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1.Machine Introduction

1.1 Power and cable requirements

In view of the power of the vacuum pump is different, electric power at 220V or
380V can be used according to the actual situation. The total power of the
machine is at least 14KW, so the cable cross section requires at least 8mm?.

Items Peak power
Machine 3KW
Vacuum Pump 11KW

Air compressor 1.2KW

1.2 Machine introduction

(1) AcC3s0v

NoO.1 Input Power: AC380V+10%(50Hz~60Hz)

A

Distribution
Box

Alr
Com pressor

Oscillation Cutting Machine

(Note: Three-phase electric power only needs three live wires and doesn’t
need the null wires.)
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(2) AC220V

NO.2 Input Power: AC220V+10%(50Hz~60Hz)

Distribution

Box
Air
Compressor
Vacuum
' Pump 1
Vacuum

Pump 2

Vacuum
Pump 3

Vacuum
Pump 4

Control

Oscillation Cutting Machine

Cabinet
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2.Parts Installation

2.1 Power distribution box

Power Cable

&

Distribution Box

(1) Input

Take the aviation plug apart and connect the three live wires of the
three-phase electric power to L1.L2.L.3 respectively.
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(2) Output

There are three cables come out of the output port of the distribution box,
NO.1 and NO.2 cables are used for vacuum pump,
NO.3 (Power cable, it doesn’t come out of the distribution box. It's a single
cable.) is the 220V cable used for the machine.
NO.4 (Vacuum pump start and stop signal cable) must be connected
correctly according to the port on the machine.

NO.1
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- 3

Air Input “9
_'_, J t- 3

A

[0.6Mpa~0.8Mpal

| Vacuum Power
pump

AN

( Note: When H 6t e . nd N.2 cales to the vacuum pump,
the color of the cables must correspond, red to red, green to green, yellow to

yellow. If the fan is reversed, you can switch any two wires of the three-phase
electric power cord.)

Lubricating oil: Engine oil or sewing machine oil.
(3)Air compressor

(Note: Pneumatic oscillating cutting tool needs at least 7.5KW air compressor,
the gas meter needs more than 0.6MPa.)
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(4) Return air box and vacuum pump (non-feeder model
does not match return air box)

A. Install exactly as shown

B. The arrow in the left picture means that the nozzle is the air inlet of the
vacuum pump, and the black cylinder in the left picture is the silencer.

C. The part in the middle picture is the return air box. Connect the cable which
comes out of the return air box solenoid valve to the machine according to the
number of pins (8 pins).
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(5) Parts of the milling tool
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B.No.2 Inverter
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3.Software installation. Network
configuration and software operation

3.1 Software introduction

Cut is a cutting service software for editing and cutting tasks. It can
be V\);Ii“rﬁatched with mainstream graphic design software. The software can
be used for drawing simple graphs. You can also use CAD, CorelDraw and
other graphic design software. Then send graph to the machine for cutting via

Cut.

3.2 Software installation

cut.exe

cut20181220

EEEHESEMR

T B RETMTEA

WELIBRIREEN) 0 =Fas

¥
» = >|» B o
i FEfEGzipped)srits=

g 55 - T BT A
B R EERR - ==

SEBEEATS)

| Right click on the icon e

3.3 Network configuration

(1)Right click on the mouse - Network and Sharing Center, click on Local Area

Connection

11



l&ﬁai®

kv A B ERSA A
Jinan DEKCEL CNC Equipment Co.,Ltd

E=HECE >
() [8 » oemE » FreEsEER » SIS0 -4 || === 2 |
P #EEE) =EN O LEM O EEhH)
[ 2]
il A
et EEER MR S
vl E=——htay—
SRR PC201207261043 F=iHBIgIFE Internet
(HEHESL
EEETIAE
S SRIRBIRIPISS
T e
et
W R
BEEE =F. e e e
W SR
TSR EREITTAE. s, S VPN M.
R, EESEEIHEET
AT S R B, S TR, . SR IR,
17: B et] ISHFHSEREEE . SEEarEEReEE.
ntern ﬁiﬁ}.
Windows EiiE
Ed=c|

=

(2)Click on Properties

=
O[5 » memE » FoEaEEE » FEEOREEG ~ [*2 | [ == o
el ———— :
[ =i 2 5 [ ®
ERIERSEE =
B [=m
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(FmEEE. =
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oax — R —  zew
= \fiElsm.
FigE: 1,557 1 a
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=E=E (= e
. SEFFHESFERIE | SRS,
Internet FEIA
Windows BaxiciE
=EEA

(3) Double-click on Internet Protocol Version 4 (TCP/IPV4)
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(4) Click on use the following IP address to change the IP as shown
below:

= =] =
ULJ (i =oE® » FemsEER » MEAEETO v %1 || m=maEw P
e 4EE) =E(V) TE(T) #mssan .
[ i 2 b [ @
ERIEEET
=
EpEESEE s | =
ENEeiTiRE i 0 i 2 it
1 Internet HHMARS 4 (TCP/IPwd) Bt M
ooy iz
i -
" S = i Controller
L B =higwaY IF i%E - S0l
B IR ® ,

O BEhERIE TP Hiht o)
@ fERATERY TP Mk s

TP Hizht 1) 192 168 . 0 251 MTENHN S
TCE/IEvE)
FIER (N 255 .255 2S5 . O

BRI ) S En ]

BIEhTEE IHS BRESSEHL (B)
© R DS AR ]

Hi% NS RREEE B
A DEs ARSEE (A):

PliEEth. ERMEIITE

ZEEH )R HAIETE R @) (BEo.. |

Internet I [ RE ] [ BLE ]
Windows Bk [ = ][ B ] (= s
= 4

(Note: Because the IP of the machine is 192.168.0.252, the last IP in the

protocol version 4 cannot be the same as the last IP of the machine, so the last
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IP can be larger or smaller than the IP of the machine, 253 or 251 are okay. )

(5) Then click on OK and the network IP configuration is complete.)
3.4 Software and operations
(1) Basic operation

A. Software configuration options, double-click to open the software, click

File" —"param", as shown below:

- version 20180820 = X
fftile PiEselea B3Bedit MEview fTpage [FFISHlarcopy WiERiwoveam EEldraw {FSinfor {iALoptimize o, [EEr|

I T open.. il MAEIABBAEEE» ~ ¥ & <o |a@ b g
FT7Topen df...
FTFFopen ar. " N
FTFFopen hpgl... e
I Fmport...
O #Zaiitoptimize (0] W = I+
H EFsave.. ctriss [y+]
et [r-10v-1 0]
New Ctri+N
EBzetzers BBropeat
HEaE=Eheight 3
IR oricin BERLabsorb
Exit
FEibiEr anze | Blfcancel
FIEStozare YfEpans
[ #fefLine
TR | it
HIOWU—> T i slow
IRl round | | Aifnid
hflhole | EiEEast
fiikoptinize Hisend

1113
0= =) 2018/8/25

i}
B. Click on “get machine to computer”, the software will read all the parameters

of the machine from the controller .

il HEiFselet EiBedit MEvie py FUiERtwobeam Efldraw {S8infor {iftoptimize N i |
SHO| ¥ |Gac [EBEN | HEAHKE >~ X 0 << | 9% b M —
W ¥ A
x = 5w ]| e
s | = (o e Y E bR W o= 1o
malo | X?h:ﬁ o AT [0 0 = 0 [0
ieE (0| or | = — [e+]
wEFEm | oEm 0 | ax o | = Lo ]
o ] £ [o [ = o Jo ] Tt e1ixe 1
= o Z2EE | 0 22 ‘ - F = ‘7:“,7:
WHERE v (g % [0 ‘ o J = g = ‘,L‘ EES EBrepeat
R AEF v [0 gl | = [o o]
FrEpes) S C— - = o] ElFcesien foldes)
FEAE v iRh/JHMMERRE | 0 5 1 = N
I | e ] = “p o | Eirrames | Bifesnrel
A o O 3 e o = e
FEARLTL v o] T RV e [ i = [o Jo | BT Storera | WiSpaus
MEAELT v mm [y | BT [0 | s in | D
. : L 5 -
. Y v o | mamE o | BE IEE R R Dip#iers
T = 5 RTIAE [0 & b 2z [0 ‘llﬂ I WOv— 1| Fifslor
Ere v %#ﬁ “u— 7T [0 E - }E o /u:”ﬁ BB ound | | tifinid
VIR ";ﬁ;ﬁ L e = T o] el s ] hTlhle | B
G R O 2 P o w1 [0 o | e
P et [0 | tlteptinize igsend
WARE [0 | S s o " ¥ |
VERR [0 A 0] s [o
el [0 | Al (0] v [0 ] reosTs | selis | sestisiE | cctimam e
TS
° = R 2018/8/25 D
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C.Click on "Optimize" — "Configuration Options" as shown below:

version 20180820 ] X
Sfffile PoiEselect HiEedit MBview Hpage FFIEHlarcopy WiERtwobesm EEldraw {HSinfor | ik optimize
SH0 ¢ o 500 DAEABRBEE >~ X 0 <o | MF AR monitor di ) .
FESWEsendto [ vl e |l
EitblfAbother e
[ 500
HEFE S oder 5P - i
B cuteye e
AFREEVEIZ R
[y+]
DS Sl near i
BiEERRR(ELR del mid [=1[e-1[x+1]
IS = del isolate B
HEZ£Edel overlap line ERsetzare EBrepeat
BEinmiREImerge linked [M] EEori in, Ebeach
ET4bEBround comer
EEE S smoath FiDfErange BiHoancel
T exchange ¥t Feitorers HfBpasse
RSN Tantidockwise —=
ST TiRHInear prior T open Sﬁgt:

SETI DR eft prior
TR 4FREAclose to axis []

PR i

JEFhole | | Ejffast

HOVA— T FifEslor

ffifboptinize HEEsend

10:00
2018/8/25

D.For machines that are automatically fed, you must tick the "Enable Paging"

option:

fffile EEselet EiEedit MEview STpage [EFISHlarcopy FWiERwobesm EEdraw {Finfor {THtoptimize
SHO ¥ ac BED N EHE BEAHBE >~ X 0 o |HF MM

