0 G 0 E O

Axez Color
R |0 G |0 B 128

Apply
Edge Color
R 255 G0 E o 4pply

Color difference line color

R 255 G0 B 255 Apply

Color

|
[=]
B

E 285 G 285 B 255 Apply

Overlay Color
R 200 G100 B |0 Apply

Grain Line Color

E 0 G 0 E |0 Apply

Text Flag Color

RO G 0 B 255 Lpply

[]3etting Next time | OF ] [ Cancel
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Auto S5ave Configuration

[Jallow to zave automatically

Backup Parameter

() Time Interwal 10 Second

Each FPace

[]Setting next time | OE

J [

Cancel

Dialog box of fat

X

Start (mm)
X (0

Horizontal (mm)

Diztance 200

Vertical (mm)

Diztance 500

Grid Start
() Leftlp

7 0

() RightDown

T
H
o]
=
H-
1]
=

AT T T

|

|

||

AT T T

T T T TT]
ST T T
4+ H— =+

H
=
1
B
[y]
(a1}
=

[]5etting next time

This dialog box can set the grid space of displaying.

It will popup the below dialog box after clicking "Setting color line
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Color difference line Setting
E
Length 5000 m Width 1600 T
0. Marner Po=

It will popup the below dialog box after clicking "Printing setting"
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Print Setting Dialog

Patter Option
Outline [netline

Letter Option
ClCatezory Cstyle
[¥] Specification [v] Hame
[¥]hssistant Letter

Marker Information

Frint Mark Information

Mark Name Mark Date
[#]Length [ Width
[¥|Marked Qty. [v]TMark Qty.

balk

Fort Option
Multiple |4.00 Mazx
Min 12

&0

Farameter
[original Color [¢]Print Gride Line

LineWidth 1

(#)Print Single Page

{JPrint Full Page

(JPrint define =cale 1:

[Jerainline

[TPattern
[ Guantity

[#]Ttilization Rate
[¥] Shrinking rate
[W]guartity Info

FrintCLine

[ Cancel

[JSetting next time | 0K |

This dialog can set print parameters.

It will popup the below dialog after clicking" Auto marking setting"
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Auto NHarking Configuration

Marking Marmmer
{JLength Priority
(®)Area Priority

(D Pozition (Compress)

J0utput Priority

() To All
i To UnMarked
{JTo Selected

{3 To Marked

Location Manner

P Ti
LESSLINES (®) Undermost
OutLength cx (O Leftmost
Additional

[Limited irea
[ Jauto Pagination

Operating Object

[ ]only Mark Current Page
[1&1low auto Rotate 180

ok |

Cancel

)

[[15etting next time

This dialog is selecting" length priority

"output priority" for the samples in mark area.

7.

" "area priority

" " position (compress)"

It will popup the below dialog box after clicking "reversing hair setting"

Choose Style: | Grade Qty. Modify
& | = 1
‘ Cate.as Style Fattern

| cate Style Fat [

[NCompulsive Refurbizh 0K ] ’ Cancel

=

Follow

[Control center] : It will popup the below dialog after clicking this key.
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Conkrol Cenker

Ol cut output
Tool/Pen Caolor Setting
2| Output Setting
Cukput File
Appaink All Knives/Pen
Paging Cukpuk

It will popup the below dialog box after clicking "Knife and Pen Setting"

Tool/pen =setting
Dizplay Set

Selected Color: _ Back Color: _

Tonol twvpe Color 5F Txpe Equipment Tool

Tool 1:
Tool 2:
Tool 3:
Tool 4:
Punchl:
Funch?:

Funichi:

Stroke :

Optional parameter

Enlarze propotion

Eotation fngle

This dialog box can set the colors for all the knives and pens.

