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Part 1 TZVCut software

Installation requirements: All of the following software is installed in 32 bits Windows 10 system,
while 64 bits system is also supported by our software. Installation method of 64 bits system is the
same as that of 32 bits system. When using CoreIDRAW and AutoCAD software, please use
officially full edition to avoid any failure of plug-in installation due to software edition or any other

reasons.

1.1 Software interface
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1.2 Installation

1.2.1 TZVCut installation

1) Double-click the installation package TZVCut VX.X.X to unzip and install. VX.X.X means

the version number, such as V2.6.6
&= TZVCut V2.6.6.exe

2) Files are decompressed automatically and started to be installed. Then select a language and
the software will choose a default language such as Simplified Chinese, Chinese Traditional
characters or English version according to the language of operation system.

3) Product installation path is installed by default in Disk C. If you want to install it into other
disks, please click [Path] option in the option for the product catalogs, select the drive you want
to install and then click confirm.



= Product Selection w
ijjﬂi/ English w

Product C:\TZVCut) Path
USB Driver System Library /

[Jcorelvcut Path

[(Jcapveut Path

CTADVCut Path

MNext =

4)  For the first time to install our software, it is checked by default which program is the user
must install, TZVCut software, USB Driver and System Library.

= Product Selection w
Language English v

Product C:\TZVCut) Path
USB Driver System Library

[Jcorelvcut Path

[(Jcapveut Path

CTADVCut \ Path

MNext =

5) Click [Next] to continue.

6) Click [Install] to execute installation of TZVCut and USB driver.

7) Independent software supports software such as CoreIDRAW, CAD, AT among others, if these
products are required to be used with the TZVCut software, please click appropriate importing

plugs-in to install.



1+ Install

Language English

TZVCut
USE Driver

~

< Back I Install

Installing USB Drive...

Device Driver Installation Wizard

Welcome to the Device Driver
Installation Wizard!

This wizard helps you install the software drivers that some
computers devices need in order to worlkc.

To continue, click Meadt.

Cancel

8) Click [Next].



Device Driver Installation Wizard

Completing the Device Driver
Installation Wizard

The drivers were successfully installed on this computer.

fou can now connect your device to this computer. F your device
came with instructions, please read them first.

Diriver Name Status

w' FTDI COM Driver Packa... Readyto use
%" FTDI COM Driver Packa... Ready to use
% Topwisdom USBE Driver ...‘,‘\Head}rtu Use

9) Click [Finish] and USB driver installation is completed.
10) Install the system library. The installation interface is as follows:
Extracting Files »

Extracting File: Minstall exe
To Directony: d: 085 hce X35 2he 767

11) Click [Finish] button for installing completion.

1+ Finish
Language English
' TZVCut Installing the TZVeut...
. USB Driver Registering the TZVicut. ..

TZVWeut install finished!
Installing the USB Driver...
USE Criver install finished!

—

[ Finish |




1.2.2 CorelDRAW importing menu installation

Note: Our present CoreIDRAW importing menu supports versions of CorelDRAW 12 to
CorelDRAW2020 of 32 bits and 64bits.

Take the CoreIDRAW X12 as an example.

The method is similar to the first Installation of TZVCut.

T Product Selection b4
Language English v
Product C:\T2VCut) Path
USB Driver System Library

C:\Program Files (x86)\Carel\Corel Graphics 12\Draw'\GMS), Path

O CA$ Path
[CJavcut \ Path

MNext =

1) Click [Product].

2)  Click [USB Driver].

3) Click [CorelVCut].

4)  Click [Next] — [Install] — [Finish].

If CoreIDRAW main menu won’t display menu button after installation, the following procedures
should be followed:

1) Start CoreIDRAW.

2)  Click menu list: [Tools] — [Macros] — [Run Macro...] and “Run Macro” dialogue would pop

up.
Text Table  Tools | Window Help
i Options... Ctrl+)
Customization...
=] = || SnapTo = = B
= I Save Settings as Default P P M E &
= 0, (6,35 mm M=
3| () o o Color Management Pl m,[6.35 mm | 5

Create 3

Macros L4 Macro Manager Alt+Shift+F11

™ Macro Editor... Alt+F11

Run Macro...
VSTA Editor... Alt+Shift+F12 \

Start Recording

\
¢ B @
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Record Temporary Macro Ctrl+Shift+R



3) In the Run Macros dialog box, select TZVcut (TZVCut.gms) from the macros location drop-

down list.
Fun Macro x
Macro name: =
Step Into
Edit
Create
Delete
Macroz in: | VEAFroject (Untitled—1) w
5] iotiar: <A1l Sta.nul:lar-:l Projects? .
A SRl CalendarWizard (Calendar¥izard. zms)
FileConverter (FileConverter. zms)
GlobalMacros (GlobalMacros. gms)
3lobalMacros (nor_weorel. gms)
N\ |TGIE (TGDE. GHS)

TZVWeut (TZVCut. M3,
VEAProject (lntitled—l

4)  Choose “UserInit.UserInit” in macro name list box and click [Run].

Run Macro \ X

Macro name: Run
IzerInit. UserIni t
expor tMacros. Copydata Cancel
expor tMacros. Exporthl
exportMacros. TEVout
RecordedMacros. TZVout Step Inta
zetMacros. SetPen
UserInit. UserInit E dit
\ Create
Delete
Macros im: | TZVeut (TZVCut. GMS) ~
Description:

5) The following icon button indicates that installation is successfully launched. Then drag and

put the icon on the menu bar.
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exportMacros. TZVeut

6)After drawing in CorelDRAW, you can directly click the import menu to import the drawing into
TZVCut software, and you can import it multiple times in a row without closing the software.

1.2.3 Installation Auto CAD Import Menu

Note: At present, our CAD import menu supports 32-bit and 64-bit versions from CAD2004 to
CAD2015!

a) First Installation (Take AutoCAD2015 as an example below)
The method is similar to that of "installing TZV Cut for the first time".

= Product Selection =
Language English ~
Product C:\T2VCut) Path
USB Driver System Library
[Jcorelvcut Path

D:\AutoCAD_2015_English_Win_&4bit_dim\AutoCAD 2015\Suppart), Path

O Mh \ Path

MNext =

1) Check "Product".

2) Check "USB Driver".

3) Check "CADVCut".

4) Click "Next", "Install" and "Finish".

Note: If you need to specify the path manually, select to the AutoCAD 2015 directory.

After the installation is completed, open AutoCAD, switch to the classic mode of AutoCAD, and
"VCUT(C)" appears behind the menu bar, which means the installation is successful! As shown in

the following figure:



Autodesk AutoCAD 2015 Drawingl.dwg

If you need to import graphics into the TZVCut software many times, you need to turn off the

TZVCut software before you can continue importing.

6) If"VCUT(C)" is not displayed, you need to go to AutoLISP in the Tools to load the application.
As shown in the figure:

Workspaces

Palettes

Toolbars

Command Line Ctrl+9

Clean Screen Ctrl+0

Spelling

Quick Select...

Draw Order

Isalate

Inquiry

Update Fields

Block Editor

Xref and Block In-place Editing
Data Extraction...

Data Links

Action Recorder

Load Application...

Run Script...

Macro

AutolLISP £ Load Application...

Display Image [& Visual LISP Editor

New UCS

Mamed UCS...
Geographic Location...
CAD Standards
Wizards

Drafting Settings...
Group

Ungroup
Tablet
Customize

Options...

6) In the pop-up window, select "VCUT.fas and acadvcut.Isp and load.



A Load/Unload Applications

swEE: || Support

ER
Worldlow
| | acadlsp
| ] acad2015.sp
| | acadinfo.lsp

fER EER

2022117 10:22
2013/1/21 1017
2013/11/21 3:45
2013/11/21 414

] © & & @-

Loaded Applications  History list
File Path 2
acad.LSP D hautocad_2015_english_win_64b.
acad.mnl D hautocad_2015_english_win_64b.
acad2015.L... D \AutoCAD_2015_English_ G..
acad2015do... D AutoCAD_2015_English_Win_6.. w
£ >
I Close

| | acadveutlsp 2022/1/11 13:55

“)GDK fas 2015/6/22 16:01

| sample-p:}’f)la-ﬂ‘lil.lsp 2013/11/21 5:14
{|VCUT fas 2022/1/11 13:531
< \
TEE (N): "WCUT.fas" "acadwvcutlsp” w Load

gl =SB E AutoCAD Apps (*amg*.crg®lsp.dvb;*.dbx*s ~

[] Add to History

Unload

Startup Suite

X
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1.2.4 Hlustrator importing menu installation

Note: At present our Illustrator importing menu supports versions from Al CS2 to AI 2017 of 32
bits and 64 bits! The CC version of Al includes 32-bit and 64-bit version, although only 32-bit

version was provided before, our software actually supports both versions.

Take AI CS5 as an example.

The installation method of this importing menu is the same as that of TZVCut for the first time.

Users only need to do the following steps:




1+ Product Selection b4
Language English ~
Product C:\T2VCut) Path
USB Driver System Library
[Jcorelvcut Path
Jcapvcut Path
AIVCut C:\Program Files (x86)\Adobe Ilustrator C55\Plug-ins! \ Path
Next >
1) Click [Product].
2)  Click [USB Driver].
3)  Click [AIVCut].
4)  Click [Next] — [Install] — [Finish].

Open Al and select “VCut Design — Export”, it would appear in the menu bar box. Such
words indicate that installation is successfully completed as shown in the following figure.

Laser Design »

SVG 32E(Y) /
WVCut Design ¥ Export
=8 Ctrl+F8 About

Note: If it is the second time for all importing menu of the above-mentioned software to be installed,

there is no need to click [Product] or [USB Driver] and [System Library].

1.2.5 Inkscape importing menu

Note: Inkscape version needs to be 1.0 or above, and the operating system is Windows.

1.

First download the installation package on the Inkscape official website.
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ABOUT DOWNLOAD NEWS COMMUNITY LEARN CONTRIBUTE DEVELOP

Home » Releases » Inkscape 1.0 » Inkscape 1.0.1

INKSCAPE &3

Draw Freely.

32-bit 64-bit

32-bit architecture ... 64-bit architecture
L

2. Double-click installer to install TZVCut, the installer will automatically install the plug-in to
Inkscape extensions.

3. On the desktop, select the Inkscape icon, right-click, properties, select compatibility, check
Run the program as administrator, and click OK.

@ Inkscape Properties d
Security Details Previous Versions
General Shartout Compatibility

if this program isn't working comectly an this version of Windows,
try running the compatibility troubleshoater.

I Fun compatibility troubleshooter I

Open How do | choose compatibility settings manually?
Open file location Compatibility mode
E;: Run as administrator [ Run this program in compatibility mode for:
Troubleshoot compatibility Windows 8
Pin to Start
Pin to taskbar Settings
Reduced color mode
Restore previous versions
- &-bit (256) color
Control Pan Send t 5
end to
Run in 640 x 480 screen resolution
Cut ] Disable display scaling on high DF settings
Copy Run this program as an administrator
,n Create shortcut
Autolaser
Delete
Rename

E;‘Change settings for all users

Xperties \

0K Cancel Apphy

Inkscape

4.  Open Inkscape, draw graphics, select Extensions/Export/VCut Design in the menu, and export
all graphics on the page to TZVCut.

11



I Export Layer Slices...

Laser Design

Pre-Process p#E Save As...

5. If you need to import graphics again, please close TZVCut first.

1.3 System settings

1.3.1 Device management

Open TZVCut software as shown in the following fig., and then click the [Device] button on the

working area of the right side. Or click the@ "Device" button in the tool bar.

Device -
[ [pef:TC_ooaooooa -

The setting related to machine includes machine workspace, technological parameters and machine

parameters.

Device b
Name | 1P/ USE | ]
@0sr | TC 00000aetmm fame: Ioef

Delete | Type: | Normal j

& use \
Port: |Tc_oooooooo ¥

" Metwork
IP: | 192 .168. 0 .51 Test
e —
[ Technology l [ Machine ] [ Eve l

[ Name ] : Different devices may have the same IP address, so devices are named for the
convenience of identification. Each name is sole in one copy of device management table.

[ Type] : Normal.