[ T =
Dialog w ] g
e a " e -
plt ifisource dxf 5P color Yo Bnonitor config ot El s i e }
Corelbran v %) is monitor pleXf s iszmm | 2 | b || & ||
fEEworkrect i AR HoEE |
o 4 v 7 — o B
2R 8% del monizor sAmter i L I [0 0u-1 0x ]
584 . i Aimer |- o Z
[§iF del near points sccuzacy | s B eat
= Ses 285 /] Sdel mid peints ref line [ b | 0
53 i Epage B | 6] -
del isclate peints [l erizin [RRlsbserb
= e move step [, | up angle
[ #irzE H&del overlap 1 i \ mnas | EibfErace Eifcmcel
4% 538 0merge linked st ’7‘
s | oblique
' [Jitetst i Tanstclostvise e BB ditorera Hi2pense
dist add — \FE ST clock seale o T
I g EEHEHHIT clocketse comem | L | ez [ ey | 8L
— - XHi8xY exchange x¥ dxf BefA | [edres
S T i ol v H#dash config O s
! HO¥— 1| FiEslor

HEEE L OmsmeoTiraie $Ef7iE Inear prior Hiine | 6

O#rFafet g5t auto oprimize Hee Zgap 4 ‘

[]#ti8¥x exchange Yx Bohflhale | BiEfast

Ovaoaisav->1 BatrESiigp

[ ## @78 BZ0if#auto incline 0 {idkoptinize | HiEsend
i [ #F&Sorder SE x| 0

monitor dir —————————— ik o j
e [ 155 & Fic10se to axis ‘
AT EE Mnachine 12 192.168. 0 | 252 AT ——— p—

EERround | | Fifinid

O #r7F L 4ri0#Eizadd cutline

1
2018/8/25
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E. Click on “plt source ” to select the “JDPaint”:

fifile EREselett HBiEedit WEview DTpage EHISHarcopy WiERtwobeam EEdraw SSinfor {TAboptimize

SHO & Lo BBl AEAHEA» ~» & ¢ <o /AF b H -
- " e
Dialag. som—
- s g
plt FiFsource dxf SE color ¥ Gmonitor config long dist ‘5— near et
0 0.3
= [ 3z monitor plei i rEE isiems | W o= I+
M f¥nonitor dxfX e R y TR
SE2 “ 5 S T [1+]
[ K #nonitor hpalti$ ok |
583 MR del monitor $+7Touter v cuteye angle [ .- (=101l

goaEEs |
o [/ BIsRiiiE Sdel near points A Jlinner |
accuracy

585 P45 /8 Hdel mid points re;;; o Zgaw i 0.4

EFsetzare EBrepeat
47 & Bpage
ElEGorigin MR abzorh

EiiErange E):Hoancel

23T Sdel isolate points
enable page e N

RRSE . el overlap 1 S 1w angle -

a BIRE

Aeac e = 438 &% drerge linked Fotate step

O smzs 6 oblique [ o |

[ i#et4tf0Tanticlockvise eRpE P | BT dtorere HiBpanse

T ClmEt 80T clockuise scale [ |

fEae | | Prdd]

axf rate [ | | [li#fline
Chmiaat cxctane =1 el (L

page dist ‘:I” EXHEEHE Y Ftfdash config

HHER HOV— T fifslor

Om@RETTfralone  []4%E4iEMnear prior Biline E
e et BERrond | i

O F st Bis ao puimize SheERaad (e

O #TF S frT t# Bi8add cutline

[ &:#E7% 5 2iffauto incline

(I 78 exchange Tx Sobilhe | et
OvensEigav->1 HLiRE S Eoap

fifboptinize ‘EFEsend
[ #F%E Sorder s2

monitor dic —————————— ] £k
EeEs ‘\ﬁlg\—l M ke & #5%close to axis

#EF @ #Prachine 1P 192.168.| 0 | 252 (] &% Bisend to machine — 4]

F. Changing the value of “moving step” determines the distance that the graph
moves once; changing the value of “rotating step” determines the angle at

which the graph is rotated clockwise or anti-clockwise, as shown below:
E
e BfEseeq Willest WHvew Hlpage BIEMancopy WilRwwobeam Eldnw [ESintor Rikoptimize

JdO 4 ao BEL N NEAHARAEE )~ 5 0 < BE b H

(]
[-10-][%1]
ERdsetzers EBropeat
[Efsdoririn Ifabsorb
Eibfirage Plemed

H¥torero Yflpause
dist add [Aother [5P4

muIe

[ aLine
[Jfiddrag

BOv— 1 Ef@sder
PEfrowd il
#dlbels  Bilfast

fTHopen

ge diae BARERE
=

fifboptinize Eisend

[l ashMisend to machine
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(2)Common functions and operations

A. This area is for control the movement of cutter head. X+. X- for control cutter
head forth and back move. Y+, Y- for control cutter head right and left move.
W+, W- for control cutter head anti-clockwise and clockwise rotation. Z+. Z- for
control cutter head up and down. [X+]. [X-]. [Y+]. [Y-] will Move the cutter head

to the border of the working area.

- version 20180820 - X
Sritile HRselett fSiBedit MEview 3Tpage FFIS#larrcopy WiERtwobeam EEdraw {S8infor {ifkoptimize

SHO | & a0 Bl BEAEARBEE >~ X O << S DB

rrrr

[ElEorizin MBRsbsorb

FEiiEreange | Eyfcancel
FI B torero E{Bpanze

[ ##fline

T open Dlivklires

WOvA— 1| Hifslow
FERround  FEnid
FehFlhele | S fast

boptimize | REE sen

. e ‘ 58 ”;‘ ot '-BF :k: ~ B Q@ g 301:/2—225 U

B.B1 Origin: When the machine is turned on, the coordinates will be initialized
to 0, but the actual coordinates of the machine head inside the machine may
not necessarily be 0, so it is necessary to return to the origin. The purpose of
returning to the origin is to make the coordinates of the software same to the
actual correct mechanical position. When returning to the origin, the machine
head will go to a certain direction until it hits the corresponding sensor switch
(origin signal). The four axes return to the origin together, but the Z axis will be
pulled first. After returning to the origin is successful, the coordinates of the
axis returning to the origin in the positive direction become the size of the
working area, and the coordinates of the axis returning to the origin in the
negative direction become 0.

B2 Repeat: When there is a graph in the mother board, press the repeat button
to re-process the current graph. It is equivalent to the start of other systems.

B3 Set Zero: Set the position of the laser (or the location of the cutter head)
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as a new zero point, here you need to set the offset of the laser light and the
knife accurately.

B4 To Zero: If the zero point is not fixed, then the zero point will move to the
coordinate (0,0) position. If the zero point has been set, then it will move to the
last set zero position. If the machine has received the graphic, then the second
Pressing to the zero point will move to the farthest point of the graph to view
the processing range of the current graph.

B5 Range:Cutting head just move around the four boundaries of the processed
graphs.

B6 Cancel: The machine will stop processing and the Z axis will return to the
zero coordinates, and the vacuum pump will be turned off.

B7 Pause: Pause processing, but it will remember the current machining status.
If you want to continue to process, press “Pause” again. If you want to stop
machining, press “Cancel’.

- version 20180820 -

fifile EEseled SiEedit WEview DTpage EDISHarrcopy WiEPRtwobeam EEldraw SBinfor {TAboptimize T |
SHO 4 o B8 W HAENABRBREE >~ 2 0 <o/ aF b 0 -

W+ ) ol I+
[1+]
[2=1[1-1][x]

EFsetzars EBrepeat

ElEGorigin MR absorh

FEiiErange Elfeancel

FIEratorers H{Epanse

[##fline
R | it

HOVA— T fhifslow
BERrwnd | | iEnid
JEflhele | ZiEfast

{fifkoptinize  Bffsend

11:24

me o . “ B & NEOERD P s
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C.The buttons shown in the picture are used to control graph anti-clockwise
and clockwise rotations, use this function with "Rotate Step" in "Configuration
Options".

- version 20180820 = X
fktile HRseled Bifedt WEview Bpage FRIEHarcopy WiERtwobeam EEdraw {SBinfor {Titoptimize o |
SHO ¢ o Bl dBAEBEABREE > 2 | X o0 F e
v
= [0 ] g
W+ = I+
[y+]

La= 0= 1[0 xx ]
EFsetzere EBrepeat
ElfSorigin (R bsorb
FEibfEranze | ElHcancel
FlEatorern ¥ Epanse
[ $f#fLine
HIOW— T G slow

B Rround | | HiEinid
JEhlhele | B fast

fifboptinize EiEsend

D.The numbers shown in the red frame of the picture is to determine use which

head to cut the graph.

- version 20180820 - X
it FEiEselea BiBedt MBview A7 SElarony TWERwoneam Efdraw ESinfor {iAtoptimize o, [FEr|
SHO| 4[Gas BED HEARHBD 2|2 ¢ +o|ar b @ R
L o T+ o
w- e | ge
[ T3 Y I+

[y+]
[e=10e1 0]
= ero EBrepeat

ElESerizin ERabsorb

EipiErange BlFcancel

[ ##fLine
HOvA— T fiEslor
BERrwund | | diEnid
e glhole | Eififast

fifkoptinize  EREsend
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F.Open: Open the graph which needs to be cut.

- version 20180820 - X
Tftile HeRseled Bifedt WEview Hpage FRIEHarcopy WiERtwobeam EEdraw {SBlinfor {Litoptimize . B
= |
T

- T T ESEETL TN — :

FIFFopen dxf...
I openar.. [ FE <
FTFFopen hpgl... e oo e
A import...

yrapry W b L T+

O #Eatikoptimize [0]

o Fsave.. ctrl=s [i+]
= 2= 1001 [xe ]
New Ctri+N
HFEEHparam EEisetzers EBrepeat
HEEESEeight

ElFSerigin BHsbsorh
Exit

FEittfErange Boancel
FiBtorero| L{Spause

[ #f#filine
HIOVA— T fGslor
BERrend | | nid
FhAhele | Zifast

fifboptinize EiEsend

2018/8/25

E.Send: Send the edited graph to the machine.