It will popup the below dialog box after clicking "Output Settings".
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Output Param

Pattern Select
@Dutput all the patterns {:}Dutput the zelected patterns

hooze the output line and output order

[#] BUSH [#]Fen

{:_;}Pattern priority If:‘)'['cnol priority C}Dnly cutput the outline I:‘Bou.nd Fir=t Set Hull

Output text

[JEattern Hame Hame Pos O [JAdditional text [ |Set Height (nm) [10.00 (#)Chinese () Japanese

Optimization parameter
I:‘Uutpu.t smoothly Route optimization Resi_rict overlapping

[JHigh resolution output [IDon’ t change start point [IMerge the Same line

Biarc approaching curwe parameter (311 unitz are mm except the angle)

Min radius 3 00 Approaching aeccuracy .05 Dispersing aceuracy (0. 1000 I:‘Biarc output

Max radius |[10000, 00 Lifting tool Angle 150, 00 Inflexion length 1000, oo
Cutting line and notch parameters
I:‘Dutput outting line Cutting line interwal 0.00 Cutting line lmife L Hotch Type | W

Border entting parameter

[JHot cut on the left border [ |Not cut on the Top border [ |Hot cut on the bottom border Border error | 1.00

Cutting order parameters Small arc to poloy line

(3'1@101’8 the cutting order @Auto cutting order DEnable Enife diameter 30.00 Angle |5.00
Enhancement operation Material parameter

[#] Automatic Send Task [JAutomatic Cutting Mesesicll mefim aepollpmme Processing method
Cutting Faram Smooth Cutting speedlO0 L
Cutting Lenmgth 30,00 Idling Length 10.00 Material subelass

Cutting accelerationw

[JSetting next time [¥]¥ot back home [ JAuto Send [ i ] [ Cancel ]

"Select Output Line and the Output Order" is selecting the cutting knife & pen of
patterns. Selection of knife & pen cutting order(Put the knife on the place which click,
then cutting )

"Pattern Priority" refers to finish cutting all of knife and pen of single pattern.

"Knife Priority" refers to finish cutting all the patterns with one knife & pen.

"Not back to original point”\/ refers to the cutting head will stop at the
finishing point. Without tick, the cutting head will come back to the original point after

finishing cutting.

"Auto conveyor system”‘\/ refers to the finished patterns will be conveyored
to the material picking table automatically after finishing cutting.

If need to modify or set other parameters in the dialog box, please contact VVSION

VIVISION TECHNOLOGY LTD




PRO 112

engineer.

It will popup the below dialog after clicking "All the samples of Knife & Pen

Settings"
Set all knives/pens
Select Line And Set 5P

[#]Comtour Line iROLLlE | Sp:4d \v

[]Irmer Line 4Pen | sp:l [v

[Hotch Line ROLL1E | Sp:d v|

[]Irmer To Puch []Iznore Milling SP

£ ik { [ Cancel ] []5et accordingly next time

This dialog box is for setting knife & pen of contour line, inner line and notch line.

It will popup the below dialog after clicking" Paging Cutting Output”

Paging Output

Length (CH) |200. 000000 Total Pages: Last Pages:
Start Page 1 End Fage: 3
@Dutput by page order DDutput Faging Mark Sh-:nw Faging Mark

{:}Uutput one time I:l]]esig;nated pattern output

Exit DSetting next time

’ Cutting Output

This dialog box is for setting the length of each page when continuous cutting. The

length of each page can’t be exceed the maximum length of the cutting table.

8. [Help (H)] : It will popup the below dialog box after clicking this menu.
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About SmartCutAutoPlan

@ 1Echo Frecision Cutting
| |
Copyright [ C J2009 - Hangzhou iEche

]_ECHG science and technology limited company
— — 211 rights reserwved

7.4 Operational Process of Smart cut Module

Open the file you need to cut:
There are 4 methods:

No.1: Open Cut file, This format is processed by the Smart Cut module.

FileF)
[ 7 Mewin)
| = Openid,..
[;j SavelT)
Add Marker Sheet

Impart Dakal™ DXF;* PLT)
Import famal™®, dx=f)

Read Flaw Skyle

Import SubRegion Mark,
Fead Mary Mark

Resktare Mark Data

No.2: Open Online Marker(mkm):This format file is the file format which saved

by auto network marking.
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Fie(E) |
[ § Mewin)
*| CpeniQl...
[ Save(s)
| Add Marker Sheet
Impart Dakal™ DxF;* PLT)

Import gamal™, dxf)
Read Flaw Skyle

Impart SubReqgion Mark,
Read Mary Mark
Restare Mark Data

No.3: Import External Data(DXFPLT): This format is a general CAD format.