[USB] : Select USB communication, after connecting the control card with a USB cable, click
search button to enumerate the device ports, click the drop-down box to select the port to be
connected, and save. Such as: TC_00000000.

[ Network] : IP address must agree with that shown on the device, otherwise TZVCut software
can't be connected to the device (refer to IP settings). Click Test button to test.

[ Save] : Click records in the selection list and the selected record information will appear in the
right side edit box. The [Name] from the list is the only mark for identification. If device name is
the same as some record in the list, click [Save] button to modify the records in the list. If the device
name does not exist in the list, click [Save] button to add a new record.

12



[Delete] : Device management table is a roster of all devices. If a device is no longer used, select
it in the form and right click to open the menu, and then click [Delete] to delete. If a new machine
is purchased, users can edit its name, [P address and device type in device information in edit column
on the right side, and then click [Save] below to add it to the list.

1.3.1.1 Workspace parameters

Select the machine name whose breadth size needs to be modified, and click [ Workspace] to open

the workspace parameter dialogue box. As shown in the fig. below:

Device *

Name | 1P/ USE Narme: [oef

'
Type: INOHT‘E| j
% |sp
Port: | TCc_ooooooao =l
" MNetwork
IP: | 192 .168. 0 .51 T

[ Technology l [ Machine ] [ Save l

13



Workspace pd

—Work Rangek

K Range E|_||:| mim

Y Range 700 M

—Machine Drigin—‘.____
&+ Upper Left © Upper Right

" Lower Left " Lower Right

Please set the same as the machine to avoid
graphic mirroring!

—Cutter head Position

‘.‘.\
i¥ i i
i i i
i i i
Positioning Point =

—{ o ]

[ X Range] : Refers to the maximum distance within which cut head can be moved in X axis

direction starting from the machine reset point (namely machine original point). If the distance is
bigger than the actual distance machine can be moved in X axis, cut head will crash.

[Y Range] : Refers to the maximum distance cut head can be moved in Y axis direction starting
from the machine reset point (namely machine original point). If the distance is bigger than the
actual distance machine can be moved in Y axis, cut head will crash.

[ Machine Origin] : Refers to the point where cut head returns after the machine is powered on
or the "Reset" button of the panel is pressed. One of the points on Upper Left, Lower Left, Upper
Right and Lower Right position could be set as machine reset point, and the parameters of such
point should be in line with the installation of the machine.

[ Cutter Head Position] :It refers to the position of processing graph relative to the starting point
of processing (anchor point). For example, if the upper left is selected in the figure above, the
starting point of processing is in the upper left of the processing figure.

14



/ Location of the cutting tools

Positioning Point:

>
>

[ Machine Origin] : Take the machine origin as the positioning point.

[ User Origin] : The position recorded by the positioning button (Origin Button) is the
processing positioning point.

[ Current Position] : Take the current position of the cutting head as the positioning point.

[ Absolute Coordinates] : The position of the graphic on the software canvas is the
processing position.

[ Page Origin] : Use the page zero coordinate as the origin of the cut head. (For

[example] : a. The distance between the origin of the software and the starting point of
the graphics processing is 100mm, then the file is sent to the controller for processing, no
matter where the cut head is positioned, it will move 100mm in the corresponding
direction before the graphics processing, and the processing returns to the page origin. b.
Take any point of the graph as the starting point). As shown:

Work origin set by Origin button on the panel

Offset distance /

15



Work origin set by Origin button on the panel

1.3.1.2 Technological parameters

Select machine, click [Technology] and access into technological parameter settings, as shown in
figure below.

[Enable] : The corresponding processing is launched.

[ Add] : Add the corresponding processing parameters.

[ Delete] : Delete the corresponding processing parameters.

[ Save] : Save all processing parameters in the parameter list.

Technology 4
—Speed Limit —Cut Gap Adjustment —Vibrating knife
Diameter | Speed | Speed | X Compens... | Y Com Raise the knife 30.00  deg
1.00 10.0000 angle
2.00 15.0000 o
3.00 20,0000 Starting point 4.00  mm
4.00 25.0000
5.00 30.0000 w .
5.00 35.0000 Finish the knife 0.00 mm
7.00 40.0000
< »
[haa. | [ vekte || [ Ada. |
[ Enable [~ Enable
Import |
Save
Export |

1.3.1.2.1 Speed limit

According to different models, and different types of belt and pulley, motor and also a graphics, at
the same speed processing result may not be consistent, this is the objective reasons that exist in the
process, so the software provides a list of speed limit for different models, when the diameter of the
graphic external rectangular less than a specified, using the specified speed for processing, Reach
the speed limit effect, avoid the speed too fast, resulting in the processing of the graph deformation.

As shown in the figure.
16



[Enable] : Check the "Enable" option to use the speed limiting function.
[ Add] :Click the "Add" button to pop up the new dialog box. After editing the parameters, click

"OK" to add a new one.

[Delete] : Select the record in the list to delete, and then click the "Delete" button below.

—Speed Limit
Diarmeter | Speed |
1.00 10,0000
2.00 15.0000
3.00 20,0000
4.00 25.0000
5.00 30,0000
6.00 35.0000
7.00 40,0000

Add/Edit

Diameter

Speed

0.000

mm
IU.UUU mimy's

1.3.1.2.2 Cut gap adjustment

If the following processing effect appears, cutting clearance function could be launched.
[ Enable] : The [Enable] option of the list offer user’s options for deciding whether to use function.
[ Add] : Click [Add] button and parameter editing dialog box would pop up.
[ Delete] : Select the record to be deleted in the list, and click [Delete] button below.

After editing parameters, click [OK] to add a new item.

17



Cut Gap Adjustment

Speed | ¥ Compens... | ¥ Com

< >
W Enable
Add/Edit >
Speed 400 mmy's

¥ Compensation

¥ Compensation

1 mim
1 mim

The original graphic

(I oy I o B Iy A

goooodct

goooodct

goooodct

The original graphic
1.3.1.2.3 Vibrating knife

The processing result

oobooonc
ODOoooodc
OOooOoOoo0Odct
goooodc

The processing result

18



—Vibrating knife

Raise the knife |3(}_-:]0 deg

angle

Start I(}_m mm
compensation

End I(}.OD mm
compensation

[ Raise the Knife angle] : The Angle at the corner of the graph is greater than or equal to the knife
lifting Angle to avoid crosscutting, and the graph needs to be handled by the knife. The knife lifting
Angle here is generally set as the same as the vibration knife lifting Angle parameter in the control
card, and the unit is DEG (degree).

[ Start compensation] : Let knife from the front end of the corner, the unit is mm.

[End compensation] : Let knife from the back end of the corner, the unit is mm.

1.3.1.2.4 Import/Export parameters

When finish adding technological parameters, it is able to save the parameters file by [Export] button.
And when installer the system, it is able to load the previous parameters file to the TZVCut software
by [Import] button.

Import

Export

1.3.2 Machine parameters

Click the machine parameter and enter the password tz0001 to enter the parameter interface. As is

shown in:

19



Device >

Narme IP/USB | | Nama: | Def
Def TC_00 verification x
|Nr.}rrr|al j

Password I s

| Tc_ooooooao =l

[1o2 168 0 .51 Test
‘\\
Technology T‘ Machine ]

System Parameters *

~ Key Speed
User parameter, . .
Processingp| XY  Fastmoving speed |zuu.uu mmis  Slow maving |5u.uu T

ix;::urkmg 7 Fast moving speed ISD.DD mmis Slow moving Im_uu mmis

Other U Fast moving speed 1.00 rls Slow moving 1.00 rls
Equipment

Vibrating kni
Punching pa

Save l

Pen parame
Red light pan
Other

Axiz

Version Informa

[Read] : Reads the parameters set by the control card, When the control card is disconnected, the
read parameter timeout will be prompted, and the device parameter will be automatically read when
the connection is successful.

[Save]l Saves the modified parameters in each list of system parameters.

[ Clear] : Clears out all parameters in the various lists of system parameters.

[ Import/Export] : This function is to export the control card parameters used or set by the user to
the computer for saving. If you need to use the directly imported software again in the future, click
"Save". You don't have to reset again.

1.3.2.1 User parameters

1.3.2.1.1 Processing Parameters

20




~Processing parameters

Min Accelerate IZDD.D mmis2  Default ldle Speed IZDD.D mm/s
Idle Acc IZDDD.D mmis2  Idle Jerk |auuuu.u mm/s3
Raise the knife angle 250 deg Limit the number of turns ID.D

Speed Factor IZ.D

[ Minimum Accelerate] : the corresponding minimum acceleration when starting and stopping.
The smaller the value is, the smaller the bitter is when starting and stopping, and the corresponding
acceleration and deceleration time increases. The higher the value is, the greater the bitter of start
and stop, and the faster the acceleration and deceleration. Generally, 400mm/ S2, if faster processing
speed is needed, the minimum acceleration is set to 850mm/ S2 or more, if accurate processing is
needed, set to 200mm/ S2 (based on the actual machine, here is the recommended value). Mm/s2

[ Default idle Speed] : XY axis space movement speed without cutting when the default speed is
selected for processing files. Mm/s.

[idle Acc] : XY axis space shift acceleration without cutting. Mm/s2. The greater the acceleration,
the faster the acceleration, the greater the relative bitter. Conversely, the smoother acceleration and
deceleration.

[1dle Jerk] : the acceleration of XY axis space shift without cutting. Units of mm/s3. The faster
the acceleration, the greater the relative bitter. Conversely, the smoother acceleration and
deceleration.

[ Raise the Knife Angle] : When the trajectory turning Angle is greater than the Angle, the knife
lifting first.

[ Limit the number of turns] : When the controller finds that the number of turns of the rotation
axis exceeds a certain value, it will reverse the rotation axis again, so as to avoid the cumulative
error caused by the inaccurate setting of the cycle pulse of the rotation axis.

[ Speed Factor]) : used to adjust the stability of the machine when turning. The range is 0.00-3.00,
the greater the value, the greater the turning speed, the shorter the processing time, the greater the
impact and bitter. The smaller the value is, the smaller the turning speed is, the longer the processing
time and the smaller the bitter is. Generally, it is 2. When the Y-axis acceleration is set very high
(such as more than 2500mm/s), the speed coefficient can be set below 1.0, so that the bitter
phenomenon is significantly reduced.

1.3.2.1.2 Axis working speed

21



~ Axis working speed

U axis working speed IZ.D s

Z axis working speed

Feeding Speed

[ U axis working speed] : U-axis rotating working speed, unit: R /s (revolution/second).

[ Z axis working speed] : Z-axis lifting working speed, unit mm/s.

[ Feeding speed] : feeding movement speed, unit: mm/s. When feeding, use Y axis clip material

feeding, need to install clip, and set clip delay and blow back delay.

1.3.2.1.3 Key speed

~Key Speed
Y Fast moving speed IZDD.DD mm/s Slow moving ISD.DD mmis
i Fast moving speed ISD_DD mmls Slow moving I-m_uu mmis

U Fast moving speed 1.00 rls Slow moving 1.00 rls

[ XY Fast moving speed] : the speed of XY axis button moving fast gear, in mm/s.

[ XY Slow moving] : the speed of XY axis button moving slow speed, in mm/s.

[ Z Fast moving speed] : the speed of z-axis button moving fast file, in mm/s.

[ Z Slow moving] : the speed of z-axis button moving slow speed, in mm/s.

[ U Fast moving speed] : the speed of U axis button moving fast gear, the unit is R /s.

[ U Slow moving] : the speed of U axis button moving slow speed, in unit of R /s.

1.3.2.1.4 Other

~ Other

Protection input alarm IYes 'l
Return Point IUser Origin 'I
Frame Speed IZDD.D mmis
Number of Work ID—

Done Tip No -
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[ Protection input alarm] : In the open state, the system will detect the protection input signal,
when the protection input is effective, suspend the work and movement

[ Return Point] : the stopping position of the cutting head after the system is reset and the work is
completed. There are three choices: mechanical origin, none and anchor point. If you select "none",
the work will stop at the current position after completion.

[ Frame Speed] : border speed. Mm/s.

[ Number of work] ] : After opening, set the processing times, when the specified number of times
after the buzzer sounded 5 alarm.

[ Done Tip] : After opening, set the prompt times of processing completion.