- version 20180820 = X
il PEfFselett BiEedit WEview HTlpage FEFIEHlarcopy WiERtwobeam EFdraw FSinfor {4t gatim o [T

SHO $ e B=] 0 HEE 1715 RES RS i

[u+]
L= =10 x+ ]

ETSsetzere EBrepeat

S orisin IR sbsert
FEifErange Bifcancel

FITHtorero HiSpanse

ffifboptinize || EEsend

50
2018/8/25
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(3) Import graph into the software

A.A1.Click on “file”—“open”

- version 20180820 -
Sffile Foiselect Eedit MEview HTpage FEFISHarcopy WiEPtwobeam EEldraw {ESinfor {T#boptimize N e |

- NN, WA BEEEE > § o R b - e
FIFFapen dif..
FTFopen ar... w- | -
T3 open hpg... e
BT import...
i v
O #Ea¥ioptimize [0] e 7+
d EFsave.. ctrl=s [+]
e (11
New crisN
HESHparam EFsetzars EBrepeat
HESE=Eheight
EESoricin BRabsorb
Exit

EibfErange | BlEoancel
BT Storers Hipause

[ ##filine
D
HO¥— 1| FiEslor
EEfround | | Hifinid
JEFhole | | Ejffast

ffifboptinize HEEsend

iFfile EEselett BEedit MBview ATpage EFISHarcopy WiERtwobesm EEdraw ESinfor {Tkoptimize o [T
SHO 4 o BEl H HABARBAEE > 2 L0 <0 b 0 I

- T+ e

A R %= 80| g

Eav R we | = || s
B toER [

0 et

; e T 00e-1 051
Files s
AR i EBsstzers EBrepeat
P ] 10,1 —
i | 55555555555.pit IR eorigin Eflabsorb
; bl EifEranee Riioancel
& OneDrive FEELpht

iR 2222 (1l BT eitorers HfEpasse

HREl-2222,plt O $h#fLine
O e | SR 21pk D;ﬁmag
o Fs | FRE okt HOW— T fifislor

v <

fERround | | rhifinid
e FLhele | EjEfast

RN [k o] graph s ¥

fifkoptinize | HiEsend
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A3.If the graph is not in the original position (zero position), you need to select

the graph first and then press C on the keyboard to move the graph to the zero

position.
CAUsers\widd\Desktop\ELpl - n B %
il WeEselec HEiBedit $iTpage FEPEHancopy WWiERtwobeam EEdaw fSSinfor {i{keptimize Y = - |
SHO 4 o 50 HAEABEHEE» &~ ¥ 0 <o |00 M H o
- I+ =
- [0 g
W T 7+
Lxs]
[=10-1 1]

ETHsetrero EBrepeat
[ElEiorizin IiFlabsorb
EifErange BLEcancel
FEStozero B{Spause
[ ##fLine
Cfifdras
BOVA—> I || fifslow
FEFromd | | AREnid
FohFhole | | Sifast

H#

{ifkoptinize | Eisend

13:40

L0 DR amas

IWR =SB E
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(4) Save the file

(Note: Files can be saved in both arr and plt formats)
A. A1.Click on “file”—"“save”

ecshunddDeskio - o
Effselea TilRwobeam Edaw [ERintor {4 z
= en. el HE pE
Fapen ad
e ||z
apen arr
Frapen hogl I 50 | ¢
I3 Bmport
¥ T z

tdkoptimize 0]

R G s (1]

[x= 10111

Save As pit
New Cti«N
VlgE#Saam

VIR ER T neight ¥

ERSretrers Hlropeat

[Efmorigin Babsorb

#ibfErmge HUfoancel
H¥Srorero B{Epanse

[ 88 Line
o | Qe
WOV T E@sler
MERrowd | HEaid
Bedbole  ilfast

fboptimize  Eifsend

A2. After selecting the file, click on "Save" to save the graph as arr format.

:
il oiBseled $EiBedit MEview STpage FHISHlarrcopy FWiEPtwobeam EEldraw {SBinfor {iAtoptimize Y .
ZHO 4 a0 BE1 H HAEAR B>»a X&ixo|BE b0 S

B=es - || =
4 W EE > v (2] w
|~ FEEE =+ @ we || = || 2+
#* E g = il
msz fie fr- 1l 10
¥ W zﬁ% e Feisateu | EEyeat

| Larr

ElfSorigin (B bsorb
FEibfEranze | Elfcancel

& e
Files
=]
HeiRis

BT Storers Eipause
[ $f#fLine
HOV— T fifislor

fERround | | Fhifinid
| fLhele | | EjHfast

| BR

=
SHEEN):

(RFER): arr Files (arr)

~ EEE B

fifkoptinize  EiEsend
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B. B1.Click on “file”—>"save as plt...”

Ci\Users\wik\Desktop\ 5 Bl.plt - version _ g
itile EefFselect #EiBedit — ‘
5 fIFfopen. ctrl-0 sl BEEBEABEHEE > ~ | L0 << 9@ bl 00 B SR,
- T+ z
= |[50 ]| =
we | 1= || oz
[r+1]
[x-10y-1|[x+1
e Ctri=N
HESHparam =
HBEEEEEheight
ElESorigin IR absorb
Exit

HEiEranze | BLeancel

ElEr omd
i Ilhele | | SifEfast

Hifkeptinize | Eisen

|m e 0 = © « U . ~ e 7 ao:a}a/zs

B2.After selecting the file, click on "Save" to save the graph plt format.
(Note: Must connect to the machine to do this job, otherwise you will not be

able to save the graph as plt format.)
(5)Graphic editing

( Note: The cut software is not a professional graphic software, only the
following 5 simple graphs can be drawn)
A.Drawing straight line

A1.Click on “Drawing”—*“line”

C:\Users\wxlk\Desktop\75E.plt - version 20180820
=2 Rsclect ifedit WMEiew $3Tipage EFUSHlarcopy FUERtwobeam E
SEHO $ac B0 BEEAEBAEE>> ~ X

Lyi]
Cx-frx-)lLas1
EFsetzero EFrepeat
Bl erizin R absorb
EiHErange  BUHcancel

wwwwwwwwww

,,,,,,,,,

14:29

| e 0 = @ « N s s D P grgns
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:
fffile EEselett BiEedit WEview STpage EFISHarcopy WiERtwobeam EEdraw ESinfor {TAtoptimize o [EEETE
SHO 4 o #5 6 BAEARBAEE > 2 2 e[ SF b B R

[y+]

[E= 10101
EF D setrero Efrepeat

ElFESorigin (Efbsorb
EifErange | Blcancel

ClsffLine
HOVA— T fiEslor
fERround | | diEnid

Cancel Bebflhole | SEfast

{fEfkoptinize Bifzend

A2.The starting point is the starting position of the graph. Generally, the
default is 0. The ending point is the farthest point of the graph, which is the
size of the graph.

A3.For example, the starting point is zero, the ending point X is 0, and Y is 500
then we’ll get a straight line with the length of 500 mm.

BB CAUserstnk\Deskiop\ 5B pt - version 20180820 - X
it EEselet Eifedt WEview HHpage ERISHlarcopy TiERtwobeam EEdraw {FSinfor {ioptimize o, [FEr—|

SHO 4o 250 @ ABEABEAEE > ~ L 0 <o HE b =

PR (s
W - 7+
[y+]
[x=1Iv-10x+1
EFsatzers Erapeat
IR Serizin WA sbsorh
EiEranze Bifcancel
FIF S tozere | YiEpanse
[ $#fline
Cliitdras
HOv— T fifislor
BERround | | BiEnid
HFlhole | S fast

fifkoptinize  EREsend
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B.Draw rectangle

H “ 9 “ ”
B1.Click on “draw”—“rect

- version 20180820 - X
iFfile EEselett BiEedit MBview ATpage EFISHarcopy WiERtwobesm | EEldraw ESinfor {Tkoptimize

SHO 4 o B8l 6 HABABAEE » 2 7 Efin

- I -
HiEellipse

El;@fﬁ%mund rect N @ .
EBlARC =
[y+]

[0 L1081
EEsetzaro EHrepest
[ElFSorigin [BR,absorb
EibfEranze Bfcancel

FIFEhtorers $h{Epanse
[ ##fline
ARPS | bt

BIO¥A— T | HiEslor
PERAround | | dignid
MhAhele | ZiEfast

ik optinize Bifzend

| e 0 m & § % gg[l"q:zoff;::m LJ

B2.Typing the end point of the desired rectangle, X, Y, the size of the desired
rectangle, length and width.

B3.For example: The starting point is zero, the ending point X is 800, and the
Ending point Y is 500, then we’ll get a rectangle with the length of 800mm and
the width of 500mm.

i)
Rfftile FeiEselea EiBedit MEview STpage [EFISH] Efdraw ESinfor {ifkoptimize
SHO 4 o el A HEBEABBAHEE > A X0 <o mrE b0

a5,
fEstart [ElRSorigin WBRabsorh

Epaus
[ L in

TR | it

HOVA— T {fiEsl

IRl round | | Aifnid
o flhole | Efast

{fifkoptinize EiEsend

GB Ltk

STRIEE
WD, HralinE il

~ O\ 5 2018/8/27 tJ
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- version 20180820 - X
Mifile Pfseled RiHedit WEview HTpage BEFISHlarrcopy WiERtwobeam EEldraw ESinfor {HLoptimize

SHO| ¥ o HEN ol AEBAHEBA> 2 2 0 =o/aF b H

- o I

T 500 I+

we | || o+
[y+]

[e=10e-1 0]
ERsetzaro ERrepest
[EIEorizin WA sbsorb
sEifErance EHcancel
BfEtorera | HBpanse

$Hitfiline
fuial
BOVA— T fislor
flERround | | Ajnid
& FLhole | | Eififast

0
#open O

ffifboptinize EiEsend

0:57
B 2018/8,
C.Draw ellipse
H 13 th {3 H ”
C1.Click on “draw”—"ellipse
- version 20180820 = X
Mitfile Ffselet FEiBedt WEview STpage FEPISHlarcopy WiERtwobesm | EEldraw EBinfor {ALoptimize
SHO 4 ao 80 0 IAAARRAEE» 2 X i i
e
B8R round rect - (500 | g+
=510
LA = I+
[1+]

(=111
EECsetzars EBrepeat

[ Sorizin TRFebsork
FEibfEranze Elfcancel

FFStozere | HiEpause
[$#fLine
[lfpdres
HOv— 1| sl
EERround || Hifinid
JEDfhele | Efast

i open

{hifkoptinize EEsend
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C2. Typing the size of the desired ellipse, which is the end point of X and Y.
C3. For example: The starting point is 0, the ending point X is 500, and the
ending point Y is 500, then we’ll get a circle with the diameter of 500mm.