File{F)
[ § Mewin)
*| CpeniQl...
[ Save(s)
Add Marker Sheet

| Import Datal®, DRF;* PLT)

Import gamal™, dxf)
Read Flaw Skyle

Impart SubReqgion Mark,
Read Mary Mark
Restare Mark Data

No.4: Import(AAMA): With this import method, it will open the interpretation

format in the auto network marking module.

Fie(E) |
[ § Mewin)
*| CpeniQl...
[ Save(s)
Add Marker Sheet

Impart Dakal™ DxF;* PLT)

| Import Aamal™, dxf)
Read Flaw Skyle

Impart SubReqgion Mark,
Read Mary Mark
Restore Mark Data

VIVISION TECHNOLOGY LTD



PRO

-115-

Data Editing Module

Import the pattern into the Marking Module. Then double-click the pattern to edit

it.

@ DataEzchange — soft.set 1

Fila(F) Edit(E) View(¥) Tools(L) DrawiD)

=101 x|

| ® O CAQE[ L] i w ]Q

Ready

2

x|

[Pen

] :i'
10. 0000

Enife tool:
Material thickness:

Step Values:

Line length I 588
—

Cutting order
Cutting Type:
[T Finish

Step Valne:
Down Depth

[ [ |

Select the line you need to edit, choose the corresponding knife tool on the right

knife tool module, then click application for finishing setting.

Output Setting

Click Control Center menu ---output setting, get to the output setting dialog box.

Output Param

Pattern Select

(3 Output a1l the patierns (0utput the selected pattorns

hoose the ontput line and output order
[V]RGLLIE

[F]RusH [#]Pen

(D Fattern prierity (Mool priovity (OOnly ovtput the outline [JBound First

Set Hull

Ouiput text

[JPattern Heme Hame Pos O [JAdditional text [ |Set Heightfom) 10.00

Optinization paramster

[loutput smoothly Bkt cfbrvive ey

Restrict overlapping

[IMerge the Sane Line

[JHieh resclution cutpat [JDox' t change start point

Biarc approaching owrve peraneter (11 units are mm except the angle)

Cutting Length [30.00

[JSetting next time

[¥]¥ot back home

Min radivs 300 Approaching acewracy {05 Dispers wracy 1000 (il e ot
Max radius 10000, 00 Lifting tool hngle 150,00 Inflexion length 1000. 00

Cutting line and noteh parameters

[JOutput cutting line Cutting line interval 0.00 Cutting line lmife - Hotch Type || v
Border cutting parancier

[I¥ot cut on the left border [ INot cut on the Top border [ Mot cut on the botton border  Border srror|l.00
Cutting order paremeters Snall arc to poloy Line

(O Ignere the cutting order  (3)Auto cutting order [IEnsble Knife dismeter 30.00 Angle |5.00
Enhancement operation Material parameter

[“Autonatic Send Task [Jintonatic Cutting Naterial heinatalnens BTy FEEit
Cutting Paran Sneotk Cutting speedl0D v

Waterial subclass

Idling Length |10.00
Cutting accelerationw.

[JAute Send

Send data

VIVISION TECHNOLOGY LTD



PRO 116

Send data to Cutterserver module after finishing the above operations, then click

Control Center ---cutting output.

8. Common fault and eliminating methods

1. Unable to start the machine and Electrical Cabinet lights are off

Check whether the 220V power plug is inserted well.
Check the compressed air source. Low pressure protection switch may cut the power.
Power will be connected when the air pressure reaches to a certain value.
2. Unable to start the machine while the Electrical Cabinet lights are on.
Check the fuse tube in the Electrical Cabinet, replace it with a same and fine
one.
Check the leakage protector, it should be opened.
3. Unable to start the Vacuum Pump
Check the 380v power
Check the 24v contactor power
After trip-out of the thermal protector, it will take a while to power recover.
4. The pump stops when starting for a little while
The thermal protector tripped out. Adjust the electric current to increase the
short current.
5. CutterServer is unable to communicate with the cutting machine
Check the software setting.
Check the serial port lines and ground lead.
6. The COM status light is on( green or yellow), but the computer still can not