1.3.2.2 Equipment
1.3.2.2.1 Vibrating knife parameters

~Vibrating knife parameters

Knife position |3D.DD mm
Knife lift position I'IE-.DD mm
Vibration knife opening delay ID.DD ms

Vibration knife closing delay  |0.00 ms

ldle lift distance I'ID.DD mm

[ Vibration knife opening delay] : the delay time of opening vibration knife, the unit is ms.

[ Vibration knife closing delay] : the delay time of closing vibration knife, the unit is ms.

[ Knife position] : in the vibration knife processing needs to drive the tool to the target coordinate,
and then processing cutting.

[ Knife lift position] : the target position of the tool lifting when the vibration knife does not cut
and move. Setting suitable coordinate of lifting tool can save the time of lifting tool repeatedly and
increase machining efficiency.

[ 1dle lift distance] : The target coordinates to which the cutter is driven when the machining is
completed.

1.3.2.2.2 Punching Parameters
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~Punching parameters
Small punching offset X 0.00 mm
Small punching offset Y 0.00 mrm
Small punching rising delay IW ms
Small punching down delay 0.00 ms
Large punching offset X 0.00 mm
Large punching offset ¥ 0.00 AL
Large punching rising delay |1DDD.DD ms
Large punching down delay 0.00 ms

[ Small punch offset X] : the lateral offset of small punch and vibration knife, the unit is mm.

[ Small punch offset Y1 : vertical offset of small punch and vibration knife, the unit is mm, which
can be negative.

[ Small punch down delay] : the descent delay time of the small-punch device, the unit is ms.

[ Small punching rising delay] : The rise delay time of small punching device, the unit is ms.

[ Large punching offset X] : the lateral offset of large punching and vibration knife, the unit is mm.

[ Large punching offset Y1 : vertical offset of large punching and vibration knife, the unit is mm,
which can be negative.

[ Large punching down delay] : the descent delay time of large punching device, the unit is ms.

[ Big punching rising delay] : The rise delay time of big punching device, the unit is ms.

1.3.2.2.3 Pen Parameters

~Pen parameters

Pen 1 offset X |1DD.DD MM Pen 1 offsetY I'IDD.DD mm
Pen 1 rising delay I‘IDDD.DD ms Pen 1 falling delay 0.00 ms

The measurement method of brush offset: first cut a cross with a vibrating knife, and then draw a
cross with a brush, measure the offset value of the center of the two crosses, which is the brush
offset value. After filling in the offset, download a vibration knife and brush again and observe
whether the center points of the two crosses completely coincide. If so, it means that the offset value
set is correct. Brush offset calibration can be set in the calibration interface.

[ Pen offset X1 : the lateral offset between the brush and the vibrating knife, the unit is mm
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[pen 1 offset Y] : the vertical offset between the brush and the vibrating knife, the unit is mm,
which can be negative.

[ Pen 1 rising delay] : the delay time of brush drive rise, the unit is ms.

[ Pen 1 falling delay] :The delay time of the brush drive drop, the unit is ms.
Note: we agree to install the vibration knife near the origin of the machine, and then install the brush
or punch. As in the upper left coordinate system, the vibration knife is installed at the far left.

1.3.2.2.4 Red light parameters

~Red light parameters

Red light shift X 0.00 mm Red light shift ¥ 0.00 mm

[ Red light shift XY] : horizontal and vertical offset of red light cross center and vibrating knife,
unit is mm, can be negative.

1.3.2.2.5 Other

~ Other

Adsorption On Delay ID-D = Adsorption Off Delay ID.D ms
Power-off delay I?DD-D AL Number of beeps I 1.0

X+-axis room 200 mm *#—axis room 200 mim

Y+-axis room 20,0 mm  Y—axis room 20,0 mm

Clamp On Delay ID.D ms Clamp Off Delay ID.D ms
Blow Back On Delay I 0.0 ms Blow Back Off Delay I 0.0 ms
Z-axis return speed 15.0 mmis U-axis return speed |1-D ris

X¥-axis return speed 80.0 mm/s

[ Adsorption on delay] : start and close the delay of vacuum adsorption equipment, generally
through the relay connected to the vacuum adsorption equipment, adsorption equipment is used to
cut the material adsorption to the platform, to ensure that the material does not move when cutting.
Unit: ms.

[ Power-off delay] : When the power continues to cut, the cutting head does not roll back enough,
resulting in the graphical interface not closing. This parameter can be used to make appropriate
compensation adjustment. The unit is ms.

Buzzer times: set the buzzer times when the work is finished.
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[ X/Y-axisroom] : When the X/Y axis is reset, the reset will be completed after touching the origin
limit (if the origin offset is set, the limit will be offset for a distance before stopping). The position
at this time is the zero position of X/Y, but there may be a long distance near the X/Y axis. The
corresponding machine table is steel plate, and cutting is not allowed in this area, so this distance is
called X/Y- margin.

[ X/Y+ axis room] : Move the X/Y axis to the maximum coordinate. Similarly, at this time, the
machine table below the vibration cutter head may also be steel plate, and this area cannot be cut,
so this distance is called X/Y+ leeway.

[ Clamp On/off delay] : The clip is used to clamp the material when feeding, and complete the
feeding action by dragging the Y axis. Unit: ms.

[ Blow Back on/off delay] : In the process of feeding, it is necessary to open the back blowing
switch first to separate the material from the platform to ensure the correct execution of feeding.

[ Z-axis return speed] : the speed of z-axis reset back to the origin, in mm/s.

[ U-axis return speed] : speed of U axis reset back to the origin, unit: R /s.

[ XY-axis return speed]] : the speed of XY axis reset back to the origin, in mmy/s.

Remark:

Feeding action flow: the Y axis of feeding moves to the back end, then the clamp is opened, the
material is clamped, the adsorption function is closed, and the back blowing is opened. The Y axis
drags the feeding, the back blowing is closed, and if it needs to work again, the adsorption is opened

and the clamp is closed.

1.3.2.3 Axis

- Axis
Axis [x - Resolution [6.027100 il
Dir Polarity INegati»e "I Max Speed |5DD.D mmis
Limit Polarity Im Corner Speed 0.0 mmis
Key Polarity Im Acceleration W mmis2
Limit Detection No - Jerk [2000000  mmis3
Pulse Edge Trigger Im Origin offset IDD— mm
Back to Origin Yes - Backlash W R
Servo alarm Open - Range IW L

[ Resolution] : resolution = motor rotation one week cutting head moving length (mm) x1000/
motor rotation one circle drive required pulse number. Press ">>" to display the input boxes of
theoretical length and actual length. The theoretical length is the designed length, and the actual
length is the length measured by a ruler. Input the corresponding length value into the corresponding
option, press "OK", and the system will automatically convert the correct resolution.

About the measurement of size:
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Users can draw a rectangle so that they can measure the length of the sides of the rectangle to
calculate the resolution, or they can measure the diagonal of the rectangle to check whether the
beam is perpendicular to the car. When measuring, the width of the cutting line should be considered,
that is, the machine actually draws two rectangles when drawing rectangles, and the user measures
the length of two rectangles respectively when measuring, and takes the average value of the two
lengths, which is the actual length. The diagonal length only needs to compare whether the diagonal
of the same rectangle is equal or not. For example, measure the length of a rectangle. 6 X in the
figure represents the width of the cut line. Measure the lengths of X1 and X2 in the figure
respectively and take their average values.

K X1

A7

AX D

X2

[ Axis] : Axis is divided into X, Y, Z and U.

[ Dir polarity] : Change this polarity when the direction of the axis back to the origin is opposite.

[ Limit polarity] : it can be positive or negative. When the limit polarity is positive, the limit signal
is effective at high level. When the limit polarity is negative, the limit signal is active at low level.

[ Key polarity] : Change the polarity when the key direction is inconsistent with the axis moving
direction.

[Range] : the maximum distance that the shaft can move.

[ limit Detection] : Whether to detect the limit switch to prevent axle collision.

[ Backlash] : clearance of shaft reverse movement. Used to compensate for cutting misalignment.

[ Max Speed] : the fastest speed that can be achieved when the shaft is running.

[ Corner speed] : the speed when the shaft starts and stops.

[ Acceleration ] :the maximum acceleration of the shaft during operation. The greater the
acceleration, the shorter the acceleration time and the greater the bitter.

[Jerk] : the acceleration of the shaft from the minimum acceleration to the maximum acceleration
(deceleration from the maximum acceleration to the minimum acceleration), the smaller the
acceleration, the smaller the bitter, the slower the lifting speed, on the contrary, the greater the bitter,
the faster the lifting speed.

[ Back to origin] : Whether each axis returns to the origin of the machine when the machine is
powered on.

[ Pulse Edge Trigger] : rising edge or falling edge. According to the driver setting, it is generally
triggered by rising edge. If the motion axis reciprocates and is misaligned in one direction, change
the trigger mode of pulse edge.

[ Servo alarm] : After opening, the servo alarm protection signal will be detected. When the signal

is effective, no movement will be allowed
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[ Origin offset (origin deviation Angle)] : set the offset value, when the X axis back to the origin,
at the origin of a distance to move to stop, so as to avoid the process of work or movement
accidentally encountered limit switch, trigger limit alarm. For the rotation axis u-axis, the deviation
Angle of the origin is, after the u-axis hits the origin limit, it rotates and moves the Angle to align
with the positive X direction, which is the zero position of the U-axis. Refer to the deflection
calibration instructions.

Note: steps for setting direction polarity, limit polarity and key polarity.

® Anyway, you set the limit polarity, which is typically negative.

® To check whether the machine moves in the direction of the origin when it resets, and if not,
press the pause button to stop the motion, then change the (Dir) direction polarity.

® At the end of the process, you press the arrow keys to move in the opposite direction, checking
to see if the motion is reversed, and, if so, changing the polarity of the key.

1.3.3.4 Version Information

~Version Information

Firmware Version I"-,".LDEE.DDS
[ Upgrade l
Run Time 03:38:00

Total Processing Time 00:02:54
Total Processing Times
X-Axis Travel

Y-Axis Travel

LT

Read ‘

Version information Displays the current firmware version, boot time, cumulative processing time,

cumulative processing times, X axis cumulative stroke, Y axis cumulative stroke. Click on the

Read

Button to read statistics.

Lpgrade

Click to upgrade firmware | Button to select the upgrade file (*.TFL,

such as tzd 1026.TFL) and click to confirm as shown in the picture:
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TZVCut >

Make sure the machine is idle and clean up the machine platform.
,LE Automatically reboot after the upgrade,

QK Cancel

Do not operate the machine after confirmation. The machine will restart automatically later.

1.3.5 USB/IP settings

As shown in fig. below, on the upper right part of software interface device information is displayed.
TZVCut software will communicate with machine through network or USB cable during the process
of downloading graphics file, read-writing machine parameters, and executing online control. IP
address is setting for network, and Com Port Number is setting for USB.

Device

|Def:TC_00000000

Parameters
l_

~]

Def1:192.168.0.51

1.3.2.1 USB device settings

After the control card is powered on and reset, connect the computer with a USB cable, and the

computer will automatically assign a USB device port for communication between them. As shown:

=4 Device Manager
File Action View Help

L ala AN:ol ? Bl

~ = DESKTOP-V68Q420
> 4 Audic inputs and outputs

ﬁ Batteries

Bluetooth

3 Computer

w Disk drives

B Display adapters

- DVD/CD-ROM drives

i Floppy disk drives

.ﬁ Floppy drive contrallers
l:% Human Interface Devices
@ IDE ATA/ATAPI controllers
Z= Keyboards

1 Manitors

& Network adapters

T3 Ports (COM & LPT)

=i Print queues

R Processors

Il Software devices

% Sound, video and game controllers
¢— Storage controllers

3 System devices

i Universal 5erial Bus cgtfollers
i Universal sMs

§ TC-C4

>
>
>
>
>
>
>
>
>
>
>
» B Mice and other pointing devices
>
*
>
>
>
>
*
>
>
>
w

29



In the software, click the Device button, select the USB connection, click search, search for the port

number or directly select the USB: Auto (automatic) mode. When the Auto mode is selected, the

software will automatically match whether the device is a USB port number or a COM port number.

Automatic mode is suitable when connecting a device. If there are multiple devices, please use the

mode of manually assigning port numbers.

