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Safety

Laser Safety
The output of the CO2 engraving laser is fully contained 1n a Class 1 enclosure during normal op-
eration. However, the output beam of the Alignment Laser (visible red diode laser) Is accessible

& to the operator during normal operation. While this device employs the same technology as a
held laser pointer, it Is potentially hazardous it its beam Is directed into the eye.

GENERAL OPERATION PRECAUTIONS
The laser operator should observe the following:

® NEVER operate the machine with any of the panels removed. Be aware that removal of any portion of the
cabinet will greatly increase the risk of injury and/or fire. Remember that the CO2 laser beam is invisible!

® NEVER operate your machine unattended. There is a significant risk of fire if the machine is set improperly.

o ALWAYS use the air assist, especially while vector cutting. Vector cutting movements are relatively slow and

apply an extremely large amount of heat to the work piece. This builldup of heat can cause a significant fire
risk.

e DO NOT disassemble the machine or remove any of Its protective covers while the unit 1s plugged In.
e DO NOT look into the beam of the Alignment Laser (visible red diode laser)

® NEVER operate the machine without a properly operating ventilation system.  Most materials produce
an Irritating smoke when engraved.

Electrical Safety

supply capacitors adequate time to discharge before accessing the electronics area. Your laser

C The power supply Is capable of outputting more than DC 20,000V. Always make sure to give the
shipped with silicone terminal covers that prevent access to bare wiring

* DO NOT open any of the machine’s access panels while the unit i1s plugged In. Opening a panel may expose
® DO NOT make or break any electrical connections to the system while the unit 1s turned on

® DO NOT access the electronics area with hands or tools unless the unit is disconnected from power.

Fire Safety

Laser cutting and engraving systems represent a significant fire hazard due to the extremely high
temperatures generated by the laser beam. Materials most materials capable of being cut or en-

graved are inherently combustible,Usually, the flame Iin the cut area will go out on 1ts own. How

ever, It 1S possible for the flame to propagate and set fire to the machine and threaten its surroundings.

Experience has shown that Acrylic in all its different forms has been shown to be especially flammable
when vector cutting with the laser. Please also be aware that stacking materials (especially organic materials
such as paper) can lead to increased risk of flame propagation or work piece ignition.

Please read the following warnings and recommendations and follow them closely at all times!

® NEVER leave the laser system unattended during operation.

® KEEP the area around the machine clean and free of clutter, combustible materials, explosives, or volatile
solvents such as acetone, alcohol, or gasoline.

ALWAYS keep a properly maintained and inspected slb or larger fire extinguisher on hand. We recom-
mend a Halogen fire extinguisher or a multi-purpose dry chemical fire extinguisher. The Halogen extin-
guisher discharges a clean, easily removable substance that is not harmful to the mechanics or wiring of the
laser system. The dry chemical extinguisher discharges a sticky, corrosive powder that i1s very difficult to

e ALWAYS use air assist when vector cutting.

e BE CAREFUL when vector cutting. Many materials have the potential to burst suddenly into flames — even
materials that may be very familiar to the user. Always monitor the machine when It iIs operating.

e KEEP YOUR LASER SYSTEM CLEAN - A build up of cuttinghand engraving residue and debris Is danger-

ous and can create a fire hazard. Keep your laser system clean and free of debris. Regularly remove the cut-
ting grid to clean any small pieces that have gotten stuck or fallen through.



Machine introduction

Mirror

Control panel

. Platform up
Rail

Platform down
Main(Emergency) switch

Connect to a computer
Connect USB flash drive

Laser switch
Honey board /Knife sticks platior
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Laser tube

Water outlet

Water inlet

Electrical outlet
Air inlet

ymoke pipe connection
Ground wire '



Instruction manual

Product installation

Install the universal wheel, tighten the screws = Install the bottom of the device = Inst-
all the support beam = Install the chimney pipe.

= All operations should be performed in the case of power failure.

Air pump wire

Water pump wire

Putin to water tank

Drown the pump
In water

Main pawer wire connects electricity

If a chiller/fan is purchased, the operation is as shown below

Machine water outlet must
connect chill ‘s waterinlet =

1chine water inlet must.

eit chill ‘s water ou tﬁt -\

Connect local power




Connect to a computer

4. Turn on the main switch 5. Install the driver 6. Turn on the laser switch

Focus adjustment
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right focus length

The distance between the laser head and the object surface is
the correct focus length.

