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LASER, TRANSMITTING BEAM AND CUTTING

Laser means Light Amplification by Stimulated Emission of Radiation.

It is produced by modules inside resonator. Resonator (left photo), modules and fiber cables (right)
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Laser light is going inside the fiber cable. Fiber cable is transmitting the light without loss.
You can see an example fiber cable at down (photo 1), at the end of fiber cable light is spreading
around (photo 2), so we are using optics for focusing the light. Focused light cuts metal.

i
The fiber cable is connected to Cutting f :
Head, so we are using optics inside the head. i e Fiber cable
As you see below photo (3) after fiber, we 3 : »
are using collimation lens to make the laser ;;
light straight. !
After that we are using focusing lens for i Chiller's Blue Water
focusing the beam (laser light) for cutting. : Pipes for
; Adjusting Head
i - p— Temperature
I
|
!
I
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We are using chiller for adjusting the femperature of resonator and cutting head with water .
We are using dust collector (extraction unit) for sucking the gas and particles while cutting.
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TURNING ON AND TURNING OFF THE MACHINE

TURNING ON THE MACHINE

e Turn on the electrical cabinet switch

o

electrical cabinet switch

e Turn on the resonator switch

On/0ff Switch

e Turn the resonator key to robot mode. Wait for 3 minutes.
e Turnon the chiller.

e Turnon the extractor

e Turnon the compressor and air dryer

Wait the computer until windows loads the Twincat System Manager. Don't open any program in this
time. The red window appears.

BECKHOF
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After this red TSM window disappears the LAN connections and Twincat System Manager logo comes

to system tray. now you can use the programs.

Find the FibermakMG3 application and run it. User name Operator, there is no password just press
ok.

FibermakMG

This is the application main window.

@ MATAL FABRICATING MACKINTRY

z 5
/4. The Cleaning Gas Of The Cutting Head Is Not Sufficient ! Please Check The Tube ! innovative tochnologies.

f) Opecator Account  Levet Standarduser (Engksh)

Control CNC Machine User
Messages Parameters Application Parameters LaserNET Manager Log On 10 Status

Check the laser status by clicking LaserNET link in the main menu

Check if there is any alarm on the LaserNET. Check the water temperatures, if they are not ok, wait
until they are in the specifications.
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Laser (YferDium Mol Mode Fiber Laser, SNITA108551) - Laseriiet
Fle Settings View Took Heb
W
- Net Connection : OK -
Power (kW) Temperature (°C) @ Lasor ON
[ — ‘ = S @ Laser ready

| @ Chiller ready
00 22.2%
n | =1 . @Ji

Emission ON
Waemings r—
.:: i o Laser DI water pressure| 3.1  bar
Water peessure Laser Dl water temperature | 21.3 °C
' D1 wster conductivity e
Opties D1 water tubular hester Optics DI water pressure | 0.0 bar

N::: b Optics DI water temperature {‘ébb" *C

@ witer tevel DI water conductivity[ 454 pSicm
.MIW

@ Water pressure

@ 01 wnter condectivay
.m-

.’-o-‘nln‘

@ Optics D1 water tabular heuter

@ sensor tailed

@ tow retrigerant presswe tank

@ 1505 relrigarant peessure fanht

@ Becarioat phase seancation is wrong

Status | Alseme | Warings | Coctrok | Evects | Logfies | Powes sigoly  Chils | Dewr Port | Hardwing | Modes |

For turning the resonator on click machine parameters

Machino
Pecametors LaserNET

First press Assign Laser, and Laser On-Off , wait for about 6 seconds. When the Laser On-Off
button is green , laser is ready

Lisbr Lonisod Uiri
M Laser Powes [2000 W
i L Lsose On - 08 Guseon-on | @ Laser ON
) Laser ready
Laste Ciree St Lastis Ere Finet . Chiller ready

@ Laser arror

For starting to use the machine first click cnc application, activate enable.
B Operator Accourt  Level
)y J

Control oRC Cutting Maching
Parameters Applicatson Parametors  Parametors LaserMET

Cut
Paramotors | NC Graphics | Job List

Click operation mode, select manual

After this you can use the options of the machine.
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TURNING OFF THE MACHINE

e Before turning of any switch, press stop button in the LaserNET tfo stop the modules.