Work |Army | Feed\ng'

\( Def:TC_00000000 -

500 00 700 800 200 1000 1100 1200 1200 1400 1%\]0
L 1 L 1 L 1 L 1 L 1
Device X
Name | IP/USB | — [oeF
b 7C 00000000 |t ] e
[IDef1 192.168.0.51 T [Hormal =l

¢ USB
/ Port:

ITC_UUUUUUUU =

© Network

| 192 .168. 0 .51 Test

Workspace ]

[ Technology ] l Machine l [

o Save l

-

1.3.2.3 Network communication

~ [ Device

- Parameter:

| Speed Mode \ Hide

- Control

@)

[~ Step 7+

-

- Work

[ Output Selected ™ Start From Selected

[ Start ] [ Pause/Continue ] [ Stop

Preview

[ Frame H ][ Download

)

In the device setting dialog, set the IP the same as that in the machine. Then set the first three sections

of IP in the computer to the same address value, and the last section to a different address. For
instance, if the machine IP is 192.168.0.51, record the IP 192.168.0.51 for the selecting machine in
TZVCut software. And set the computer IP to 192.168.0.100, thus network transmission can be

conducted.
Device >
Narme | Ip/USB Name: | Def
[¥] Def TC_00000000
[]Defl 192.168.0.51 ~ [Mormal =
 use
Port: [Tc_oooooooo -]
~ \
Ip: | 132 .168. 0 .51 Test
[ Technology l [ Machine ] [ _w Save
“"
Device

|3:192.168.0.51

-

1) Network right-click properties.
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"'If‘

-

Metwo ﬂpen

Pin to Quick access

Pin to Start

Map network drive...

Recycle Disconnect network drive..,

Create shortcut
Delete

&'R Properties

2)  Click [Change adapter settings].

¥ Network and Sharing Center - m] X
A 5% 5 Control Panel » Networkand Internet » Network and Sharing Center v @ | Search Control Panel P

View your basic network information and set up connections
Contrel Panel Home

View your active networks
Chenge adapter settings €=

Change advanced sharing Network Accesstype N Internet access
settings Public network Connections: [ Ethernet0

Change your networking settings

{iG¥ St up a new connection or network

Set up a broadband, dial-up, or VPN connection; or set up a router or access point.

[ Troubleshoot problems

Diagnose and repair network problems, or get troubleshoating information.

See also
HomeGroup
Internet Options

‘Windows Firewall

3) Seclect [Ethernet] and click right key to pop up [Properties] option. And then the [Ethernet
properties] dialog box would appear. Double-click [Internet Protocol Version TCP/IPv4] and
conduct setting parameters.

— . EthernetD
S~ Metwark
—=

/ ~| ® Disable
Status
Diagnose

E;' Bridge Connections

Create Shortcut
E;' Delete
E;' Rename
\E;' Properties
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U Ethernetd Properties >
Metwaorking

Connect using:
ﬂ Intel{R) 825741 Gigabit Netwark Connection

This connection uges the following items:

% Cliert for Microsoft Networks ”
g File and Printer Sharing for Microsoft Networks

=1 005 Packet Scheduler

B8 Intemet Protocol Version 4 (TCP/IPvd)

& Link-Layer Topology Discavery Mapper 170 Driver

[ & Microsoft Network Adapter Multiplexor Protocol

i Microsoft LLOP Protocol Driver W
i< >

Install... Uninstall Properties
Description /

Transmission Control Protocol/Intemet Protocol. The default
wide area network protocal that provides communication
across diverse interconnected networks.

DK Cancel
4)  Select [Use the following IP address], input IP address, sub net mask code, and default gateway,
as shown in fig. below.
Internet Protocel Version 4 (TCP/IPv4) Properties >
General

You can get IP settings assigned automatically if your netwark suppaorts
this capability. Otherwise, you need to ask your network administrator
for the appropriate IP settings.

() Obtain an IP address automatically
I {®) Use the following IP address:l

IP address: | 192.168 . 0 . 100 |
subret mask: | 255 .255.255. 0 |
Default gateway: |192.168. 0 . 1 |

Obtain DNS server address automatically

(@) Use the following DMS server addresses:

Preferred DNS server: | . . . |

Alternate DMS server: | . . . |

[ validate settings upon exit Fr——

Cancel

After the above steps, click [OK] and the computer IP address setting is accomplished.
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1.4 Basic operation

1.4.1 Graphics drawing

ﬁ: Draw a poly line. At the end, you can click the right mouse button to select end or close.

2

: Draw a Bezier curve.

: Draw a rectangle. Hold down the Ctrl key to draw a square.
ﬂ: Draw an ellipse. Hold down the Ctrl key to draw a circle.

: Text input.

: Delete line segment.

&

: Draw points.

1.4.2 Node editing

Set start position [S]: Set the selected point as the processing starting point. At this time, it is
necessary to set the confer point of path optimization as the original starting point.And the corner
priority and dislocation processing check box are not enabled. The setting process is as follows:

Click the [Node Edit] E button, then frame or click part or all of the primitives, and zoom in

appropriately to see the nodes of the primitives. As shown:

Select the node by frame, then click the right mouse button, a setting dialog box will pop up, and
select [Set Start Position].

33



\\

Convert to Curves [E]

Set Start Position [S] \
Delete Nodes [N] e
Delete Lines [D]
Break Curve [C]
Lock Node [L]
Unlock Node [U]

[ Convert to curves [B]] : After selecting the graphics, you can convert the poly line to a Grazier
curve.

[ Delete node [N]] : Delete the selected node.

[ Delete lines[D]] : Delete selected line segment.

[ Break Node [C]] : Cut the graph from the selected node position.

[ Lock Node [L]] : After locking the node, when adjusting the control point, the front and back
control points will be changed at the same time.

[ Unlock Node [U]] : After unlocking the node, only the current control point can be adjusted.

[ Note] : After entering the node editing state, you can use keyboard commands to operate the
node. The operation command is the letter after the option.

1.4.3 Tools

‘Ol:luﬂgﬁ BBy O Q E 1 E‘\uﬁ\ + %lﬁ” Lead Line ||M\cru.|uint |‘

1.4.3.1 Rotation and displacement

After selecting the graph, enter the angle in the angle edit box@, confirm, and you can

rotate the graph. As shown:

Click 2 to have more rotation and displacement settings.
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Maove/Rotate -

PN
< 1E 1
S
11| o

1.4.3.2 Merge lines

The multi-line segment merging function is a preprocessing process that converts a curve with
excessive precision into a curve that is more suitable for machining. The operation process is as

follows

Select the graphics to be merged and click [Merge Lines]

1.4.3.3 Combine near lines

Adjacent merging function is the ore-treatment process for graphs failed to meet the standards. An
entire graph but generated separately during drawing will make independent graphic element which
should have one starting point and one final point separate into many independent segments. In such

case, adjacent merging function could be used.

)
. P . .
Click the ' + with the mouse and parameters settings are shown as below:
Combine Near Lines !
Reference Distance 0.100

[ Remove the Cross
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[ Reference Distance] : Indicate the required maximum distance between the adjacent two lines of
endpoints to be regarded as an entirety and to be merged.

[ Remove the Cross] : If endpoints of two lines meet demands of merger and there is intersection
between the two lines, intersecting part should be removed. As shown in the figure:

Changed to:

Two line segments are changed into a polygonal line.
1.4.3.4 Remove overlapping lines

If three squares are connected and there is an overlapped boundary line in the middle of each square,

4
click [Remove Overlapping Lines] ﬂ button as shown in the following fig.

A dialogue box would appear:

Remove Cverlapping Lines it

v Inside the Layer

Tolerance IU.UEU mm

(o] (o]
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Select one rectangle and drag to move away and it can be seen after executing the above steps. For

cutting, removal of redundant public side line can improve processing efficiency.

1.4.3.5 Lead line

Select the graphic element and click [Lead Line] button; the following dialog box would appear.
And there are two type of lead line [Line] and [Arc].

;‘LI Lead Line Micro Joint

Setting X
Lead Type L‘HI Line vI
Start Length =] mm
Start Angle 43
Lead Type T Line -
End Length 3 mm
End Angle 45

[T Create Start Point

¥ Auto Check Lead infout

—
After click [OK], the interface turns to the following:

- VA
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The direction angle and length of the lead line could be defined by the user. Check the

¥ Create Start Point  (pyeck hox. It will be generated at the starting point, As shown in the figure:

el

1.4.3.6 Micro joint
The micro joint is to leave an interface in the closed graph without cutting, so as to avoid the graph
falling down after cutting, you can set the distance of the micro joint. After adding micro joints, the

mark points will be displayed on the graph.

+ % ILeadnut - | | Lead Ling | | Wicro Joint | K
800 500 40? 200
1 | 1

200 100

\ Micro Joint >
] ¥ Enable

Distance 0.300 mm

A

As shown in the figure, after the micro joint handling, in the work preview, after zooming in, the

end position will remain 0.3mm without cutting:
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1.4.3.7 Cutting direction

To edit the cutting direction of graphic, it has to click the B button to show the direction of the
graphic.

N
a N\

. . . 7 . .
Click reverse direction y+ to change the direction.

1.4.3.8 Offset shapes

Select the graph, click & and the following picture would appear.
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Offset 1.000 mm

Color -

[ Delete Original Objects

@ Internal
" External
" Both
" Bold

" Narrow

OK ] l Cancel

[ Offset] : The length of the graphic needs to shrink and expand

[ Color] : The color generated after the graphics shrink and expand, customers can choose
according to their needs.

[ Delete Original Objects] : Whether to delete the original image after shrinking or expanding.

[Internal] : The graph will only shrink. As shown in figure:
n

[ External] : The graph only outward expansion action. As shown in figure:
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[Both] : In Both mode, the graphics will perform two actions of shrinking and expanding
simultaneously. As shown:

[Bold] : This function is used when the graphics contain another graphics, the graphics inside only

shrink, and the graphics outside only expand. As shown:
=

[ Narrow] : This function is used when the graph contains another graph, the inner graph only

expands, and the outer graph only shrinks. As shown:
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User can set parameters such as zoom mode and offset distance according to their needs, click [OK].

1.4.3.9 Fairing

As for * DST. *.dsb. *plt type documents, if boundary lines are not smooth due to drawing, as
shown in the fig. Below:

- =
d ™
Vs ™
7 -~ \_{"‘. "
,-’)’ _,'/ f( \ . \‘\
L_‘_“Ja / \ \ ,,a—k
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User can select the graphic and then click o tool to smooth the boundary line and thus processing

effect turns more smooth.
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1.4.3.10 Bitmap color reverse

Select bitmap and click to reverse the color.
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[ Bl b Bl oy o 0 B w
500 a ToO0
1 | 1

Before the change:

After the change:

1.4.3.11 Bmp Processing

b
Select the one graphic, then click the J button to process the bmp graphic.
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Width 720 Pixels
Height 450 Pixels

X Resolution 120 Pixels/inch
Y Resolution 120 Pixels/inch

Resolution Modify

Pixels/inch 508 Test

" Grayscale
Test

[" Reverse

Brightness 0%
sy

Contrast 0%
==
Preprocessing

® None

- mi
" Strong

" Custom :]

® Black and White

[¥ Halftone Screen

Dot Size (mm) |U-2 Test

[ Diffusion Dither

Here, you can reverse the color of the image and change the brightness and contrast of the image.

In order to improve the engraving effect, an image p reprocessing function is provided to enhance
the image contrast effect. If it is black-and-white engraving, we recommend checking the dot or
scatter diagram processing. The recommended image resolution is 300 or above.

1.4.3.12 Halftone screen

After selecting the bitmap, select ** to set the direction and size of the dots, and to produce the

Dodoma, it is recommended to change the DPI of the bitmap to 300 or above.

Bitmap s

Direction |m "l
Size |U-2'3”:| mim

_ox |

1.4.3.13 Round

Click the [Tools] option in the menu bar, and then select the [Round] function, or click the toolbar
button ] . The following dialog box pops up. As shown:
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/

Round 4

T

Radius 5.00

N

After setting the radius of the rounded corners, click the [Select] button, and then frame-select the
oy
IE.DD

After setting the radius, select the graphics that need to be rounded, and then click the [OK] button

graphics that need to set the rounded corners.