(Take the focus length ruler as standard)



Panel operation

If you are purchasing an M2/M3 machine, do the following

The buttons on the 6C6879-LEDPAD-A panel are marked with function names, such as the +1% button,

which means that the laser energy is increased by 1%, and so on. TEST button, used to test the laser.

|

- Laser engraving machine ~ The following are some double bond combination operations, do some instructions:

1.0Operators should not
be absent while the
machine is running in

the case of fire. Current Indication maximum 0f99.9%.

2.Check the submerged TEST

cYcye
3.Clear the lead and

eyeglass rail Current Adjustment

periodically. j the laser energy to 0.

- Press the +10% button and the 10% button at the same time to quickly set the laser energy to the

pump when started each
' time,do not use it if
- the pump yields no

Press the +1% button and the -1% button simultaneously to quickly set the laser energy to 50.0%.

Press the +10% button and the +1% button at the same time to quickly turn off the laser, that is, set

Press the +10% button and the +0.1% button at the same time to quickly set the laser energy to 75.0%.
Press the +1% button and the +0.1% button at the same time to quickly set the laser energy to 25.0%

Amperemeter Displays the actual current at work

Press this button in the standby state to make the laser tube light out for light path adjustment
Current regulation Press +10%, +1%, +0.1% button to increase the current, press -10%-1%, -0.1% to reduce the current

Software operation

M2/M3 control system machine software installation
First set the software parameters according to coreldraw1 in Installation 2 according to the following
interface
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Below is the engraving manager of our engraving software:

¥insealXP 14.EX FBAIEHE @ When the horizontal positioning and vertical positioning in the engrav-
ing manager are 0, the engraving head is just positioned at the origin

of the page: so that you do not have to consider how much the border

Plug-ins: Std_Engrave.dll:Build-in sys. Description: Support engraving and cutting and marking. laser head is on the p
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lines is the logical page of the
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sitioning for accurate posi- 1Up IDown __Rotary
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Page size -X
Laser engraving machine plotter (upper left origin as an example)
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If you purchase a RD laser engraving machine, please do the following

Set the laser power of the current
&80 running layer, or set the power of

“Laser” Key.
’ Special function switching.

Reset the whole system.

DOo0
000

a1 0N ¢
a3 IO B9 F%
| Denmns 25 5%
e B
Shift Ese
L] BT
Speed Enter

il To start or pause the work.

@+ Let the Laser to splash.

Pulse

Set the speed of the current run-
ning layer, or set the direction keys’
move speed.

,.HT -
H

. B

v,
=

Stop working or motor axis motion.

f

it

Esc

B Automatic Searching for focus. To stop work, or to exit to some menu

=
v
o L=

. EZ L
Validate the change .

To move the X axes and Y axes or Up,
down, left and right functions

User parameters, factory parameters, language settings, etc.

el £
Menu

ID1E
rame

743 Moving Z axis

To track by the current file’s frame.

A

o Xt
® I¥

Fri}
=F | ™

The management of the memory and u disc files.

e Moving U axis
& r"] Point movement and continuous
L VV4 motion switching .

» . Decimal point.
8 Backspace.

o Digital key 0-9: Used to set parameters.

\

= Set the relative origin.
Origin

After the device is powered on, the following interface is displayed

Graph display Running
area paraneters
_|_ E FileN 01 |
Speed: 300mmy's
MnxPow | 30.096/30.0%
X: - 1502 | mm
Y 1535
Z: | 3000 | mm Coordinate
01
02 200 29 - -
| Graph layer
Running 03 = ! -m narameters
progress bar \
R —
Adle 0000, 00 Count: (99X : 1805 mm Y: 2356 mm connect
Running I Working } dimension Net Status
Status Number

Craph Display Area: To display the whole file’s track, and display the running track;
Running parameters display area: To display the running file’s file number, speed, max poweretc.;

Coordinate display area: To display the current coordinate of XY and Z axes;

Layer parameters display area: To display the layers’ infomation of the current file, such asmax or min power, speed etc. When system is

idle, double click the layer, then users canchange the layer’s parameters and the changing would be saved;

Running Status: To display the current status of the machine, such as Idle, Run, Pause, Finishetc;

Running Progress Bar. To display the progress bar of the current running filc;
ing Number: To accumulatc the work number of the current file.
File Dimension: To display the dimension of the current file;

us To display the connecting status of the Ethemet.