Sritile HRselett fSiBedit MEview 3Tpage FFIS#larrcopy WiERtwobeam EEdraw {S8infor {ifkoptimize
SHO & a0 Bl HEAEARREE >~ X O < MR D

" | -
we || = |z
[yl

ki [ElEorizin MBRsbsorb

FEiiEreange | Eyfcancel

FIBstorern fEpanze
[ #i#filine
T epen Dlivklires

WOvA— 1| Hifslow
FERround  FEnid
FehFlhele | S fast

Hidboptinize | ‘RiEsend

- version 20180820 - X
Sritile HRselett fSiBedit MEview 3Tpage FFIS#larrcopy WiERtwobeam EEdraw {S8infor {ifkoptimize
SHO ¥ s 250 HABABBEBE > ~ | X << |07 bl
" | -
w50 g
[ = |
[+ ]

[x-1[v-1[x+]

EE i setzero EBrepeat

[ElEsorigin IBR|absorb
EipfErangs Eilcancel

FIBstorern fEpanze
[ #i#filine
T epen Dlivklires

WOvA— 1| Hifslow
FERround  FEnid
FehFlhele | S fast

Hidboptinize | ‘RiEsend

EE—
1
= ) 2018/8/27 D
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D.draw a rounded rectangle

D1. Click on "Draw" — “Round Rect”

D2. Typing the length and width of the desired round rectangle and the radius
of the desired fillet

D3. For example: The starting point is 0. The end point X and Y are both 500.
The fillet radius is 50. The round rectangle has the length and width of 500mm
and the fillet radius of 50mm.

il PiEselea B3Bedit WEview HTpage FFFISHlarcopy WiERiwoveam EEldraw {FSinfor {iALoptimize

SHO 4 o el b HEAEABAMEE > 2 X T <o mE b

W= L 52 I-

¢ ok 755757' X+

v || = [z
[ve]

— [x-1[¥-1[x+]

HBistart
EIEorizin W sbsorb

FEBround | | Filnid
FEhflhele | | B fast

{fifkoptinize EiEsend

E. Draw an arc

E1. Click on "Drawing" — "Arc"

- version 20180820 - X
ftile EFEselett HRiBedit MEview 3Tpage FEFISHarrcopy WiERtwobeam | EEdraw FBinfor {ifkoptimize
SHO ¥ o =0 4 HAEABRAEE > ~ X Efiine
- o= e
= |5 | e
we | o=z
[+ ]

[x-1[v-1[x+]

FET S se trero EBrepeat

[ElEsorigin IBR|absorb
EipfErangs Eilcancel

FIE S torero FiEpanze

BERround | | Hifinid
A FLhole | | EjfEfast

Hidboptinize | ‘RiEsend
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E2. Typing the center of the desired arc, is the center of the X or Y position,
and the degree of the desired arc

E3. For example: The center X is 100, Y is 0, and the arc with an angle of -180°
means an arc with a position of 100 in the X-axis direction and an angle of -180

degrees.

i)
il FEiEselea BiBedit Eview STpage FEPISHlarcopy WiERtwobeam EEdraw {FSinfor {iAtoptimize
SHO 4 e HBElE HAEAEBAEE > A >c x| M b H

[3-1[4-1 0%+ ]
iESstart == = e ——
T
ElF&orizin B absorb
¥ 1 FEiHEr ange  ElHcancel
Elcenter L
T FF S tozars Higrans
[ L in
- — TR | it
fAFdegree (HITEHIE) B T
[1e0 ] B ound | | hiEnid

A FLhele | | i fast

cance TR
S

| e 0 & ® 4 % ik O ~AEOEDO R 0 O

- version 20180820 =3 X
il FEiEselea BiBedit Eview STpage FEFISHlarrcopy TUERtwob. Efdraw ESinfor {ifkoptimize
SHO 4 o el A BEBEABBAHEE > A X0 <o mrE b0
L b4d -
¥ |[500 | g+
we | | I
[1+1]

[x-1[¥-1[x+]
ETx EBrepeat

[ElFSorizin JBFabsorb

FEIDfErange  Elfcancel

FIF S tozers YiErause
L

TR | it

BIOWU—s T | sl

FEBround | | Filnid
FEhflhele | | B fast

{fifkoptinize EiEsend

(Note: The drawn graph size cannot be modified.)
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(6) Editing graph

A. Graph selection and deletion
A1. If you want to select a graph, you need to hold the left button of the mouse

and pull a rectangle in the blank space.

- version 20180820 - X
Sritile HRselett fSiBedit MEview 3Tpage FFIS#larrcopy WiERtwobeam EEdraw {S8infor {ifkoptimize
SHO ¢ o =] 8 HAEABAKE > ~ X >¢ e3[R b M
v
50 || x
T I+

[+ ]
[x-1[v-1[x+]

BERround | | Hifinid
A FLhole | | EjfEfast

Hidboptinize | ‘RiEsend

|——
OELD R pgmy M
A2. As shown below, the selected graph line will become thicker.
i} - 8 X
o4 w Tpage FFIEHancopy WlRBwobesm EEdaw ERintor Riboptimize
(]
[ )10 x+]

RhFibole | Hllfast

fifboptinize EiEsend
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A3. Delete a graph

First ,select the graph you want to delete (long press the left mouse button to

draw a rectangle on the graph), then press the "delete" button on the keyboard

to delete the graph.
B. Graphic rotation

B1. Click on "Optimize" — "Config..."

- version 20180820 - X

SZ{ffile EiFseledt {RiBedit MBview 3Tpage FEPISHlarrcopy FiERowobesm EEldrsw {FSinfor | fifkoptimize

EHO| % a0 | BS0 aEA HBEEHE > ~ | 5 0| »<<¢ |87 1E4EE H Rread monitor dir [ .
FEE s end to [ W v | =
Sb{Efotner =
HEEFESorder 5P
BB ateye - B
AFEEVELEEON-»1
B oel near ]
BlEEReRFlRdel mia [x-1[v-1[x+]

BIFISLRdel isolate
BE=Ede overlap line
P B Imerge linked (M)

iforigin IBRsbzorb
BT Bround comer o) i
BB ElEsmootn FipiEranze Elloancel
TIEv exchange x¥ FIBStorero H{pause
RSN Tanticlockwise —
FEE{TI R Inear prior T open Ejﬁz;:

ST IR Ieft prior
BeEirastRSAdose to ais [0

ALZiE R config... (7

FET S se trero EBrepeat

WOvA— 1| Hifslow
FERround  FEnid
FehFlhele | S fast

Hidboptinize | ‘RiEsend

11:10
= 8,
B2. Change the "rotate step" to the degrees you need to rotate.
Sefnie Pfwiea Bifeat WEvew HTipsge EFIESlarcon WiERwobean Eflamy ESinror {ifboptimize
SEHO| % o BED E BEAEABBEBE > 2 | X 3 <o 0F b M =
v e |[=
Dialog w0 |
- 3
plt SiFscurce dxf SE color 53238 Fmonitor config e e i
CorelDraw ~ 1] [se Smonitor plEIHE IR | imimemms | 00 | we || e ||z
— Fmonitor dxfXiE Srfectdinat 1iss cuteye dist
R workrect 2l monivor hpadiit = EErrd| el
| 1 51 outer cuteye angle o 1 — - +
T g1 monitor ;: = e [ 101 0% 1
f e e o 7 R EErreatie | Eeat
ST EEpage 4fE Aol mid points eef line 2cmmen o |
2 o del isclate points S [E] igin @RRlabsorb,

enable page L | move step up angle

O mE+= T Fihdel overlep 1 mRE SEipiEranze Blcancsl

send one [ iEa=sm=ay e linked
O 2wz [ 20 3 = reros 1 oblique

[J3#si4Hhn Tanciclockise imaiees S eitorers | Wipanse

dist add =k
srpabe | O [ )mst 450 clockwise T ]

[0 5$i8xY exchange x¥

page aist [ ;| SkaiE A HE4Rdash config =
$uplgnds BICWU—> T || il slow

OmsRETTi. O mline [ s |

- d

1477 2#t SFHL4E auto oprimize e = meios =gap + |

O #7FF et fn#sistadd cutline W e et S R gan
[ %@ S =i@#auto incline - . B

[]#ti#@¥x exchange ¥x i PLhele | S fast

monitor dir [
EEAR

MBI B E Mmachine T8 182.165.[ 0 | 252 |

L\Filey

32

]
1T open 0%
B ound || AiEnid

Hifboptinize || HiEsend

H#fline
g8l ag

11:10
2018/8/27
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B3. Select the graph you want to rotate ,then click the graph rotation button as

shown below:

- version 20180820 = =
Seftrie MeiEseiea fEiedit WMEiew HTpage KHISH w
% liacy Sl H BEAEABAEE >

W v || =

#= [50] =

we | = ||z
(BT

ElReorizin iR absorb
FEiDiZrange  ElEeancel,

BERAreund || FRifEnid

10:51

=D R gigmp N

C. Graphic movement

C1. After opening a graph, if the graph is not at the initial position of the page
(|n|t|al zero position as shown below):