LI S

) Laser ON

) Laser ready
Q Chiller ready
. Laser error

9
EmissiolaR
e Turn off every window in Windows. Turn off the Windows.
e Turn off the chiller, wait for 3 minutes.
e Turn off the resonator key firstlll
e Turn off the resonator switch
e Turn off the extractor
e Turn off the compressor and air dryer
e Turn off the electrical cabinet switch after windows of the computer is off.
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TABLE CHANGING

Table change can be made with control parameters or directly from push buttons

Pararmetom

! TwinCAT

L ERMAKSAN

WETAL PARMICATING MACWATRY

Stast Postion
Use Actusl Postens Use Last Postion J Use Ingut Posticn |
¥ Postion jeen) X Poston [mm] ¥ Poaton e
[ 9% [ )
Y Poston (e} 'Y Postion jom] ¥ Postion o}
| | o
Z Postn [pren} 2 Pottion [ewn)] 2 Postion [pren}
. . ‘ =
Sheet Angle
Use Input Argle UseLatAnge | UseCslusiedAngle Floquend Rapattxn
ST MR GRard | 0
Sheg 2ok il Sostinchlogd. Shasthegis vl Remaiing Repiticn - -
| 000 [ [ [
Marnsd Mode Actomate Mode
3 P At Sh o, Marual R
Matenal Lenght -"‘Pm- freen} F* Start X T' et Ahe Kdogd ccxicess Length To Cu
[ %00 e ! ‘ TR, - Otiet [mes] - - ‘
¥ Offoet
Material Wicth ¥ Postion jren) Cakc Stat Y T "0"150
[ @0 m | [ Z0m =
¥ Otzet o]
Cak. Sheel A Start Use This Posiien ‘ ' 0100

B Operator Accourt  Level Stardarduser [Engiah)

First check the conditions below

Z axis value must be above 100mm (3.937")

Front door must be closed

Light barrier's test button must be always on
Operation mode must be manual

If there is an error on messages, first reset the alarm

P N

Activate or deactivate the "back panel control” enable
If these conditions are ok, you can change the table manually or automatically,

e When you change it manually press and hold the button (table in, table out, table up, table
down) until table reaches its last position

Table Out | Tabis Iy | Table Up: [ Table Dz

if you see the letters blur, it means that you can not do that action. Plc forbids that action for that
position of table. (for this example table in, table down blur, others not blur)

8
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When you are using table in or table out, if table does not reach its final position, you can not
close the back door and you cannot use table up and table down also

When you are using table up or table down, if table (loading unit) does not reach its final position,
you can hot use table in and table out also.

¢ When you want to change the table automatically, press automatic button, when it is green,
press start button, you can stop in the middle of the process also. In automatic mode you don't
have to press and hold the button. It is one click button

Table Control

,m,|--

'uw 1“ i -

e When you want to control the table from back panel you have activate "back control panel” as

shown in picture below

Tabls Control
Hack Cormrol
Tadls Up Pared

This is the backpanel. You can see the function on the below picture.

Tabie Out

2
« 4B »

v

4
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When the back door is open "back door open/close” button color must be green

When the back door is closed "back door open/close” button color must be red

I—

This is the back door pneumatic sensor. There are two of them.

Those are the slowing and stopping switches. When the table is in place those must be touched.

There is one on top table, one on bottom table, one in front in the machine.

10
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You can see table lock pneumatic and light bar led in below picture. When led is green it is ok,

when it is red it means barrier is been interrupted.

The photo below gives closer look to pneumatic lock cylinder shown with circle, and you can see
sensor placed on cylinder shown with arrow . If the table is in place, the cylinder must be locked
and sensor led must be of f. When there is no table on loading unit, the cylinder is unlocked and
sensor led must be on.
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You can see table limit switches and cross switch in below picture. There are 4 hydraulic pistons
like below picture. Totally 12 switches on pistons.