connect with the cutting machine
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Switch the serial ports, connect again.
Maybe one of the serial port broken. Change to another serial port.
The ground wire on the serial port is not connected.
DSP system version and the CutterServer version are incompatible. Update the
version or change to another version.
7. X axis motor or Y axis motor noise
Set the P2-47 parameter to be 1, move X and Y axis, then set it to be 0
8. Cutting length error
In the new system, X and Y are adjusted synchronously. If the deviations of the X and Y
are different, adjust the Motor electronic gear ratio firstly. P1-44 is Numerator and P2-45 is
Denominator. When the deviations are adjusted to the same, adjust the length factors.
When the deviations are adjusted to a ideal condition, no need to adjust the length factors.
9. DELTA motor alarms
ALO006 is overload, this case usually happened when the old motor was
replaced buy a new one. Adjust the resonance parameters: set the P2-47 to be
1, run the motor, then set it to be 0
10. ALO11 Encoder, check the encoder connector and cable; or replace the cable;
check the encoder ground wire.
ALO13 suddenly stop, check the sudden stop switch and lines, check the 24V
power, examine the 24V plug on the DSP board.
ALO30 overload, the resistance is too large because of mechanical problems.
After eliminating the mechanical problems, check P1-57 and P1-58, normally,
they are respectively 200 and 100.
11. Alarms when machine starting
4A suddenly stop, check the sudden-stop switch.
Motor 46 or 47 alarms, check whether the cutting head is too close to the edge.

Move the cutting head a little further from the edge, then start the machine.
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12. Khnife position error
Reboot the machine, the knife will turn for twice, then stop at a normal direction; if the
knife only turn to one direction or stop at a wrong direction, check the installation site of
the Rotating knife sensors
13. Cutting Head cannot move down to the designated position
Check the cutting head fixing screws.
14. For high-beam cutting machine, the knife cannot reach the felt even when the
socket is at the bottom.
The tangent knife and creasing knife should not be inserted too deep to the
knife holder. Avoid moving the socket to the bottom.
15. Putting the knife into the socket, the retainer ring is slack
Take down the retainer ring, overturn and put it on again.
16. The Oscillating knife cannot reach the felt
Reset the position of the retainer ring, bring down the knife. But make sure the
knife is able to lift up.
17. The oscillating knife still touches the material when the knife has been at the
top.
Reset the position of the retainer ring, bring up the knife.
Use a short knife
The material thickness beyond the affordable range.
18. Khnife broken
Cutting speed is too fast
Knife direction wrong
Knife does not oscillate
19. Khnife does not oscillate or weak oscillate
The oscillating knife is worn out, need to be maintained

20. Intermittently oscillate
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21.

22,

23.

24.

25.

26.

27.

Check the oscillating power
Mechanical problem leads to strong resistance
Oscillating knife will pick up material
Lengthen the waiting time after the knife lift up
Check the spring
Milling tool error when moving down
Reboot the power, remove the alarm record
Check the cooling air pressure, it should be 0.3 MPa
Milling tool getting deeper and deeper
The milling tool was slackly fixed
Milling tool broken
Cutting speed is too fast
Cutting too deep, try multiplicity cutting
Material adsorption weak
Adsorption weak
Check the air pipe connection
Adjust the air suction function setting
Vacuum chamber leaks if the max pressure is quite different with -0.02MPa
Replace the pump if it’s max pressure cannot reach -0.025 MPa
Generally it is caused by the reversing valve. Check it and replace it if
necessary.
The beam does not feeding the material
Check the air compressor power. The puller cylinder pressure should be more
than 0.4MPa
The beam does not move when feeding, X axis overloaded
Check the cylinder pressure, it should be 0.2MPa

Check the pump switch
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28.

29.

30.

31.

32.

Check the material putting position, which can cause strong resistance.
Slow the feeding speed
Feeding stopped when it just started, X axis alarms
Check the reverse function of the vacuum pump
Material feeding direction incorrect
Check whether the material and the beam are parallel
Check the pressure of the presser cylinders, make the pressures are all the same
Check the feeding direction of the felt
Material moves when air direction reversing
Check the pressure time, it should be long enough
The X axis of the front page and the X axis of the behind page are different
when perform paging cutting
Check the pressure of the presser cylinder
Check the material putting position and the feeding resistance.
Check whether the pressing rod is slidable
Elastic material maybe out of shape
The Y axis of the front page and the Y axis of the behind page are different
when perform paging cutting

Adjust the felt feeding direction
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