- version 20180820 - X
E#me PoiZselea Bedit WMEview HTpage [FFISHlarcopy WiERiwoveam EEldraw {FSinfor {iAtoptimize
SHO 4 o el A HEBEABBAHEE > A X0 <o mrE b0

[y+1
[x=10v-1 %1
EFSsstzero BBrepeat
ElFHerizin R absorb
FEibiEr anze | Blfcancel

S, -
[C$#fline
e Mislae

HIOWU—> T i slow
FEBround | | Filnid
o flhole | Efast

{fifkoptinize EiEsend

Q) 0
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C2.Select the graph and press the “C” key on the keyboard, it can move the

graph to the initial position as shown:

- version 20180820 55 X
file  EREselect FR%Bedit WEview ST EPIESlarcopy  WERtwobeam ERdraw EBinfor {TiLoptimize

SHO| 4 |G HBHED @m M ABREARE > 2 | X << 5@ b | -

‘@f

[y+1
[x=10v-1 %1
EFSsstzero BBrepeat
ElFHerizin R absorb
FEibiEr anze | Blfcancel
FlFESitozers | HiBpanse

[ #fefLine
Ol dr ez
HIOWU—> T i slow
FEBround | | Filnid

A FLhele | | i fast

FH open

{fiifkoptinize | Eifsend

C3. If you want to move the graph up, down, left or right, you need to click on

" H H n n - n
Optimize" — "Config...
- version 20180820 55 X
il jfEEselett FRSEedit WEview STpage EFISHlarrcopy WiERtwobeam EEldraw ESinfor | fitkoptimize
SHO ¥/ G BED o ABREARE > 2 | X T <o | AP R B Feread monitor dir 0 .
HEEHFrendto @ o v e
Efth{iAbother —
s 500
HEEESorsersp ol
B0 R autere ST
SFREHEEIE Y-
BIIEITE el near
BizEarRElRdel mid [x-10¥-1 %]
B Sael isolate
BIE=Edel overlap line
FEIRTIEE Imerge linked [M]

[yl

ET D setrero EBrepeat

[ElFSorizin JBFabsorb

TR Rround comer

EEE R smooth FEibiEr anze | Blfcancel

Fi0 stymeuct B tozers Hllpanse

FRSETA0 Tantidodkwise =
TiffInear prior T open Eﬁz;:

FEIEFTEE eft prior

WEAR#close to axis [q] HOVA— T ffifslor

Bt i

A FLhele | | i fast

{fiifkoptinize | Eifsend
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C4. Change the "move step " to the distance you want to move

v

ail [ HE HEHE » »

s
AT

Grrile iEselect  FE%Recit WEview HThpage [EFISHlarrcopy WiERtwoveam ElEdraw ESinfor {ifboptimize
ZHO| ¥ o HED

2ex|EE| b H

L b4d -
Dislog % v [E0 ] e
plt FiEsource dxf SP color B3FiE Wmonitor config long dist S l
0.3 i
CorelDraw ~ [ g #emonitor PlTitlE wEmE e | 00 | we T b2
E Femonitor dxfXfE grfsrd cuteye dist [
i 5 +
FREozkzece Smonitor npa# L3S moex| 5 | Le]
[[1200 ] % a1 menizer shojouter S fa-1[0u-1 08
e A JJinner |_ i
v L del near points sessmey o matzere EBrepeat
STt Hpage £88% +/F Sdel mid points Fahe | 04 |
s 1 del isolace points IR oricin BERLabsorb
enable page L | e up angle
0 zR#= [ 1 [ BipaE M kdel overlap 1 3 ENARE FEiptErange HliFcancel
aced pog [ 84 % S #8:5 8merge linked e !
O smzz [ 230 i | cblique
= [Ji#ey4tf0 Tanticlockuise Hi R il BE o HlEpanss
St HEs CIme 850 clockwise il | e
maiah e RIS HH open o
p [ 7+i8xY exchange x¥ Ol dr ez
page diax [ ‘ SR LSk #4bdash config MO 1| EEa
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C5. Then select the graph you want to move, and press the arrow keys on the

keyboard to move the selected graph, and the distance moved once is the

value edited in “move step”.

35

Eibilirange
H¥cSrorero

T open

@ ound

s Tbole

[x=10] [x]
ERSsetzers FHlropeat

Efsaori pin MRfabsork

BOvA— 1 E@sder

ffboptimize EiEsend

B - versi 0 - o x
TWRewobean Eldw Elintor Rikor
-+ ¢ HE b
- Y -
- |[50 |
L ¥ =
[ee]

Y Meancel
EEpanse
[ sdFLine
[a#drae
hiinid
Bilifast




p _ o HEWABERSAMNRDN
C. \(()1 Jinan DEKCEL CNC Equipment Co.,Ltd

C6. Press the down arrow key on the keyboard to move the graph down

- version 20180820 X
il PiEselea B3Bedit WEview HTpage FFFISHlarcopy WiERiwoveam EEldraw {FSinfor {iALoptimize

SHO 4 o el b HEAEABAMEE > 2 X 0 <o mE b

L b4d -

W [0 | g

[ el
[1+1]

[x-1[¥-1[x+]

ET D setrero EBrepeat

ElFSorizin JBRabsorb
FEibiEr anze | Blfcancel

S, -
[C$#fline
e Mislae

HIOWU—> T i slow
FEBround | | Filnid
o flhole | Efast

{fifkoptinize EiEsend

]
b 1 Q) ]
D. Graphic replication
D1.Click on “arrcopy” in the red frame as shown below:
B - 820 - o x
(]
(10 1i[x+]

ERSstzers @Hropent
ElFrAorigia BRlabsorb

EibfErange FlMcancel

o | St
BOv— 1 fflsdoer
#Efreund | hiflaid
Rhfibole  Fllfast

fifboptinize EiEsend

D2.Click on "Add row" and "Add col " according to the quantities of graph

required.
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D3. For example: Click on “Add row” once, click on “Add col” once, then the

graph will be copied into 4 graphs.

- version 20180820 - a X
il FEEselea EiEedit Eview STpace |EFISH)
SO % Gac EREN E HAE|~ S
L b4d -
$ IEhvERE 2 W i I+
X EIwiElE
[y+1
X=10y-1 [+
EBisetzero FSrepeat

ElFSorizin JBRabsorb
FEibiEr anze | Blfcancel

IRl round | | Aifnid
o flhole | Efast

fkoptinize i end

|m e @0 & ® 4 % -8 O @D P e

E.Change the SP number

E1. Before importing the processing graph into the cut software, choose the
corresponding SP number to achieve the different cutting effects with different
cutting tools. There are 8 SP numbers(SP1 SP2 SP3 SP4 SP5...) in software,
the SP number and the corresponding knife depend on the actual machine
model and function. Oscillating cutting tool and driven rotary tool are usually
SP4, marking pen is SP1, creasing wheel tool or punching tool are SP2,V-cut

tool is SP3/SP5.

BB - version 20180820
Esclet  RiRcdit W:view 3 Tpage FEEFIEHlarrcol ‘ Eldraw E8infor  {idtoptimize
><<>| | P