Software Installation
Install RDWORKSVS

1.Turn on your laser machine and make sure the computer and machine are linked;Find the location of the fileo
(As shown in Figure 1)

e [ng E i,l Welcome to use A

Install USB ﬂ:r#ver Unistall USE
CHFG : :
Please waitwhileRG @l minutes.

Info 5 Lenguage: Englash | v
Type: Laser¥ork \
Res |

Origin: TopRight v

- RDWorksV8Setup8.01,.19.exe Size unit: [ g

| Hmﬁ‘.ﬁfﬂ.h‘t \ [JLocate install path
Pluz RDWorks .
Execute theca :
_ | Instd Exit _
' (Figure2) . ..~ ]‘ |

I Canesl I

2.Install the USB driver, make sure the machine is turned on and ensure that the mac'ﬁiine: 'i's connected to the
computer (Asshown in Figure 2)

3.After installation, the icon shows(As shown in Figure 3)

(Figure 1)

Menu bar Graphics bar System bar Align bar

Control panel i

A
9
L BY . : T —
. ' . » - r: | = oo [ s e [}{]
£
RDWorksVE -
- 2 VO ; o e
- f - r: I .'-:.-:':-'pw1
2 E . B g

(Figure 3) (Figure 4) . j"“f mene =S
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4.0pen the software., enter the software operation interface.After start the software, you can see the interface
shown in the following figure. (As shown in Figure 4)

Menu Bar : The main function of this software are available through the implementation of the Menu Bar.Execute the
menu command Is the most basic mode of operation. Menu Bar including:Document . Edit . Draw . Setting . Pro-

cessing . View and Help.
System Bar: On the System Bar, placed some most commonly command buttons which is chosen from the menu.
Gra phiCS Bar: Graphics property bar is the basic attributes of graphics operations, including graphic location, size,

scale, number processing.
Edit Bar : The Edit Bar default on the left of the work area. In the Edit Bar placed frequently used tools to make the

operation more flexible and convenient.
Align Bar: Alignment of the selected objects.

Layer Bar: Change the layer of the selected objects.,
Control Panel : Using the Control Panel to complete laser processing of multiple tasks, Layer parameter settings,

axis control, processing --etc.

LANGUAGE SETTINGS AND MANUFACTURES INFORMATION
In addition to installation process can set the software language type, you can easily switch in different

Ia n g u a g e W EEEEEEEEEE :
. : | =
Language: |Englizh -] B About RDCAM Fa:
Origin! ['I-'ﬁiﬁl.ﬁ'l.t H_ Document F1 |
Size wnit! !r_m --; J i2&/Language » Simplify Chinese
RuiDa ACS 0s: (Wi L |G E} {a tlﬂ C Traditional Chinese
""""""""""" 4 %000 eog ¢ FO
Insiall drive Japanese
-
[ Sama R I NN NN (L
o Trietall cundfa Germa
Polish
[ IIIIII | Portuguese
Spanish
Russian
i 'E!:I:I' T“J.nlllt [ llllll Kﬂr&ﬂn
Vietnamese
ath
["1Plag LazerWork | _ Indonesi
[talian
Ingtall comirsd USH wRT
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(F I u re 5 1 ) Ingtall USE d.'l'i"."ll"l [ Uningetall USE } | | oo F - 5 2
. | 8 | :
g : . igure 5.
l Fxi b Finnich

Click Menu Bar [Help] -> [iE%‘/Languége] “ expand menu, select the required language types.
(As shown in Figure 5.1-5.2)



Text editing (As shown in Figure 6)
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Work mode selection engraving/cutting (As shown in Figure 7)

On this page, you can adjust the carving and cutting speed and power. (Asshown in Figure 8)