Radius

to round the graphics.

1.4.3.14 Bridge

Click the [Tools] option in the menu bar, and then select the [Bridge] function, or click the toolbar

button - . After setting the width of the bridge position, you can set the bridge position according

to the needs.
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Bridge >

Width I mm

* By Interval

100,00 mm

™ By Mumber
|3

" Manually Click

Test |
oK |

1. Set the bridge position according to the interval: just fill in the interval between the two bridge
positions, the software will automatically increase the corresponding number of bridge positions
according to the graphic size. Click [Test] to display the bridge position.

2. Set the bridge position by quantity: only need to fill in the number of bridge positions, you can
increase the corresponding bridge position, click the test to display the bridge position.

3. Manually set the bridge position: After selection, the bridge position can be added at any position
of the primitive. Click the line of the primitive with the left mouse button to increase the bridge
position at the corresponding position of the primitive. After completion, click [OK].

1.4.3.15 Add size mark

1. Click the [Tools] option in the menu bar, and then select the [Add Size Mark] function, or click

the toolbar button R\ . Set the code number, and direction, click to select and then click the

primitive line, you can add code teeth at the specified position of the primitive line.

Y

< X

Codes: |1 (1-50)
[ o5
Settings
v Inward
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2. Set the code attributes: If you want to change the size of the code teeth, click [Settings] to enter

the code setting interface, set the code accordingly, and click OK after completion.

Cancel

Settings ot e
Width: I 2.5 mm (1-50)
Height: IT b 4
Spacing: I 2.5 mm Settings
Long Spacing: I ] b

\T oK | [ Cancel

1.4.3.16 Set finish position

]Il

Click the [Tools] option in the menu bar, and then select the [Set Finish Position] function, or click

the toolbar button ﬂ Open the Set Finish Position dialog box.

There are currently three modes for setting stops: "No", "Get Device Position" and "Get Mouse

Position".
As shown:
Set Finish Position -
Finish Position
¥{mm):

et Mouse Position

¥ (mm): |0.000

[ Get Device Position] : it is to obtain the current position coordinates of the cut head, and use this

[No] : do not set stops.

coordinate as a stop point after the cut head is cut. If the controller sets the homing point as the
positioning point, the cut head will return to this position after processing, and then return to the
positioning point. Generally, when using this function, the "Return Point" should be changed to
"None".
After successfully obtaining the device coordinates, a cross mark will be displayed in the software
drawing area, and it indicates the position of the current cut head stop. As shown:

[ Get Mouse Position] : click the [Read] button and click the left button in the drawing area to set

the current position as the coordinates of the stop. As shown:
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Set Finish Position > b
Finish Position | Get Device Posi v |
X{mm): |21=a. 174
¥ {mm): |35-9?’3

Read
| Set Finish Position O
Finish Position IGet Mouse F‘osHLI
X{mm): | 160,962
¥ (mm): | 57.719

1.4.3.17 Extract contour

Image outline can be extracted, please see the example application in section 1.6 for details.

1.4.3.18 Selecting Tools

Selection Tool

™ Selected graphics

Small Graphic Size

Big Graphic Size

[1.00

| 100.00

belect Small Graphi%

elect Large Graphicg

Select Other

Select All

Invert Selection

1.4.3.19 Measuring Tools

Click the measurement tool icon on the toolbar to enter the measurement status
measurement tool on the menu bar, or press the shortcut key F7. At this time, the mouse icon is

S

, or select the
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displayed as a cross. In the editing area, click the starting point and then select the end point to
display the measurement distance L in the status bar below the software. If the box is selected, the
width W and height H of the graph can be obtained.

I 00 O v EE O K /

[L=333.231

O v2 | O N O K
SilcceSSHUliy I w=333.538,H=332.617
1.4.4 Display

1.4.4.1 Display and set the order of work

The processing order number display and manual sort tool is in the tool bar on the left side of the
TZVCut software.

=200
|

-100
l

e

Click "l button to display graphic element processing order Number. And it goes into the manual

sort stat. Click the left mouse button to select graphics for sorting, if you need to cancel the selection,

you can right click to select the wrong graphics.

-

>
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1.4.4.2 Jumper lines display

Graphics element display toolbar is at the upper part of the status bar, as shown in figure.

t"; D I:l E:'

t.
Click [Show Jumpers] ¥ button to display jumper lines between graphic elements.

1.4.4.3 Processing direction and starting point display

Click [Show Direction] [t button to display cutting direction and the start point of graphic

elements. Cutting direction and starting point is shown as below.

D

1.4.4.4 Carving effect display

ReEl il

effect. Note the graphic in the layer is for carving.

Select the one graphic, and then click the button to show the carving

Before After
1.4.5.5 Alignment and distribution

1. Page Align:
In the software toolbar and menu bar, there is the function of graph alignment and distribution, users

can choose to use according to their needs. As shown in figure:

LlEEE=Ik JE 3
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From left to right: Move to the Top (Carl+5), Move to the Bottom (Carl+6), Move to the Center
(Carl+7), Move to the Left (Carl+8), Move to the Right (Carl+9), Move to the Upper Left (Carl+4),
Move to the Upper Right (Carl+3), Move to the Bottom Left (Carl+1), Move to the Bottom Right
(Carl+2).

2. Selection area align and distribution:

|

N
e

M=RB £ 5 s

From top to bottom are: Mirror Horizontally, Mirror Vertically, Align Left (L), Align Center
Horizontally (E), Align Right (R), Align Top (T), Align Center Vertically (C), Align Bottom (B),
Distribute Space Horizontally (H), and Distribute Space Vertically (V).

1.4.5 Config

1.4.5.1 Curve options

Curve Options it
sevr] / Import Precision |High 'I
=M}  Config(C) Tools(T) Window(W)
: Display Precision IHigh vI
Curve Options -e— 3

Language L Export Precision Low M

Units &
20 - : 0o
1 Graphic Lecation |

Mirror Cutting Low

Systemn Options

In order to make the user cut more flexible and at faster speed, curve precision can be set up to
improve the flexibility and speed of the working-piece. The software offers options of Lowest, low,

normal, high, highest for users.
1.4.5.2 Language

The languages currently supported by the software are: German, English, Spanish, French,
Indonesian, Italian, Polish, Portuguese, Finnish, Vietnamese, Turkish, Russian, Arabic, Chinese
Simplified, Chinese Traditional, Japanese, Korean, which can be switched in [Config]-[ Language].
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Configl Tools(T)  Window(W)

Curve Options B
= Language — —
_ Units M
| Graphic Location Tﬂ_

Mirror Cutting

Systern Options

Language *
IEngI'Lsh vI
Engish Py
Esparfiol
Francais
Indonesia
Italiano
Polski
Portugués
Suomalainer
Tiéng viét
Tirk
PyCckuid v
1.4.5.3 Units
All scale units and speed units of the software can be set. Open [Con fig] and select [Units].
Scale unit:
Units pod
Scale Unit | mm| vI
mm
Speed Unit inch |
Speed unit:
Units pod
Scale Unit i -

;

Speed Unit
mm

[%
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1.4.5.4 Graphic location

When importing and opening primitives with the software, the position of the primitives displayed
within the effective format of the software. They are: upper left, upper right, lower left, lower right,
center. Open [Congfig] and select [Graphic Location] to change.

Graphic Location it
i~ Upper Left {~ Upper Right
{* Center
i~ Lower Left {~ Lower Right

1.4.5.5 System options
Click [Config] and select [System Options].

System Options x

Paste Location

Current Position -

[~ Drag Immediately

[¥ Inside line to pen

oK

Paste Location: Indicates the position to paste after the current graph is copied.
® [ Current Position] : Indicates that the position of the currently copied graphic is the paste
position.
® [ Mouse Position] : Indicates that the position of pasted graphics changes with the movement
of the mouse.
[ Drag immediately] : After checking, you can drag any current figure without selecting the figure.
[ Inside to Pen]:After this check, the internal and external relationship will be automatically judged

when importing the image, and the internal image will be converted to the brush layer.
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~ [~ Devic

(e —

~Paramet:

\ Speed \ Mode \ Hide |

400.0 Vibrating kn... No
100.0 Penl No

- Control

A | T step

(] [3]

Z+

-«

I Output Selected ™ Start From Selected

[ Start HPEuse/Eontmue l[ Stop

[ Feme ][ erevew ][ Download

1.4.6 Module

1.4.6.1 Graphics array

Open the array page to enable the [Array] function in the [Module] option in the software menu bar.
After it is enabled, the [Array] function page will appear on the right toolbar of the software, as
shown in the figure:

Work  Array | Feeding |

. B -Array \

E) Module(M) Config(C) Tools(T) ' Num Interval
c'. Array \ an x: |1 0.00 [~ Reverse
~ & Feeding L. y: (1 0.00 [” Reverse
= Sort Manually 3
— Graphic Movement I | Fil
Axis Control
Curve Smoothing _
Projection = 1|+t
Import Gallery +
One-click Settings
Statistics
Mark Cutting Actual Array

1.4.6.1.1 Virtual array

The [Array] page on the right side of dialog box toolbar is shown as the fig. below. If the Intelligence
double cut heads machine is used, please select a virtual array to conduct type setting.
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100 | 200 200 400 Wark Arm}r]

M —ArTay
Murn Interval
X |5 |5-':”3':' [~ Reverse
y: |3 |5.nnn [~ Reverse

[ Fil

)

_I_

Actual Array

Click [Fill] button and automatic bestrewn setting dialog box would pop up. Input array scope value
(width and height), the software will calculate columns, rows and remaining size of a specified
breadth side based on the width, height and the interval value input by the user. Calculated
parameters would be refreshed on the [Array] page, and generate a virtual graphic element.

Auto w
Width N mm
Height 600.000 mm

Hari Interval 5.000 mm

Vert Interval 5.000 mm

A9

Array
Mum Interval
x |14 5.000 [ Reverse
¥: |1u |5.unn [ Reverse
[ Fil

|
+] =]
+

Actual Array
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If bestrewn process isn’t required of, input the number of columns x and its interval, and the number
of rows y and its interval after selecting graphic element, then graphic array is generated.

1.4.6.1.2 Actual array

Selected the graphic needs array.

1. Firstly, following the instruction of virtual array to generate the virtual array graphics.

2. Click the [Actual Array] button to convert the virtual array graphics to the real array graphics.

&~ Array
Mum Interval
X |3 |1.|:|E||:| I_ Reverse
Y: |5 |1.nc|n [~ Reverse
[ Fil
_ 1 +
+
l Actual Array l
Mesting
Width 900.0 Height 600.0
Rotate a0  =| Interval 0.00
[ Mirror ‘ Auto ‘ ‘ Actual Array
Recile
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NOTE: The virtual array can be converted to actual array. But the actual array is unable to convert
to virtual array.