[y+]
[x=1[y-110[x+]

~~~~~~~~~~~

,,,,,,,,,

O = T Q)

2018/8/27
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E2. For Example: open a graph, the graph is shown in red, and the

corresponding SP number is SP1, as shown below:

CAUserstwnk\Desktop\/5E.plt - version 20180820

ittie HEselet Redt Wview $Tpage IS Hlarrcony WERtwobeom ElEldraw {SSinfor {EfLoptimize
ZHO 4 o sl o HEAEARAEE > ~ X yeex| P b M
W L 52 I
i 500 |
v || = [z
[ve]

[x=1[y-11L[x+1
T satzors EBropeat

[ElFSorizin JBFabsorb

FEibiErange ElEcancal

IRl round | | Aifnid
o flhole | Efast

fkoptinize i end

| @ 0 = ® 4 @ & - Omowd 0
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4. Introduction of control system

Controller

ARM7 + STM32 + FPGA
(Running away from the computer)

Operation way

Touch screen + Graphic optimization output
software

Display way Chinese and English touch screen man-machine
interface (Buke 7 inch screen)

Graphics transmission | Ethernet port

way

Support for graphic
formats

HPGL(plt) 1 DXF

Controller memory

30M

Supported number of axis

X, Y, Z W, Z1, W1, Atotal 7 axis

There are generally four motors in the ordinary machine, which are called
X-axis, Y-axis, Z-axis, and W-axis. Oscillating knife’s rotary is controlled by W
axis, up and down direction is controlled by Z axis motor. Pen control up and
down and export 10 signal. If machine includes creasing wheel, then has extra
2 motors: Z1 and W1, which control up &down and rotary of creasing wheel.
Final one A axis, generally use to control the up&down function of milling knife
or the rotary angle of punching, X axis motor drag the moving of beam, Y axis
motor drag the moving of knife seat, along the moving of beam. It means , the
coordinate system of machine is defined as follows: Y axis is parallel to the
beam, X axis is perpendicular to the beam, and the unit of coordinate system is

mm.
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5.Panel interface

5.1 Screen saver interface

After the machine is turned on, the touch screen will enter the screen saver
interface, and the machine will enter the screen saver interface even if it has
not been operated for a long time.

Press here to unlock the screen

| &
Press here to lock the screen mmlp- "

e . EEOL

e ] 1 [l |
= gaa

(Note: The screen saver interface is used to prevent the operator from
accidentally touching the touch screen buttons, so there is no button in the
screen saver interface. You can only press the upper left corner to wake up the
screen and enter the work interface.)

5.2 Work page and buttons description

(1) Click the "work" button on the left side of the screen to enter the work
page

(2) The work page is used to make the machine start working. The buttons in
the page can control the movement, lifting and rotation of the cutter head, and
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select the appropriate position to be the zero point. And control the
adsorption and pull function of the fan (this function is only for machines that
pull the material automatically)

a2l
4 [50.0| P

(3) This area controls the movement,

lifting and rotation of the cutter head.

| &

4) | . These two buttons are used to control the rotation of the

cutter head.

-

(5) These two buttons are used to control the lifting of the

4

cutter head.

A

(6) |
movement of the cutter head.

This kind of arrow buttons controls the front, back, left and right

500. 00
(7) :The value in the rectangle means that the distance the cutter
head moves when the movement direction button is not released. For example,

the value in the rectangle is 500, press
cutter head will move 500mm to the right.

fast Slow\
(8) These two buttons are used to switch the speed of the
head movement. Clickonce becomes ,moving speed will be

slower, easy to move a short distance.

, do not release your finger, the
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(9
to the border of the working area.

(10) -‘ When the machine is turned on, the coordinates will be

initialized to 0, but the actual coordinates of the machine head inside the
machine may not necessarily be 0, so it is necessary to return to the origin.
The purpose of returning to the origin is to make the coordinates of the
software same to the actual correct mechanical position. When returning to the
origin, the machine head will go to a certain direction until it hits the
corresponding sensor switch (origin signal). The four axes return to the origin
together, but the Z axis will be pulled first. After returning to the origin is
successful, the coordinates of the axis returning to the origin in the positive
direction become the size of the working area, and the coordinates of the axis
returning to the origin in the negative direction become 0.

11 ’iWhen there is a graph in the mother board, press the repeat

button to re-process the current graph. It is equivalent to the start of other
systems.

(12) -‘ Set the position of the laser (or the location of the cutter

head)as a new zero point, here you need to set the offset of the laser light and
the knife accurately.

(13) iWaIking the border is to walk around the four boundaries of the

processed graphic, to see the processing range of the current graphic.

(14) -The machine will stop processing and the Z axis will return to

the zero coordinates, and the vacuum pump will be turned off.

These buttons can move the machine heads
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15:01:47

12:28:12 ready |
pause

During running the graph, pressing the bottom row of the touch screen
shown in the above picture, the machine will pause, and the current state will
be remembered after the pause. If you press this area again, it will continue to
work. If you don't want to continue, press the cancel button. If the pause area
is not pressed while the graphs are not running, it is equivalent to pressing the
cancel button.

(16) HClick this button to turn on the vacuum pump. Make the

vacuum pump to draw air back before starting to cut. After the cutting material
is sucked, click “Repeat” to start cutting. (Click “Repeat” and the vacuum pump
will automatically draw the air back, and the machine will start cutting. This way
is only for materials that are difficult to adsorb)

17 MCIick on the “clamp” and the clip on the

beam will fall down to clamp the material. Click “drag”, clip will clamp the
material automatically, and the cutting beam will move forward to pull the
material.

(15) 2018-01-15

5.3 Adjust page and buttons description

(1) Click the “Adjust” button on the left side of the panel to enter the adjust
page.

0. 00
work 0. 00 A fast
- 0. 00
- adjust ool 4 | v | D
0. 00

% ,ﬁ,ﬁﬁ.@g _‘ SP: () null down (), 00

L conciell & | oloo

| -
I

12:28:12 reday |

(2) The adjust page is used to adjust the depth of the knife. The machine
with multiple cutters can also switch the cutter heads on this page. The angle
and offset of the knife can be adjusted on adjust2 page.
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SP: () null down (., Q0

Jﬁl
(3 The buttons in this area are used to

adjust the depth of the knife. There are 8 SP numbers in the machine,
SP1~SP8, and the knife depth of each SP number can be set. When the tool
corresponding to the type of a SP number is not controlled by the motor, the
knife depth is invalid. Knife depth means that when the machine works with a
certain SP number, the depth which it need. (The concept of the SP number
comes from the HPGL language)

SP: () null down Q.00
(4) This button is used to switch the SP number of the

cutter head. Click the SP on the left to switch to the SP number to be adjusted.

&

(5) If the estimated depth of the knife to be set is very close to or

deeper than the previous depth, press this button to move the Z axis to the
previous knife depth position at one time.Attention! You should consider
whether press it or not when changing a longer knife, because it may pierce
the felt or working platform and break the knife if the depth is not suitable.

0./00
(6) This button is used to switch the step distance of making the
head down
S
A 4
(7) This button controls the up and down of the cutter head.

(8) IThis button is used to control the position of the head in the
non-cutting process of the machine during cutting.

L8

(100

If you want to give up the adjustment, click this button.

This button is used to save the data of the new knife depth.
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5.4 Speed page

(1) Click the “Speed” button on the left of the screen to enter the speed page.

8002500 1 150[ 150
8002500 40 100 30

[ 2001500[ 5 150100
- adjust 200[500[ 40 100100
15[ 80[ 10 100/ 100

._i 1005000 30 10[_30
--speed. 50( 100
- coniig- 00 0 T C i
6 _00 600 100[ 300

test. 1000 25 10 10[ 20

B corner TN 30 150 30/ 200

12:28:12 reday |

(2)The speed page displays follow information: null (the machine's speed in
non-cutting process during cutting), cutting speed(spd 1 <spd 2<spd 3),
acceleration/deceleration, curve speed, drag speed, speed of draw the air
back and delay parameters and so on. You can also change the speed and
parameters in this page.

cut Re{O[0] /
200({500] 5
500 40

80 10

(3 500 30 The values shown in this area are the speed

corresponding to the different cutter heads of the machine. If you want to
change,enter the value of the required speed in the corresponding box.

punch
punch?2

mill
(4) IR The values shown in this area are the speed of different

cutter heads fall and rise during cutting.
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The values shown in this area means the speed of the

machine’s four axes moving to the origin and the speed of the movement.

(6) mm It means drag delay, the interval between after cutting

of a set of pattern and the next drag action of the machine.

(7 il It means the speed of drag material.

(g) MMM 0 it means the distance of drag material, and the distance

depends on the length of the processed pattern. For example, if you need to
cut the pattern with a length of 2400mm, the machine will drag 2400mm
distance. If you cut a square with side length of 100mm, the machine will
drag100mm distance.

(9 H d "m It means the distance difference between the theoretical

drag distance and the actual drag distance. For example, cutting a square with
side length of 1000mm, the theoretical drag distance is 1000mm, and the
actual distance is 990mm which is 10mm distance difference. Enter the
distance difference in this box and it will work normally.

10) It means the angle between the knife and the present

straight line when it is about to turn. If the actual angle is larger than the set
angle, the knife will lift and rotate the degree of the corner and then fall and cut.
If the actual angle is less than the set angle, the knife will not be lifted and will
be turned directly for cutting.

1) It means the accuracy of the corner during the cutting

process, which is generally set according to the machine’s curve speed. For
materials with higher requirements, the corner accuracy is generally set at
about 1.5.

(12) _mlt means the interval between the cutter head vibrating

and start cutting after the "repeat” button is clicked.

(13) el 000t means the interval between the vacuum pump starts

to work and after the “repeat” or “vacuum?” button is clicked.

(14) M—Sht means the rotational speed of the punching knife.
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5.5 Config(configuration) page and buttons description

(1) Click the "Config" button on the left of the screen to enter the config page.

3:01:47
NGB 12:28:12 reday

(2) Some functions of the machine can be set or changed in the config page,
and the corresponding code can be got according to the motherboard id
displayed on this page to unlock the extended use period of the machine.
(Note: Regarding the time limit. The use of the machine is time-limited. This
time precisely counted by month. The motherboard will be reserved for two
months when it leaves the factory, which is convenient for the factory to
produce and test the machine. After this time, an authorization code is required
to extend the life span. Different motherboard number and service period, the
authorization code is different. Assume that the motherboard is reserved for
use until August 2017, and is now June 2017. Before September 1, 2017, this
motherboard does not require an authorization code. Starting from August 1st,
2017, every time machine return to the “origin”, the touch screen will prompt