o~ i

-

\ Lh._ Mbottom table limit switch

: Alitop table limit switch
o
BEE Bl r0ss switch

12
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CUTTING STEPS

1. PROTECTION GLASS CHECK: YOU SHOULD CHECK EVERYDAY AND WHEN CUTTING IS BAD

2. Operation mode > Manual  Enable Motors (in CNC Application)

3. BEAM CENTERING : CHECK AND ALIGN BEAM CENTERING EVERYDAY and when cut quality is bad
(machine parameters)

4. NC PROGRAM COPY : PREPARE LANTEK CODE FOR SHEET DIMENSIONS AND THICKNESS

5. TABLE CHANGING: PLACE THE SHEET ON TABLE, AND SEND TABLE INSIDE (control parameters)

6. CUTTING PARAMETERS: ACTIVATE THE CORRECT CUTTING PARAMETER (cutting parameters)

7. NOZZLE CHECK: PLUG THE NOZZLE WRITTEN IN THE CUTTING PARAMETER (cutting parameters)

8

9

. HSU CALIBRATION: IF YOU CHANGE NOZZLE, DO HSU CALIBRATION (machine parameters)
. GAS TEST: MAKE GAS TEST ( PURGE GAS-FILL LINES ) BEFORE CUTTING (machine parameters)
10. START POSITION: ASSIGN YOUR PROGRAM'S HOME POSITION (control parameters)

11. Operation Mode> Automatic (in CNC Application) ] NG Coda0810%.nc

12. SELECT PROGRAM: SELECT PROGRAM YOU WANT TO CUT THE SHEET WITH (cnc application)
13. OPTIONS WHILE CUTTING: CHECK PART, ONLY PIERCE, STARTING PROGRAM AFTER RESET etc.

1. PROTECTION GLASS CHECK
Protection glass check should be done every morning before cutting and when the cutting is bad.
You can see protection glass cartridge below. I't has fwo screws loosen these to take out the
cartridge. There is no o-ring on the protection glass. There is only a metal cover, and it is not locked.

The yellow o-ring above must not be damaged. The metal part is shown with red circle above.
So don't turn the glass cartridge sideways. You can clean it while it is on cartridge, but first you must
close the hole of cutting head with blue service tool. Service tool is in below photo.

13
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2. BEAM CENTERING (ALIGNMENT) (machine parameters)

Beam centering is very important for good cutting and for optic parts

Colimation Lens Focusing Lens

dm2 a, =2,

These are the optic parts in a cutting head, there are two more protection glasses also, but they
don't have function for changing the beam's geometry.

The beam must be in the center of nozzle, because pressure must be homogeneous, and the beam
must be vertical for a good cut.
You can see the cartridge photo below. You can see the beam centering screws in blue color (1 and 2)

On the second picture you can see lens and lens cartridge and screw movement.

Tightening the screw pushes the lense inside the cartridge

Loosening the screw pulls the lense inside the cartridge

You should be gentle while tightening or loosening the screw

And it is very sensitive,so tighten or loosen the screw very slowly to find the center better.

Before starting beam centering plug 1.0 or 1.2 nozzle for the best accuracy.

Click machine parameters in the main menu for starting beam centering

B Operator Account  Level Stardarduser [Engheh) _
Ors O

Cutting Machinn
Parameters  Paametors  LaserMET

14
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First press assign laser, and laser on-off , wait for about 6 seconds. When the laser on-off button
is green, laser is ready

Before clicking laser one shot, write 1 or 2 to focal distance fwsowsse [z and click focal
Focal Tasl A )
test , focal distance becomes focal output ' fosows 2
(D FIBERMAK MOMENTUM GEN-3 (o[ =]

BTN - B O I —
. | T —(7 ERMAKSAN

11:20:36 AM
N INNOVATIVE TECHNOLOGIES

V.E. Parameters Gas Control

Tip Touch Level 07 mm Material Lenght mm Masimum Pressure Kp :

Nozzle Lost Level B0 mm Material Width | mm I Bar g Z

n
G80DownFeed  [5000 mm/min ~ FlyCut On Delay 0720 ms - 1o
1Setpointvialue
Tip Touch Feed 500 mm/min FlyCut Off Delay 0.700 ms -
0
Calibration Feed 500 mm/min FlyCut On Cycle 5 Tv Ty, Td Td
fAcdual Vialue I

Calibration Up Feed {20000 i FlyCut OFf Cycl 5 t
| alibration Up Fee mm/min IyCul yele [[101—
i Peripherals i

Focal Dutput : - Distance Contral 02

Lense C 125 & 150 C 200 | 4|

Focal Distance i3.4

Test Pressure |1 Bar
Focal Reference Focal Test | - - Test Time 66 s

S —— = Additional Properties

Laser Control Unit Height Sensor

Max. Laser Power 4000 W Caliyation

Assign Laser Laser On - Off Guide On - Off I

Laser One Shot Laser Error Reset

a Admin Account Level: Administrator (English)

Use carbon copy paper for beam centering. Rub the paper to nozzle

Put the paper tape (masking tape) on the nozzle O degrees

Press laser one shot, take the tape from nozzle, look at the hole with same angle

Paper tape on the nozzle

15
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The nozzle hole must be circular. Damaged nozzles can't be a reference.
If you don't have carbon copy paper use dust from extraction unit bucket.