1.4.6.2 Nesting

1.4.6.2.1 Auto nesting

Import the graph into TZVCut software. Then select it and open the Array page to find the nested
functions. Enter width, height, rotation Angle, interval and mirror option parameters. Then click the
"Auto" button to nest. By default, it generates virtual arrays that can be used with smart two-headed
machines. Click "Actual array" button to convert to actual array graphics. When converted to a real
array, the graphics can only be processed by a vibrating tool head. Therefore, you are advised to use

a virtual array for an intelligent dual-headed computer.
- ‘ | Actual Array | |
—MNesting
Width [200.0  Height  [600.0
Rotate 90 «| Interval 0.00
[ Mirror \r‘ Auto HActuaIArray
—Results
Rows |57 Columns |57
Totakx 285.3 Totaky W
RX W RY W

[ Actual Array

—Mesting

Width IQUU.U Height 600.0
Rotate I an vl Interval 0.00
5

gL

[~ Mirror

Auto ‘ FActual Array

—Results

Rows I Columns 5

Totakx 285.2 Totaky 325.2

RX I 614.7 RY 2747
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1.4.6.2.2 Manual nesting

Import the graphic elements that need to be typed, and click the manual nesting button on the

tool bar to pop up the manual layout setting interface. As shown:



10

My L

=4y &N

3 Group

a Craun
4/-_ "'\‘ . - S
v i | Auto Fill
Single Total Height
: Height{mm): {mm):
B i ) Single Width 0 Total Width
K [N Lt {mm}): {mm):
Num Interval
v | 10 ‘ ! Fill
i
X 10 1
¥ Odd Row Spacing(mm): 1.00
" Even Row Spacing{mm): 1.00

" ©dd Column Spacing{mm): ’T
" Even Column Spacing(mm): ’T
" Row Misalignment{mm): W
" Column Misalignment{mm): 0.00

Move Distance(mm): 1.00

Row Mirraring
[ x

-

-

Column Mirroring
[ x -

-

Convert to Solid Graphics

* (Odd Row Spacng(mm):
(" Even Row Spacdng(mm):
(" 0dd Column Spacing{mm):
(" Ewven Column Spacdng{mm):

(" Row Misalignment{mm):

]
0.00
0.00
0.00
0.00

(" Column Misalignment{mrm):

Move Distance(mm):

Row Mirroring

[ x

Bakkl

Down

Auto
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Even Row Spacing (mm):

(" Odd Row Spadng(mm):

a
* Even Row Spadng(mm): 10
(" Odd Column Spadng{mm): 0.00
(" Even Column Spacing(rmm): 0.00

" Row Misalignment{mm): 0.00
(" Column Misalignment(mm): 0.00

Move Distance(mm): 1.00

Down
Row Mirroring

™ x Lx

Caolumn Mirroring

™ x Lx

Convert to Solid Graphics

Mum Interval

Fill

X: 10 0.00

S " Odd Row Spacing(mm): 0.00

AT
Y I"' ‘I\: Even Row Spadng({mm): 0.00
i s

E * Odd Column Spacing{mm): 10

"

=
I

I L ,' " Even Column Spacing{mm):

" Row Misalignment{mm): 0.00

" Column Misalignment{mm): -

P

Move Distance{mm): 1.00

[ et | | right |

Row Mirroring

™ x v
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Even Column Spacing (mm):

- S - s o o - s - s - s - s 1
1~ ¢ W vy v Wy e s Y] " Mum Interval
1 1 | 1 11 | L 1 |
'\-\_\_ AN S I LY at Y “n £ ¥
N e R e e : | 10 |0.00

|
“ N FIRN IS s . FEEN IS 7 " Odd Row Spacing(mm):
= = ERE
(™ Even Row Spacing(mm):
”
F A T Y " 0dd Column Spacing(mm):
{* Even Column Spacing(mm):
-
P o v T e AV (" Row Misalignment{mm):

A (" Column Misalignment{mm):

! ! H ] H ! T ] ! | | Move Distance{mm):

w [=-] =) [=r] [2a] -y [FL] Ma
LA L AN AN L - SN

w .

_

Py

-

Eai

-

AT

.

=g

EEE Y

.

T

.

3-%

I

2o wmd weg pmd wedl wedl g w-g | Lert | | right |

" 4 TN o~ I ~ IS I F;
_e . e e e e
S < = AT Eiah
10 -« W v v N W [ i \ c—
I 1 1 1 1 i 1] i | Row Mirraring
\\-.._.a)l\-u.._,.a'.’ \-u.._,.a’hx_.a)l \\-\._,.ah-u.._,.a"l \-\_'.a)l\\._,)l [ x ¥

Num Interval

k& |10 |0.00

10 0.00

" Odd Row Spacing(mm):

Fill

|

" Even Row Spacina(mm):
" Odd Column Spacing(mm):
" Even Column Spacing(mm):

* Row Misalignment{mm):

[
=

" Column Misalignment{mm): 0.00

1T
EEE =

i

Move Distance(mm): 1.00

| Lert | | Right |

Row Mirroring

T x (R

Column Mirroring
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Column Misalignment (mm):

- s - -~ - s - s
” R L o T R o T e .
‘IJ ¥ . v 1 v ¥ \i' " Odd Row Spacing(mm): 0
T T A 4o ! 2 . Auto
E N e N L " Even Row Spacing(mm): 0
hs
8 A A \L A I A 1 | 7 Odd Column Spacing{mm): 0.00
™ Yo “V‘i“{ R %"~ | | T Even Column Spacing(mm): 0.00
o A A A 8 A 1 o
A N L - S-S H\lﬁ Row Misalignment{mm): 0.00
i VTR VTS VTR VTS -
R A A ‘I\ A I A Y * Column Misalignment{mm): 10
:‘-_.:: Y . >_< ~ ) ;‘-_.:\ Y ) ':-_.;: . F
¢ vl “ET v Pl v FoR Move Distance{mm): .00
5 ¥ \. v w u ¥ . :
- LY - . - - LY
P R B AP A B A S 4 Up
6 ¥ . %% 1, ¥ u ¥ g
b A b A ; A ).I\ A f] [ ] [ ]
'\:_._.d' a, e N T a, e
PR I A T
¥ ¥ . v i v ¥ . Down
b ¢ A / ” .fl\ A .f]
TR mor P T ——
i "\V:#\x’ \\V?—’{{’ "\V>—<\‘f "\Vﬂ\ Row Mirraring
/| b
- A X A ., A I A | [ x ¥
e fom—r s )’j:_;\\ Ae— £
Ia wETE s wETE g VETE s v ETE Column Mirrarin
9 vy vy v T v 9
. A A / I A 1 I x [y
g \\-.. /'f - \\-._ /)l s \\-.. /)l =g \x._ z'.l
.ll]j Y f‘_"\\f \V—'_'\ I \Vf_\\‘j \Vf‘_"\\
. ,1‘“ A \L A I, A ] Convert to Solid Graphics
Y ;o PN Ao Y r
- - -~ - - -

You can also use the "Move Distance" button to fine-tune the row and column misalignment. Just
enter the distance you need to move.

Move Distance(mm): 1.00

Dawn

The row mirror and column mirror can be checked when necessary.
Row Mirroring

[ X [y
Colurmn Mirroring
X [y
Convert to Solid Graphics l

You can also use [Fill] to perform the array directly. As shown:

1500 :_'nlnn | Waork Arm}fl
Auto X | rAmay
Mum Interval
Width 1100.000 x: |10 | 1.00 ™ Reverse

y: |1n | 1.00 [~ Reverse

Height W mm
Hori Interval IT mim [ Fill
Vert Interval IT mm / _
)
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Automatically fill the format: Import the graphics and set the corresponding parameters, click OK!

x>

|

|

Auto Fill
Single - |41. 13 Total Height

|41.13

Material Height (Y):

o

Height{mm}: {mm}:
Single Width 41.13 Total Width |41. 13
_[m'! 3 {rmie
| Auto Fill it
Material Width (x): ao0

V¥ Auto Adjust Array Parameters

v Autom Adjust Line Spacing
¥ Auto Adjust Column Spacing
¥ Auto Adjust Mirror

[ Quick Nesting
Min Spadng{mm): 0.00
Ok | | Cancel |

The primitives arranged in the above nesting methods are all virtual arrays. The virtual array can
support dual-head mutual shift processing, but the path optimization function is invalid. If you want
to use the path optimization function, you only need to convert the virtual array primitives to real
arrays. can. Click the [Convert to solid Graphics] button, and the double-head mutual movement

function is invalid.
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* Odd Row Spadng(mm):
" Even Row Spadng({mm):
" Ddd Column Spadng{mm):
™ Even Column Spacing{mm):
™ Row Mizalignment{mm):

™ Column Misalignment{mm):

Move Distance(mm):

Up

por — L]

|o.00 Auto

Il.ﬂﬂ

[ cere |

[ Right ]

Down

—Raow Mirroring
I x

fl_v

rd

— Column Mirroring

™ x / ry

Convert to Solid Graphics

1.4.6.3 Feeding

Set the feeding times and feeding length of the file. For details, please refer to the feed processing

and partition for over range of the example application.

1.4.6.4 Manual sorting

Select the graph in the list and click Up or Down button to change the order. Click twice on the

sequence number in the list to modify the sequence number. Click [Reverse Order] to reverse the

order.
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Order | Type Color

Rectangle
Rectangle
Rectangle
Rectangle
Rectangle
Rectangle
Rectangle
Rectangle
Rectangle
Rectangle
Rectangle

1
2
3
4
3
&
7
8
9
1
1

0
1

[ Up H Down l [ Reverse Order

1.4.6.5 Graphic movement

Enter data and move graphics accurately. Check [Duplicate], and after moving, copy and generate
selected graphics.

Work | Array | Feeding Graphic Movement |

Grahpic Precise Moverment
[ Duplicate

chle
o
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1.4.6.6 Axis control

Work | Array | Feeding Axis Control

Current Position

™ From Machine Origin

Distance 100 mim
Speed 200 mmy's

X+

¥+

Z- Harming Z+

™ From Machine Origin

Rotation angle ] deg
Spinning speed 3 rfs
- Homing U+

[ Current Position] : Obtain machine coordinates.

[ From Machine Origin] : Starting from the origin, move the specified distance at the specified
speed.

[ Direction Keys] : Press the direction keys to move each axis.

[ Homing] : Move to the origin coordinate.

1.4.6.7 Curve smoothing

The curve smoothing function applies to those elements whose lines are not smooth or which
caveman broken line nodes. Users can perform smoothing operations according to their own
requirements.

1.Click the software [Functions] — [Curve Smoothing] as shown in the picture:
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Module(M] Configil) Tools(T} Window(A)

~  Array @ ] am

+  Feeding

Sort Manually & D
Graphic Movement 1 | 0
%

Axis Control

. Curve Smoothing
Projection
Import Gallery
One-click Settings
Statistics
Mark Cutting ~ foooooee- !

2. There is an extra "curve smoothing" option in the work menu bar of the software. Click to switch
to this function.
As shown in figure:

Work | Array | Feeding Curve,Smoothing |

— Smoothness
| g
| 50%
Length I 10.100 mm
Angle 60.0 "
[~ Smooth Sharp Comers D
[ Tex ]
[ Apply l

Users can drag the smooth bar to smooth, or input the maximum length of lines between curve nodes
and the maximum Angle to smooth, click "Test" to check the smoothing effect, and click "Apply"
to apply the effect to the original picture. As shown in figure:
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Before the smooth /’r

After the smooth

[ Smooth Sharp corners] : Rounded corners with many nodes in an Angle range.

¥ Smooth Sharp Corners [:]

Angle Range

: 90

Before the sleek: After the tact:

o N

§ —

e - s

1.4.6.8 Projection

Use with a projector. For details, refer to the document projection manual.
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1.4.6.9 Import gallery
When the dxf file is in the form of a gallery, please use the import gallery function. Select [Module],

[Import Gallery], open the dialog box, click Ll to open the file, click and to turn

pages. Select the graph in the graph list, double-click the right button to import the graph into the

editing area.

x
| dxf | sum |
**| 3f5208m08 09 g;... | 13
+ << | 1/3
FY
M08_6-12_DX
F 4208
M0g_5-12_DX
F_&20-6 5
303.80%171.97 mm
M08_6-12 DX
F_420-7
0873 T5.12 mm
M08 6-12_DX
F 4207 5
3136741 78.28 mm
M0S_5-12_DX
F_420-3
318.88%177.98 mm LI

1.4.6.10 One-click settings

Three groups of motion parameters can be set fast, medium and slow, corresponding to different
processing materials and processes. Click [Save] to write the parameters into the control card. Back
up parameters through [Import] and [Export].
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Wurk| Array | Feeding One-click Settings |

One-click Settings -
X b

Max Speed 400 330 mm/s
Stop Speed 15 8 mm/'s
Acceleration 2000 1200 mimis2
Jerk 480000 |40000 mmis3
Default Idle Speed 330 mmis
Idle Acc 1200 mmis2
Idle Jerk 60000 mimi=3
Min Accelerate 400 mmis2
Speed Factor 2

| Save |

| Import | | Export |

1.4.6.11 Mark point cut
Mark point positioning and cutting function. Please refer to Mark dot cutting instructions for details.
1.4.6.12 Statistics

When downloading files and setting order information, in the statistical function, you can read the
file processing information of the control card.
1. Click [Register] first, enter the verification code 00000000, and then create an administrator
account and password.
ID' and Password X

D I 12345673 - I
Password I

| tosn | [ Regstr | | Moy

2. Click [Login], select the administrator account and enter the password to log in.
3. Click [Operator] to create an operator account and password.
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4.  Click the extended button in the download dialog box and enter the operator and order

information.