that the use period is approaching. After September 1st, after press the “origin”,
the touch screen will prompt that the machine's use period has expired, So that
the machine can't run. If you enter the 12-month authorization code in the
touch screen at this time, after machine to the “origin”, the use period will until
August,2018. If the machine does not need to limit the period of use, just enter

an authorization code of 240 months (20 years).
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no auto vacuum I

( 3) Before the machine working, the vacuum pump won’t

work automatically. It can be changed to “auto vacuum?” by pressing it.

I auto vacuum |
Vacuum pump will work automatically before the

machine cutting.

- |

no Vibratol

(4)

The vibrating knife will not vibrate during cutting, which is

equivalent to unplugging the signal line of the vibrating knife. It can be changed
to “auto vibrate” by pressing it.

auto vibrate
The vibrating knife will vibrate automatically during cutting.

- |

no safe I

(5) The safe switch is at the situation of being turned off. If

you want to turn on the safe switch, just press it.

I have safe |
The safe switch is at the situation of being turned on, and

the machine will pause if the safe switch is touched during cutting.

hole
(6) j If there’s a round punching knife in the punching tool, you
have to set it like this.

line
: If you want to punch a pattern which with a direction, such as

V-punching, you need to change it to “ line”. The direction of V is determined by
the direction of the short line in the graph, so the pattern to be sent must be a
line segment.

" |
auto run I

(7
it.

The machine cuts the graph immediately after receiving

no auto run

After receiving the graph, the machine will not cut
automatically. Press twice “to zero” and you can check the cutting position of
graph. Press “repeat” to start cutting.

no drag I

(8) For no-auto-feeding system machine, this button is set as
shown above. If it is a auto-feeding machine, press this button to switch to

I auto drag
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(9) e The “board id” is the number of the machine’s
motherboard number. The “code” is corresponding to the certain board id. The
“‘expire” is the deadline for use the machine.

(10) The values in this area are used to control the
over-cutting(It's a phenomenon of excessive cutting in machining, which
including cutting too long and too short). The extensions are the down
extension and the up extension. If the extension value is a positive number, it
means the machine will cut a longer distance; if it is a negative number, it
means the machine will cut a shorter distance.

5.6 Test page

(1) Click the “test” button on the left of the screen to enter the test page.

(Note: A. In order to prevent wrong operation, some buttons and parameters
are invalid by default, and there is no response in the touch screen if you touch

these buttons. There are circles above these buttons, like this onelX
Because these buttons are more important, you need to unlock to operate.

After the unlocking is successful, the circle above is gone,
B. In the case of unlocking, you can change the password. The method of
changing the password is to type the new password into the left box of the
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‘change” button, and then click the “change” button.

c. In the case of unlocking, type a wrong password and press the “unlock”
button, the buttons will be locked again.

D. The initial password is 1234. Let the person who knows the machine
operate these encrypted places. )

(2)Buttons to unlock

(3)In the "times" box of this picture i , type the number of times

you want to cut, and click this button_, the machine will start

cutting according to the set number of times. The "cut times" shows the
number of times that have been cut.
(Note: the value in “times” cannot be less than the value in “cut times”)

(4)

same position, press this button to switch the status.

After the cutting is completed, the machine will stop at the

After the cutting is completed, stop at the X, Y position
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specified in the box below.

3

load graph

(6) These two buttons can save the current graph and it can
be read and run again the next time you turn it on.

(7 These four are used for

partition adsorption.

manual
A. It means the partition adsorption area can be selected

manually. Press E button, it will show as below:

13:01:47 |
LI 12:28:12 reday

(Note: The red areas won’t adsorb the material, and the green areas will
adsorb the material after press the “vacuum” or “repeat” button. For example, If
you don’t want to let the area out14 and area out10 adsorb the material, you
can just press the “out14” button and the “out10” button to close them.)

B. : It means the machine will select the suction areas
automatically according to the graph which sent to the machine. For example,
after a little graph which will use the area out12 and area out8 is sent to the
machine, only the area out12 and area out8 will adsorb the material at the
same time during cutting.

C. It means when the cutter head moves to a certain area, the
current area and the adjacent areas will adsorb the material. For example, if
the cutter is at area out8, the area out8, out9 and out12 will adsorb the material.
If the cutter head is at area out9, the area out9, out8, out13 and out10 will
adsorb the material.
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6.Parameters debugging (for example:

vibrating knife)

6.1 Setting the knife depth

r

_ adjust.. _
(1) Clicke ito enter the adjust page.
(2) Switch SP:0 to SP:4 by pressing the following button.

SP: () null down Q. 00| mp |SP: 4 cut down 52, 32

The “down 52.32” shown in the picture is the knife depth set before. If
the knife depth to be set is close to or deeper than the previous knife depth,

&

press the button to move the Z axis to the previous knife depth

position at one time.
(Note: After changing the knife or tool, it is necessary to judge whether to use

&

the button according to the actual situation. If the cutter head falls

too deep, it may pierce the felt and platform, causing the knife to break and
damage the work platform.)

A

h 4 0..00

(3) and should be used together, the former is the inching
control of rising and falling,the latter is the distance of rising and falling each
time when the head moves by inching control. There are four values of 5mm,
1mm,0.1mm and 0.03mm for switching. Click the latter to switch the value.
(4) Judgment of the knife depth
A.When the tool tip just touches the felt surface, the tool alignment is
completed, as shown in the figure below.
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B.B1.Rotary vibrating tool Sl this position,until the tip of the knife

drops to its lowest position.B2.Place a piece of typing paper on the table and
drag the paper by hand. If the paper is just cut off, then the adjustment is done.

C.C1 .CIick@then cIick_

C2.Place a piece of typing paper on the table and drag the paper by hand. If
the paper is just cut off, then the adjustment is done.Click then

click back to the adjust page.

(5) After adjusting the knife depth, click ..i
(Note: ..E

clicking, the knife depth data will not be changed)

(6) According to the thickness of different materials, you can cIickto

change the height of the head that corresponds to the present SP number
when it's working.The value should not be less than 2, otherwise the cutter
head will be raised to the origin position when it's working.

(Note: Set the rising height, 1. Click the buttonmon the left of the

screen, 2. Click the buttonmm the upper right corner, 3. Click the
tont SIS

to save the knife depth data.

this button is to give up the adjustment of knife depth. After

Change the value in box to 0.)
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(7) \uuCIick on any of the two buttons to cut the rectangle to

test if the knife depth is appropriate.

(8) If the current knife depth is slightly shallow or too deep, the following

methods can be used to fine-tune the current knife depth. Take a slightly
shallow knife depth as an example:

0./00
A.First, set the step size of the inching in this button , at this time, the

step size should be set according to the thickness of the part of the material
that has not been cut through. If not sure, switch it 0.1mm.

.
B.Click the buttonuto add 0.1mm knife depth to the current knife depth

C.Test again. If the material is cut through and the felt is not damaged,that
means the knife depth is reasonable.
(9) Knife depth adjustment is completed, other tool depth adjustment is

similar, please refer to 7. Tool installation and knife depth adjustment.
6.2 Debugging initial angle

(Note: The depth of the knife must be set well before debugging the angle.
When testing the angle, the material shouldn’t be cut off, only marks left is
okay.)

The reason for adjusting the initial angle is that the tool driven by the rotating
motor, such as the vibrating knife or the creasing tool, after returning to the
origin, the direction the tool points to is not in the position of 0 degree, but in an
angle with O degree. If we set the initial angle, the machine will automatically
compensate for this angle, so that the tool will automatically set after returning
to the origin.

Before adjusting the initial angle, a piece of material should be laid. The

material should be of a certain thickness, such as soft glass and KT board.

r

. adjust.. . hadjust2. _
(1) Click & 1,then click & to enter adjust2 page.
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null cut
(2) A.Click 040 on the left of the panel to Ll .

B.Click

cutter head is judged according to the effect of cutting the cross. For example:

, vibrating knife will cut a cross,the angle of the

*

C.Each line of the cross is anticlockwise, and the angle of the knife head
should be adjusted clockwise.

0.00
(3) A.Click to change step size(The step size values are

50,10,1,0.1 and 0.03 in total, which can be switched.)

|| &

B. Click or turn the cutter head clockwise or

anticlockwise to the 0 degree position (clockwise, anticlockwise depending on
the actual situation, here should be clockwise fine adjustment).

C. After the fine adjustment is completed, click the button
save the current angle as the initial angle.

(4) Click
lower , left and right sides of the cross reach the effect of the below figure.

, cut a cross and observe it, until the upper and
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6.3 Adjusting the offset between the vibrating knife and the
laser lamp

(Note: A. Before adjusting the offset, the knife depth and angle must be
adjusted well firstly. B. Place a piece of material on the machine table, please

refer to 6.2 Debugging Initial angle.)

jr
l

(1) Click I to enter adjust2 page.
null ray
0. 00 0.00

(2) A. Click the right of the screen 0:90 lto switch tol2:90

B.Click

After the cutting, the laser lamp will move to the cross and observe if the red
dot of the laser lamp is at the center of the cross.If it is not in the center, click

,the vibrating knife will cut a cross on the material,

0.00

to switch the step size. The step size is decided on the distance

between the red point and the center of the cross.Then press the direction
button in the figure to move the red point to the center of the cross so that it
coincides with the center of the cross.
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(3)After confirming the coincidence, click . to save the data, and

the offset of the vibrating knife and the laser lamp is debugged.

6.4 Adjusting the offset between vibrating knife and mark pen

-

adjust. |adjust2

(1)Click & | — . to enter the adjust2 page.
null pen
0. 00 0. 00

(2) A.Click 1999 | to switch to |.9:90 |

B.Click L.

After the cutting, the mark pen will draw a cross and see if the two crosses

, the vibrating knife will cut a cross on the the material.

0.00
coincide., if not coincide click Switch to the moving step length, the

move step length depends on the distance between two cross, and then press
the button around the key direction of movement of the brush, brush will move
into the center of the cross, if not determine whether moving into the center of

the cross is first click | save the current offset and then test it again,

until the two cross overlap, vibration knife and brush debugging finishes.