Layer Parameter @
‘:--h.-in.dli" r—— T .-.-..-...-—-.—u
L \ Parameter library I P A ————
- Seal: [0.000  mm Advance... | "HE2F 00 B PR
v I S 0uc-ossion NN
- == s BB OF B ARG ® ) < XwO@FANKLE
Is Output: [Tl ~ Open Delay: |0 ms _, - . — - — — — — - — i baoltn B Mt Tountn
Speed(mm/s): | 100 [T Default Close Delay: |0 ms 1 -"H_ I
Repeatnum: |! [ v Laser through mode E I_. /
Processing Mode: |Cut - Advance... Through power 1: 50.0 9% ;| / - _
If Blowing: | Yes b Through power2: |50.0 % 1) o !
Through power3: |50.0 % X {.
Min Power(%) Max Power (%) Through power4: |-U.U % Al
<]
v 1: |30 30 | Defauit Through power5: |50.0 % AF o =
I :
v 2 |30 30 Through power6: |50.0 % i 4
v |
< i S
Iv | i
v i | ——
[V Auto synchronize when Modify laser para ' . . e
« . d (FI ure 9)
v\ Apply to same ‘ Ok ‘ Cancel ‘ (Flgure 8) | .
" AN THIECR E

Set different layers for carving and cutting options (As shown in Figure 9)

= Start: Output the current graphic to the machine for processing.

Laser work Pause\Continue: Click Pause , will stop the processing work , click

Start | Pause/Continue Stop the button again to Continue
‘ SaveToUFile ‘ UFileOutput Download Stop: Stop the current processing work

bosition: | Current position < Save To Un File: Save current file as RD format, using for offline
| processing (Can be copied to other memory board for full offline op-
'V Path optimize Cut scale eration) .
| Output select graphics . . | _
- Go scale Un File Output: output the offline file (RD format)

— After save offline file, click Un file Output to select rd file to processing.

Setting ‘ [Device—(USB:Auto) E Download: Download the file to the memory of the controller , then

user can start the file through the machine panel.
Current Position : Laser head back to the position before processing.

Note:

If you receive an error when clicking download:

Unable to create a DOM document, class not registered, Please check whether the machine and
computer are connected;

Then you need toRecheck the data cable connecting the machine and the computer or replace
the USB interface of the computer;



Problem checking and maintenance

How to wipe lenses

Unscrew and take off the laser head

Fit out

1. Tube

2. Focus lenses —

3. Fixing ring —

4.Nozzle —

5. Air nozzle —




Daily maintenance

Continuous Maintenance (Every job, done by all Laser Cutter Users)
» Use the soft brush to clean the laser bed
» Clean the laser lens and mirror by alcohol cotton ball after lost of work(better every week)
» Qil the guide every week
» Replace the water every week(better pure water for drinking).
In the subzero temperature environment, please add antifreeze water into water tank or chiller.

Common faults

erial number Fault Phenomenon Treatment method
1 Povver-on nio Bitself- check isabrormal Step by step check the motherboard, signal cable, plotter, light control board
2 , Shut down, wait for 1 hour, restart the water circulation until there is water out of the
Uneven depth of carving pipe, and then turn on the dimming
3 There is no voltage at startup. Replacement fuse
4 The depth of the carving is too shallow. Adjust the light path and clean the lens
5 Blurry lettering Straighten the lens and adjust it to the specified focal length
6 The machine discharges and ignites Connect the wire, clean the dust, ventilate and dry
7 Displace or stop carving when carving Install the ground cable and replace the data cable or computer
8 Engraving machine does not work after data output Turn off the power and check whether the power cable and data cable are properly connecte

1. Ensure that the high voltage switch is pressed down

2. Check whether the Current Adjustment button is in the zero position

3. Observe whether the cooling water works normally. If the cooling water does not

circulate or the amount of circulation is too small, shut it down immediately and

check the circulating system.

% If the submersible pump stops working, check the power supply of the pump. If

the power supply is normal, the pump is faulty and needs to be replaced.

% Submersible pump is in good condition. It is necessary to check whether the outlet
9 There is no laser and inlet of the water pipe and laser are unobstructed. If blockage or leakage is

found, it must be removed immediately. Special care should be taken when cleaning

the laser inlet and outlet to prevent damage to the glass shell.

Note: When the laser temperature drops to room temperature, the pump can be

turned on again for circulating cooling.

4. If before this, the laser power has gradually attenuated, it may be the end of its life,

should be replaced in time.

1. Check the data cable and replace it with a new cable if necessar

10 Redundant lines appear during processing %'u %Qfgﬁat?saig }?Er%rggr?fc?nbrllgggtdvyeen the engraving machine chassis and the com-
1 The lines are serrated when cut The cutting speed should be reduced to improve the cutting quality when the cutting

parameters are set.

5 : : May be typesetting outside the typesetting interface, should be in the editing soft-
12 | Theoutput graph is incomplete during processing | wafe to move the gra phics into the typesetting interface. .