Operator Login 4

File Mame hid
Employee ID  File name Manufacturer Order Mumber Target Yield

|25n?1810 [12345678 +| [25071810 |11 1 39999

5. When the order has been processed. Enter the statistical function page again, set the start time
and end time of the query, and in the upper right corner drop-down box, select the
corresponding machine port, click the [Read] button to read the machine record.

6. If you need to clear machine records, click [Del Device Record].

Machine Status *

Device Na... | Start Time | End Time | working st.. |

2021/01/25 00:00:00 | 2021/01/26 000000 [ldle |

Delete All Records
Read

Status

L]

Operator

Del Device Record

7. If you need to clear all the records that have been read and saved in the computer, right-click
and select the list and select [Delete All Records].
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Search Result

*

Date I File ITII'HE I Quantity I Employee ID I Manufactur... I Order Number I Target Yield I
2021/01/29 11:37:47 25033420 00:00:01 1] 011 018 1] 1]
2021/01/29 11:37:52 29033420 00:00:00 1] 011 019 1] 1]
2021f01f29 11:37:54 23033420 00:00:01 ] 011 013 ] ]
2021/01/2% 11:37:56 28033420 00:00:01 1] 011 018 i} i}
2021/01/29 11:37:58 25033420 00:00:00 1] 011 018 1] 1]
2021/01/29 11:37:59 25033420 00:00:00 1] 011 019 1] 1]
2021/01/29 11:38:02 25033420 00:00:02 1] 011 018 1] 1]
2021/01/29 11:38:06 29033420 00:00:02 1 011 019 1] 1]
2021f01f29 11:38:10 23033420 00:00:02 2 011 013 ] ]
2021/01/25 11:38:13 28033420 00:00:02 3 011 018 i} i}
2021/01/29 11:39:58 25033532 00:00:02 1 022 018 1] 1]
2021/01/29 11:42:03 29033532 00:00:29 15 022 019 1] 1]

Export |

1.4.7 Group

It is able to group the graphics in the same layer or different layer. Select the graphics need to group.

o
Then Click “Group” button ,J.Before:

After:

5

N

2

[

3

Path

[ Order By Layer
¥ Inside First

Start Point Path
Upper Left _+| || © Shortest Path
© X Unidirectional

X Bi-Directional

[~ Height  |0-500 mm

- Conver Point
Original <] || & ¥ unidrectonal I~ Clockwise
Y Bi-Directional I~ CounterClockwise
[V Choose Comers || ¢ Original Path I OUT COW TN OW
[~ Closure Compensation I~ Dislocation Handle
1.000 mm
0.000  mm
[ prevew | [ o ] [ cncel |

Note: The cutting path is changed when use the group function.

"

>

Device

’7 Device | [1:1_oooooono -]

[ Paramet

Power | Speed | Mode | Hide
6.50 300.0  Engraving No
9.00 300.0 cut No

( .

Device

[ pevice | [1:T1 00000000 |

rParamet

Power | Speed | Mode | Hide
2 ) 300.0  Engraving No
9.00 300.0 cut No

( ,

A | T ostep

1=

- Control

V| Lsser

I Output Selected [T Start From Selected

[ Start HPauseonntmue H Stop ]

[ Feme [ preview ][ pownload |
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1.5 Output processing

1.5.1 Layer parameter

Layer parameters are set for colors. The graphics in the same color are used the same layer
parameters. There is a layer parameter list under the "work" interface of the right side of the dialog

box toolbar of the main interface.

— Parameters

| Speed | Mode | Hide |
400.0 Vibrating kn... Mo
o000 Penl Mo
(wo ) (w]

In the list, if the color order is topper, then the graphic in this color will priority to be processed.
After a layer is selected, click the [Up] or [Down] button to change the processing order. Click the

[Auto] button to automatically sort.

Select a layer and double click the mouse to open parameter setting dialogue box as the figure shown

below.

Layer Parameters

Layer

‘ Color
Cut Speed:
Idle Speed:

" Punching

" Disable
|4[][].[][]
|4[][].[][]

=

mmy's
mmy's

ok | |

Cancel
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[Mode]:
» [ Cut] : Vibrating knife cutting
»  [Pen] : Brush drawing, currently only supports 1 brush.

Choose a brush: " panl

>  [Punching] :Select punching processing.
®  [Select Punching] : Either a small punch or a big punch (depending on whether the
machine supports multiple punches).
®  [Hole spacing] : The spacing between holes.
® [ Center punching] : If it is in the graph center, only punch holes once in each graph

center.
Select punching: = Small punch
™ Big punch
Hole spacing: |5III.EIEIIZI
¥ Center punchir
: Click the extension button, and the dialog box for setting the cutting extension

function pops up.

Cut X

[T Delay After 0.000 g
[~ Pause After Layer Processing

[ Repeat Times 0
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[ Delay After] : Time to stay in place after finishing the layer.

[ Pause After Layer Processing] : After the layer is finished, return to the machine origin and pause.

[ Repeat Times] : Set the number of iterations of the current layer or a layer.

After you adjust the parameters, you can use the "” and " P " functions.
Import . . .
: Import the saved parameter values to avoid debugging again

Export
: Export debugged parameter values for future use.

1.5.2 Route optimization

Before downloading graphics, in order to make it to process in specific route, and to improve the

processing speed while optimizing its route, click [Download], and then click [Path] button. Or click

g0
the path button _“"® on the tool bar.
Work
[ Output Selected
[ Start l [ Pause/Continue l [ Stop
[ Frame H Download l
Download
Device Documentation
Mo. MName Download
Download OUT File
Save OUT File
Refresh | |
| | path

After clicking the "Path" button, the following interface appears:
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Path X

— Start Point

~Path——————— —

- % Shortest Path || L e RS Lo Ak
|Upper Left J shortest path ¥ Inside First
™ X Unidirectional

" X Bi-Directional ™ Height |D.5c|c| mm

—Conver Point

|Nearest j ¥ Unidirectional ™ Clockwise

¥ Bi-Directional [T CounterClockwise
[¥ Choose Comers | ¢ Original Path [T DUT CCW IN CW
[T Closure Compensation I Dislocation Handle

Il.UUU M
IIII.EIEIEI mim

1.5.2.1 Route optimization type

Route optimization includes: Shortest Path, X Unidirectional, X Bi-Directional, Y Unidirectional,
Y Bi-Directional and Original Path.

[ Shortest Path] : For non-arrayed graphics, take the shortest moving distance route of cut head as
the processing route.

[ X Unidirectional] : For arrayed graphics or graphics of regular arrangement, process from left to
right by lines. The processing direction of closed curve in the same line should be the same, either
anticlockwise or clockwise

[ X Bi-Directional] : For arrayed graphics or graphics of regular arrangement, process from left to
right in S shapes, either anticlockwise or clockwise. (e.g., some line is processed from left to right,
and the following line will be processed from right to left.)

[Y Unidirectional] : For arrayed graphics or graphics of regular arrangement, process from top to
bottom, closed curve of the same column should be processed at the same direction, either
anticlockwise or clockwise.

[Y Bi-Directional] : For the array graphics or regular arrangement of graphics, processing from
the top and bottom direction S column, counterclockwise or clockwise. (example: one column is
processed from top to bottom, and the next column is processed from bottom to top.

[ Original Path] : No optimization for any route. Without clicking the “Path Opt” check box to
choose the original path.

1.5.2.2 Additional parameters

[ Start Point] : Indicate the graph starting point from which work starts (upper left, upper right,
lower left and lower right, etc.).

[ Order by Layer] : Whether optimization can be conducted in the inside layer or is allowed to be
optimized across layers.

[ Inside First] : First process small graphs inside and then process outer bigger graphics.
Confer Point:
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®  [Nearest] : Modify the original graph starting point to make traveling shifts distance became
the shortest.
® [ Smooth] : Modify the original starting point and to make the speed change become gentlest.
®  [Original] : The starting point whose original graph is not modified (applicable to manually
specified starting point or graphs added with lead).
[Choose Corners] : Modify the processing starting point to the corner position of the graph.
[Height] : Specify the area for path sorting, after processing one interval, continue processing the
next one
[ Clockwise] : After checking, the direction of the graphic element is invalid, and the cut head will
cut clockwise when cutting.
[ Counterclockwise] : After checking, the direction of the graphic element is invalid, and the cut
head will always cut counterclockwise when cutting.
[Out CCW in CW] : After checking, use a counterclockwise path when cutting external graphics,
and a clockwise path when cutting internal graphics.

1.5.2.3 Dislocation handle

When processing parts size is inconsistent or sealing dislocation occurs and thus causing working
piece failed to be cut, click the option and the problem is solved. Click check box of dislocation

handle ™ Dislocation Handle , no matter whether the route is optimized or not, dislocation treatment

is conducted.

|¥ Dislocation Handle

Il.[][][] mm

1.5.2.4 Closure compensation

When materials are cut, the sealed part of closed graph may not be cut or carved. The software has
a function of "closure compensation" to over cut a certain distance at the sealed openings to solve
the problem. Set the distance value according to the actual need. Click the closure compensation

check box, execute closed compensation no matter route is optimized or not.

¥ Closure Compensation

IU.UUU mm

1.5.3 Work preprocessing

1.5.3.1 Frame preview

Before processing, frame preview can be selected to check the dimension side of the processing
graphic. Software main interface on the right side of the dialog box toolbar "Work" page is as shown

in the figure below
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—Work
[T Output Selected [ Start From Selected

[ Start ] [ Pause/Continue ] [ Stop l

[ Frame H Preview H Download l

Click [Frame] button and the following interface is shown.

Frame »

Speed 200.0 VI White Margin | 0.000  mm

If there is currently a graphics file, let the machine take the current registration point as a reference

point, according to the current file's outer rectangle to go through, according to the speed defined in
the process of movement. The right side of the dialog box toolbar "Work" page is shown in the
figure as below:

[ Speed] :The speed at which the cutting head moves along the border.

[ White Margin] :Follow the reserved width of the distance to the border.

1.5.3.2 Preview

In the "Work" page of the dialog toolbar on the right side of the main interface of the software, as
shown in the following figure:

—Work

[” Output Selected [ Start From Selected
[ Start J_LE'H use/Continue l [ Stop l
[ Frame l Preview H Download l

The working file to be downloaded to the machine can be processed in simulation to check the
processing route, etc.
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\I’ ‘:‘
000

r: 3 Processng detance:S4.11 Empty daance:30 82

[ Start] : To start the processing of simulation.

[ Accelerate] : To speed up the simulation process.

[ Decelerate] : To reduce the simulation processing speed.

[ Pause] : Pause the simulation process.

[End] : Stop simulation processing.

[ Estimate] : To estimate the processing time of the file (need to read the parameters of the control
card).

[ Processing distance] : The total cutting distance.

[ Empty distance] : The total distance moved when knife is up.

[F4] : Track preview can be zoomed and displayed by scroll wheel. Press the F4 key on the
keyboard to zoom the track preview window to an adaptive size.

1.5.4 Output processing

After the processing parameters is set, output processing can be conducted, as shown in the fig.

below
—Work
[T Output Selected [ Start From Selected
[ Start ] [ Pause/Continue ] [ Stop l
[ Frame H Preview H Download l

[ Start] : Download the current file to controller and take the files as processing files to start work
directly.

[ Pause/Continue] : Ito continue or suspend processing.

[ Stop] : Stop processing.

[ Output Selected] : In the graphics editing area, only the selected graphics can be output for
processing.

[ Start From Selected] : The starting point of the selected graphic is used as the positioning point
of the graphic.
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[ Download] : Click [Download] button and the following dialogue box would pop up.

Download o

— Device Documentation

Mo. | MName Download

Download OUT File

Save OUT File

Refresh || Processing |

Delete || Delete Al | Path

[ Download] : Download the current file to controller (will not directly work).

[ Download OUT File] : Download the out file saved before to controller (will not directly work).

[ Save OUT File] : Save current file in processing format (*.out file type) to designate path of the
computer.

[Path] : Set the work path.

[ Device Documentation] : Click [Refresh] to read all the processing files on the control card.
Select the file to be processed and click [Processing] to start the work. Click [Delete] to delete the
selected files, and [Delete All] to delete all the processing files on the control card.