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7.Tools installing and debugging

(Note: Due to the model of single cutter head and multiple cutter heads,
different SP numbers correspond to different cutter head. Generally speaking,
the cutter head which near the origin is the head1, and the rest of the cutter
heads are sorted in order. Among them, for the model of multiple cutter heads,
the head1 can only be used with SP4, the head2 can only be used with
SP2,SP3,SP5, the milling tool only can be used with SP6. The above are all
the SP numbers in the panel, please be sure to distinguish them from those in

the computer software. And please refer to the actual machine model)
7.1 Oscillating cutting tool (SP4, head1)

(1) The knife must be placed at the bottom of the groove, and the cutting

edge is at the same side with the jack-screws.

(2) The cutting edge of the knife must face the direction which the X-axis

goes back to origin, and tighten the circle ring in the rightmost figure.
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(3) Fix the black slot to the iron rod in the figure and insert the tool motor

cable into the left socket.

(4) Knife depth and Angle setting please refer to 6.1 Setting the knife depth
and 6.2 Debugging initial angle.

7.2 Pneumatic oscillating cutting tool (SP4, Head1)

(1) The knife is placed at the bottom of the groove, and the cutting edge of the
knife is at the same side with the jack-screws.

(2)The cutting edge of the knife must face the direction which the X-axis goes
back to origin, and tighten the circle ring in the leftmost figure, and insert the

cutter rod air pipe into the left air nozzle of the wires box.

(3) Knife depth setting please refer to 6.1 Setting knife depth —(4) Judgment
of the knife depth — C, the air pressure should be adjusted to about 0.5mpa

which according to the cutting material.
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(4) Angle testing please refer to 6.2 Debugging initial angle.

7.3 Driven rotary tool (SP4, Head1)

(1) First, remove the black nut in the left picture, then insert the knife, and

finally fix it with a hex-wrench and a fork-wrench.

(2) After the cutter rod is placed in the cutter holder, tighten the circle ring and
fix the slot to the iron rod at the figure.Tighten the screws at the connection
between the tool rod and the tool head in the rightmost figure, and insert the

motor cable of the tool rod into the left socket of the wires box.

(3)Knife depth setting, drop the knife rod to a appropriate position, turn the

black nut of the fixed knife by hand, and when the edge of the round knife
touches the felt edge, then try cutting. If the knife depth is slightly shallow or
too deep, the knife depth can be fine-tuned (Refer to 6.1 Setting the knife
depth — (8)).

(4)Angle setting please refer to 6.2 Debugging Initial Angle.
(5)Over-cutting(Refer to 5.5 Config(configuration) page and buttons
description—(10)), the over-cutting is controlled by extension. Extension is

divided into down extension and up extension. When the extension value is
positive, it means to cut a distance more. If it is negative, it means to cut a

distance less. Click w Change the data in the red box below to fine
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tune

(Note: This method is also applicable if the remaining tools also have a
problem of over-cutting)

7.4 Universal cutting tool(Drag knife)(SP4, Headl; SP2, Head2)

(1) The knife must be placed at the bottom of the groove, and the cutting

edge of the knife is at the same side with the jack-screws.

(2) The cutting edge of the knife must face the direction which the X-axis

goes back to origin, tighten the circle ring.

(3) Knife depth setting, please refer to 6.1 Setting the knife depth —(4) Knife
depth judgment —A.
(4)Angle setting, please refer to 6.2 Debugging initial angle.
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7.5 Kiss cutting tool (SP4, Head1; SP2, Head2)

(1) The thickness of the exposed part of the tool tip is the same as that of the

cutting material.

(2) The side of cutter edge must face the direction which the X-axis returns
point, tighten the circle ring. The position of the black knob above the knife rod
should be adjusted according to the cutting effect. If the material needs to be

cut through, the knob should be fully tightened.

(3) The knife depth setting, in order to achieve the effect of half-cutting, A.
Adjust the black knob above the knife bar so that the distance of the tool head
telescopic is about the same as the height of the material undulation. B. Drop
the knife shank until the tip is in contact with the felt. When the shank falls but
the cutter head does not continue to fall, the shank continues to fall about 1
mm.

(4) The knife depth setting, if the material is to be completely cut through, A.
Adjust the black knob above the knife bar to fix the cutter head. B. For the knife
depth setting, please refer to 6.1 Setting the knife depth — (4) Knife depth
judgment — A

(5)Try to cut the materials, if you should adjust it for fine tuning, please refer to

6.1 Setting the knife depth —(8).
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(6) For the angle setting, please refer to 6.2 Debugging Initial Angle.

7.6 Creasing Wheel Tool (SP2, Head2)

(1)Introduction to the structure

(3) When the creasing wheel is working, adjustment of the position of the
creasing wheel dropping is the same as that of the knife depth setting, but the
specific position is based on the actual folding effect (Refer to 6.1 Knife depth
setting and 6.1 knife depth setting (8)).

(4) For angle setting, please refer to 6.2 Debugging initial angle

(5) For testing the offset, please refer to 6.4 Adjusting the offset between

| | X no heavyl heavy
(6)W_) B _}—m —

Choose the processing method according to the actual situation.

vibrating knife and mark pen.
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7.7 Milling Tool (SP6,Head3)

(1) Milling tool installation.

(3) Knife depth setting, the tail of the milling cutter is just in contact with the
felt (Refer to 6.1 Knife depth setting and 6.1 Knife depth setting — (8)).

(4) For the testing offset, please refer to 6.4Adjusting the offset between

vibrating knife and mark pen.

7.8 V-cut tool(Big Knife SP number: SP3, Small Knife SP number:
SP5, Head2)

(Note: The V-cut knife is divided into two sizes, one is a big knife (cannot cut
arc) and another one is a small knife (can cut arc), which needs to be changed

before using. A. The big knife, W*&*“,
T -
E ° 5 B. The small knife — & —
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(1) Tools installation

(3) Put the knife head into the cutter holder, and tighten the screw in the

rightmost figure.

(4) Test and adjust the horizontal direction . A. Simply place the knife tip into

the KT board 0.2-0.3mm and set it to the down origin. B.ClickE Test

cutting effect. C. If the cutting effect is as showns. cIick_Fine

tune its parameters, till the cutting effect is as shownE. D.clickE,
If the two lines do not coincide,clickmto fine tune its parameters,

until the two lines coincide.
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(5) Testing offset, click w — & — “ . the

cut both side o
parameter must be set to , the depth of the knife is also

simply place the knife tip into the KT board 0.2-0.3mm , the next steps please
refer to 6.4Adjusting the offset between vibrating knife and mark pen.

(6) Knife depth setting, simply drop the tip to the thickness you want to
cut.(Refer to 6.1 Knife depth setting and 6.1 Knife depth setting.—(8)).

right left left right

W iy - iy | vt both sidofgout one side
(7) — — — ,

Choose the processing method according to the actual situation.

(S)W—»&_j ﬁi - Ly

0 , over-cutting

fine-tuning (Refer to Refer to 5.5 Config(configuration) page and buttons
description—(10) and 7.3 Driven rotary tool—(5)Over-cutting).

7.9Punching Tool (SP2)

(Note: There are two kinds of punching knives, one V-shaped knife and one
round knives. The V-shaped knife needs to be manually adjusted. And the
other adjustments of these two knives are the same. The air pressure should
be adjusted to 0.3-0.4MPa according to the actual situation.)

(1) V-shaped knife installation, please install in strict accordance with the

following steps.

(2) Round knife installation, please install in strict accordance with the
following steps.
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(3) The knife depth is controlled by the nut in figure2, and the opening side of

the V-shaped knife must be near the side of the beam.

if the depth of the punching knife is suitable. Click the button
again and the punching knife will lift. If the position of the punching knife is not
suitable, adjust the nut referred in Figure2 of (3) by hand to change the falling
depth of the punching knife.

(5) Testing offset, please refer to 6.4Adjusting the offset between vibrating
knife and mark pen. Until the offset is adjusted as shown below:

\V/ )

\%
N
@
@
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(6) Punching SP-number setting
A.A1.V-shaped knife SP-number setting, left mouse click on the bottom right of

BOV/U—>
the software av/u :

C:\Users\asus\Desktop\VEL.plt - version 20181220 et ] X
Siile | FEfEselect EfHedit WEview T Tlpage EParrcopy TWiERtwobeam EEdraw EBinfor BfEETistatus  iiLoptimize
SHO 4 o el a HEAEBABBEER >~ X $ << EmiE| » M =
= T+ it
. | 00| e
e U i+
[y+]

L=l =1L %*1
ETDsetrero EBrepeat
ElESorizin B abserb
EiftErange | Blifcancel
BFEStozero || B{Spause
[l &gl ine
[Hifdrag
HOYA—> T | fE=Low
R ound || Fifnid
Eeflhele | | Sififast

#T#F open

fidkoptimize | Biksend

A.A2.When the V-shaped lines in the graph are changed to the yellow short
lines in the red box as shown below, then it's completed.

Ci\Users\asus\Desktop\VEE[1.plt - version 20181220 = O X
S{5ile  EFEEselect EfBedit WEview TTpage Eflancopy WiERtwobeam EEdraw EBinfor B{EETstatus  {{koptimize
SHO| % e Bl o BEABABBREER >~ X << /aF H 0 5
w— || v || oz
o= ([ || e
W+ H=. z+
[v+]

[3-10-11x1
FEFTsetzero EBrepeat
EESerizin IBRlabzork
EiiErange  Blifoancel

FFStozero  F{Spause

[%fi#fline
fFomen | Dtptiaras

fHERromd | | fifEnid
o Flhole | | SiEfast

{iiftoptimize | Kif=zend
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B.B1.Round punching knife SP-number setting, left mouse click on the bottom

I\ fLhol
right of the software /b flhols

B c:\Users\asus\Desktop\BIEMFLITA plt - version 20181220 - m] ®
Sftile  dFseled #E48edit WEhview OTipage EFlarrcopy THEPtwobeam BEEdaw EBinfor B{EETistatus  {ikoptimize
SHO & aa/EslE HEAEABBRER >~ X O <5 F b M -
- y+ -
w [ 500 || 3+
W Y T+

[
[a- 0= 1| z=]

ETDsetzero B repeat
ElESorigin IBFabsorh
EibfEranze HliHeancel
BT torero || H{Spause

&8l ine
[Hifdrag
WO¥A—> I fEifslow

fF[ERround || FEnid

ﬁ / J \ ? LhO 1 (6] Hohflhels || Eilfast

Hitkoptimize || EiEsend

$F epen

B.B2.When the circles in the graph are changed to the yellow circles in the red
box as shown below, then it's completed.

B c:\Users\asus\Desktop\BFAMFLIT.plt - version 20181220 - m] x
Iftrile  Fseled  #RiHedit WEview HOTpage Eflarcopy WiEPtwobeam EEdraw EBinfor #fEETUstatus  {HiAkoptimize
EZEHO % o sl 6 BEAEBABBREER > | X 0 << 8| > M -
W= T+ I-
w500 ||
W+ > G ¥
[y+]
[x=110v-1[x%+1

EFSsetzero EBrepeat
ElESorigin 1B, absorb
EibfErange | BlHeancel
B|F S torero || HiSpause
[ #i#fline
[l draz
HOVA— I || {Eifslox
{EElRremd | | FRiEnid

fhifkoptimize | EiEsend

T Hapen
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Dekcel CNC Digital Oscillating Knife Cutter Machine Tools Use Method

Creasing Tool =
Hole Punching Tool

»  V Cut Tool

CCD Cutter

Tools Changing Video : https://www.youtube.com/watch?v=rY50X Bs25w

More Machines for Option

FRMARBRIERERARLA
blabed Cuter Blotter \\\ JINAN DEKCEL CNC EQUIPMENT CO. LTD



https://www.youtube.com/watch?v=rY50X_Bs25w
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Customized Cutting Solution for Our Clients

i Multifunction i R)K(EO[ :
Head

EOT + CCD Camera
Pen + Creasing Wheel

EOT + Creasing Wheel + Pen EOT + CCD Camera EOT + Driven Rotary Tool
CCD Camera + Spindle Creasing Wheel + Punching Tool CCD Camera + Spindle

Thank you very much for your reading. DEKCEL CNC ® Sincerely At your Service .

p()/(col ;

Our obligation is to meet your need ;
our pursue is to reach your satisfaction;
our objective is to achieve mutual benefit and win-win.

If you have any questions,please contact us . We will deal with it immediately.
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