1.5.5 Manual control

Single - axis movement can be controlled by arrow keys. After "Step" is enabled, input the relative
distance (mm) of the cutting head to move in the middle of the direction key to perform the step
movement. [origin] Used to set the manual button location. Z axis and U axis move through the

to switch

— Control

[~ Step

omg

1.6 Case application

1.6.1 General output processing

This section offers an application example. To open a ready graphics for editing and fill layer
parameters and then download to the processing program.
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1) Open file

File(F)  Edit(E)
New(N)

Module(M)

Open(0)... 4

Close(C)
Savels)...

Import(l]...
Export(E])..

1 ChAutolaser\World.carving

Exit ()

Config(C)

Tools(T)
Ctrl+M
Ctrl+ 0

Ctrl+5

Ctrl+l
Ctrl+E

As shown in figure, click [File] — [Open] in the main menu and open dialog box would pop up.

Find the saving route for “001.DST” and then Click [Preview] and the file preview could be seen,

then click open to

open the file.

Look in: I

g
Quick access

Desldtop
-J‘I
Libraries

L2

This PC

@

Metwork

DSBxis = & B E-
Mame a Date modified Type ™
[ 001,057 10/14/2013 10:28 ... DST Fil
I:] 202.05T 472572014 &21 PM D5T Fil
D DH13.05B 8/4/2013 8:31 PM DSE Fil
D DH18.05B DsE Fil
D DH149.05B DSE Fil
D DH20.D5E DSE Fil
I:] DH22.05B 8/472013 8:31 PM DsE Fil
D DH23.05B DSE Fil
D DH24.D5B 8/472013 831 PM DEE Fil
I:] DH25.05B DsE Fil
D DH2e.D5B DSE Fil
D DH27.05B DsE Fil
[ ' DH28.D5E DSB Fil ¥
£ >
File name: I{I'I}1 j Cpen
Files of type: | Al Files(™) | Cancel |

2) Edit

¥ Preview

[~ Combine Mear Lines

[~ PLT/DST/DXF Smooth

[~ DST/DSB Fifter

[ Rotate 90°

[T Import DXF Text

™ Round

[T Remove Overlapping Lines
[ Automatic Closing

L - ]
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Once turned on, in the menu, turn on Curve Smoothing. Select all the graphics, click Test, apply it
to smooth it, and the curve is rounded.

T?n 7?5 Tﬁn 75 77\n 7?5 Work | Array | Feeding Curve Smoothing
A
~Smoothness
|
| 50%
Length 10.100 mm
Angle 60.0 *
I‘.} /_ﬁ)___/' [~ Smooth Sharp Corners C]
S )/ : / Apply
! .
..... e

Of course, you can also smooth the graphics before opening or importing. There are many graphics
processing options in the lower right corner of the open file dialog box for customers to use.
Customers can check the corresponding graphics processing functions according to their needs. By
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default, the software selects the three options of preview, PLT/DST/DXF smooth, and delete

coincidence.

File name: IDD'I j Open

Files of type: | Al Files() | Cancel |
P ¥ Preview

[T Combine Near Lines
W PLT/DST/DXF Smooth
[~ DST/DSB Filter
[” Rotate 00°
[ Import DXF Text
[ Round
T [V Remove Overlapping Lines
[ Automatic Closing

L. ]

If you need to set the radius length of the round, the tolerance setting for deleting the coincidence

line, the distance setting for automatic closing and adjacent merge, click the expand button

in the lower right corner of the open file dialog box, check the corresponding

parameter and set the parameter That's it. As shown:

— Comhbine Mear Lines
¥ Remove the Cross

Reference Distance ), 10
—Round
Radius 5,00

—Remaove Overlapping Lines
[~ Inside the Layer

Tolerance 0.80
—Automatic Closing
Reference Distance 1.00

3) Work parameters setting
Double-click on the Layer list option to open the layer's parameter edit dialog. If the machining
mode is vibration knife cutting, select "Cutting", fill in "speed" parameter, and click "OK" to finish

editing the machining parameters.
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a?n 10:30 11:30 12:30 13:30 | Work |Array | Feedlngl
~ ~Device
| Layer Parameters % |- IDef:TC_UUUOUUUU |
f ] —Parameters
J | e I
| Speed | Mode | Hide |
Mode « cut 1 400.0  Vibrating kn... No
Color  Pen
E;  Punching
" Disable
Cut Speed: |4gg_gg m/m
Idle Speed: |4gg_gg
/s [ Auto l [ Up ] [Down l
—Control
A | I step
<~
—Work
I Output Selected I™ Start From Selected
[ Start l [ Pause/Continue l [ Stop l
< >
N [ Frame H Preview H Download l
[ oK l [ Cancel l

4) Download

After editing the graphics and filling the processing parameters, downloading can be conducted.
Select communication mode before downloading (Details could be referred to communication

specification) and plug in corresponding communication cables.

Click [Download] button and dialog box would pop up.
—Waork
[~ Output Selected

[T Start From Selected

Start l [ Pause/Continue l [ Stop l

Frarme l [ Preview

” Download l
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Download -
Device Documentation
MNa. MName Download
Download QUT File
Save QUT File
Refresh | | |
| | | Path

If you need to optimize the path, please click [Path], select the corresponding processing path, and
then click the [Download] button to pop up the file name input dialog box. The length of the file
name cannot exceed 8 characters, otherwise the excess part will be discarded. Click [OK] to
download and wait for the download progress bar to finish, and there will be a beep on the control
card, indicating that the download is successful, otherwise the download fails. At this time, you need
to check whether the communication line is connected, and then try again.

File Mame bl

)

|121212ﬂ

1.6.2 Intelligent double shift processing

Using virtual array functions with added extra leftover material graphics can realize the leftover
material function. As shown in the fig. below.

1] | 100 200 300 400 Wi A
ork Armay
P PRI B PR S T T N S S S S S T
- T e eme e - ~
T T T T T T T T T T T Array
i 1 i i 1 i 1 ] i |
O S S S - Mum Interval
e et e e e e e et e e e
Y e Y Y e T Y 1 0.00
1 1 i 1 i i 1 i 1 | i i = . [ Reverse
O ~ o )" a )" o~ o~ o~ ;
e e L T e LT L .
EETA T E - E A T - LT T T - T
¢ W W W W W W W s nd Wt 3 ¥: |1 |D'DD |_ Reverse
1 1 1 1 1 1 1 1 1 1 1 1
" N RS Al I RS A I Il A A ¢
‘3_ T ST T T T _f\. T T B T 'Il
; W w W w w o W W W W - Fi
1 1 i 1 i i 1 i 1 ] i |
. # e # .ﬂ B o B I o e s
- _ _ _ _ _ LA _ _ s
EAat EEb AL -] T=i T8 T-4 F-i D%
. o o v o o v w o W o "
1 1 i 1 i i 1 i 1 | i i -
. # ~ # -~ )" a )" o~ o~ o~ ;
w e e e e VA LR s
Y R Y Y Y A DV AV Y 1
.
1 1 i 1 i i 1 i 1 ] i | - +
. # e # .ﬂ B o B I o e s
ho - - —_ - - - e - - -
e e T 4 L e A
o e it i W et i W ki nd wt i +
1 i i i i i i i i I i |
A3 Fa Y Fal ) Ay Faly FA fal FA) o o -
- LA _ _ _ _ _ e s,
P RV R P A vl T T T
. . . . . . . .
1 1 i 1 i i 1 i 1 | i i Actual Array
. # ~ # -~ )" a )" o~ o~ o~ ;
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If the machine is an intelligent double head model, it will automatically work in separate mode when
virtual array is being cut. When the end of the leftover material is cut, closest cut head will be
selected automatically to work.

If dislocated material layout is required, two or more graphics could be arranged manually first, and
then conduct grouping. After grouping, virtual array would be conducted.

Virtual array direction is controlled by machine coordinate system and the anchor point position.
Choose "Reverse" to modify the corresponding direction of the array.

1.6.3 Feed processing

For machines with installation of the feeding device, working-feeding - working cycling mode can
be realized.

First, open the feeding page to enable the [Feeding] function in the [Module] option in the software
menu bar. After it is enabled, the [Feeding] function dialog box will appear on the right toolbar of
the software, as shown in the figure:

) Module(M) Config(C) Tools(T)
o Array
_. Feeding

= Sort Manually \

= Graphic Movement
Axis Control
Curve Smoothing

I L

Projection

Import Gallery
One-click Settings
Statistics

Mark Cutting

~Feeding Repeat
W Apply

Feeding Times 333

Feeding Length 0.000 mim
Feeding Delay 0.000 s

To use the feeding function, first check the [Apply] button. If no feeding is required, do not check
the [Apply] button or set the [Feeding Times] to 0.

[ Feeding Times] : Refer to the times for working and feeding. If working process is conducted
once, feeding is conducted once. And this working cycle would be continued as such.

[ Feeding Length] : Refer to the length of feeding.

[ Feeding Delay] : Refer to the delay operation after feeding.
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After the parameters is set, the [Apply] button need to be clicked. If feeding isn’t needed, do not
click the [Apply] button.

1.6.4 Partition for over range

If the processing file length is too long and exceeds the vertical dimension of machine, and if the
machine has the feeding function, large file segmentation processing function could be started.
Parameter settings for large file segmentation

—Partition for Over Range

¥ Apply

Length 950.000 mm
Y Compensation |0-000 mm
X Compensation |0-000 mm

[ Virtual Array Processing
™ Multiple Heads

Number

Distance 0 mm

[ Length] : The parameter should be no greater than the vertical dimension of the machine.

[ Y Compensation] : When feeding movement deviates in the vertical direction, and cause
dislocation of graphics, compensation coefficient should be set to compensate feeding deviation.
This parameter test needs only to be done for once.

[ X Compensation] : When feeding movement deviates in the horizontal direction, and cause
dislocation of graphics, compensation coefficient should be set to compensate feeding deviation.
This parameter test needs only to be done for once.

Test method:

If the height of the breadth side is 600 mm, draw vertical lines to 600 mm, set segmentation reference
to 590 mm and compensation coefficient to 0, click [Apply] button. Machine processing process is
as follows: Cut head move and cut from 0 to 590 of Y direction, then it feeds 590 mm distance.
Then Cut head returns to position of coordinates Y 580mm, and cut to coordinates Y 590 mm.
Check the test result.

86



The long line below is 590 mm, the short line above is 10 mm, if the Top bottom direction offset is
0.2mm, then the top bottom repay is 0.2. If the left right direction offset is 0.3mm, then the left right
repay is 0.3.

After the compensation coefficient is measured, every time a large file is segmented, modification
of different segmentation reference doesn’t require testing compensation efficient again. When the
machine structure changes, or become aged after using for a long time, compensation coefficient
could be tested again by using the same method.

[ Virtual Array Processing] : Supports segmentation of virtual arrays and does not convert virtual
arrays to solid graphics. This option is suitable for the situation where there are virtual array graphics
and solid line graphics in the graphics.

[ Multiple Heads] : After enabling, you can make multiple heads process the same graphics, you
need to set the interval between the two heads.

[Number] : The number of cut head.

[ Distance] : The internal between the two heads.

1.6.5 To extract the contour

TR,

. . . ) . .
First open the picture and click the menu bar button =" The "Extract Contour" function box will

appear. After setting parameters, click extract contour to confirm. As shown in figure:
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Extract Contour X

Threshold {0-255):

f—— |15
Smooth (0-100):
JI 40
Expansion {mm): 0.00
Minimurm size {mm}): 200,00
Maximum size (mm}: ’M

[ Hollow Out

Extract Contour

]
/ l

[ Threshold (0-255)] : The higher the threshold is, the more contours are extracted, while the lower
the relative threshold is, the fewer contours are extracted.

[ Smooth (0-100)] : Smooth function on the graph line is not smooth, the user can drag the smooth
bar to smooth.

[ Expansion(mm)] : According to the user requirements of the outline of outward extension, a unit
of Imm.

[ Minimum size(mm)/ Maximum size(mm)J : The maximum and minimum size area of the outline
required by the user is Imm per unit.

[ Hollow Out] : After selecting the hollow out, the inner and outer contours are extracted together.
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