Paper tape

without

- V“ "”‘,' ‘:'7
Paper tape after oneshot

oneshot

The outer circle is not important, the inner circle and the hole of laser beam is important
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Follow the above instructions depending on the position of the laser beam hole in the small circle

1 and 2 are the screws on the cartridge. You can adjust them with 4 allen key

16
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3.NC PROGRAM COPY : COPY THE NC PROGRAM WITH USB STICK OR NETWORK TO BECKHOFF
CONTROLLER , CHECK LANTEK CODE SHEET DIMENSIONS, THICKNESS MATERIAL,GAS TYPE

~ m 8

Computer Beckhoff  Team\iewe

D | 4

FibermakMG3| NC Codes

Paste nc code file (i.e. 0125.nc) into NC Codes

WOOOOO000L : { #=#®®®®® | ASER CUTTING MACHIMNE wEEEEE ) Material types:
NOOODOODOZ ( *Ro ekt ek ke kA R AR AR A AR XA RRRARRIHRRE ) " AIMg3" 1
NOOOQODOD003 ( DATE 2707 /2015 ) 9 )
NOOO000004 { MATERIAL : XS5CrNi D) "X5CrNi" 2
NOO0000005 ( THICKMNESS v 2 ST 42" 3
NOODODOD006  SHEET SIZE 3000 x 1500

NOODDOODDT ( #& o s s s e ks s S S SRR E SRR S SRR S R RN aEs ) "Copper" 4
NOOOQODOODO08 V.E.Par[55] = 3000 X AXIS n ; "
NOOD000009 V.E.Par[56] = 1500 Y AXIS ‘Galvanized” 5
NOOOQ00010 V.E.Par[46] = 2 MATERIAL TYPE Brass 6
NOOOODOD011 V.E.Par[47] = 2 THICKMESS Gas types:
NODOQODOD012 v.E.Par[48] =1 CUTTING GAS

NODODOD013 Vv.E.Par[49] = 30 NUMBER OF PARTS Oxygen 0
NOOOODO0014 V.E.Par[50] = 160 NUMBER OF CONTOURS Nitrogen 1
NOOOQODOD01S V.E.Par[130] = 0 PIERCING OPTION . .
NODODOD01Ee V.E.Parl131] = 0 FILM BURNING OPTION Cutting air 2

X AXIS AND Y AXIS VALUES MUST BE SAME WITH THE SHEET

4. CUTTING PARAMETERS: ACTIVATE THE CORRECT CUTTING PARAMETER
Before cutting first choose the correct cutting parameter

Machine
Parameters

Control
Parameters

CRC

Apphcetion LaserNET 10 Status

Cut Parameters
GosSekcion  Pressuelal  inKedfm] | OuKeffo] e feedole
Nisogen vl 1 0 0 13000
Nitrogen vin 0 0 14000
Nwogen  wl 11 0 0 17000
Number Nisogen ~l18 0 0 2500
Nisogen ~l0 0 0 0
Nesogen v 4 0 0 00
(Nwogen w16 0 0 15000
| »
Gas Type Pressure [ba)] Gas Tere [ms) Durabion [ms) Lense jmm)
3 Nisogen >l 0 100 125
Pierce 2 0 0 0 Nisogen ~l0 0 0
Pierce 3 0 0 0 Nisogen >0 0 0 0
Pierce Bum 1000 5 20 Ntsogen ~'5 0 100 15
« | »
Move Type g;: Contour Max Contowr Small Head Up Lasge Head Up Feediate Dist. Foe Gas
___ Distance fmm] Ditance fmm] [rmen] [fmen] [mm/min]

Choose the correct cutting parameter and save it
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5. NOZZLE CHECK: Plug the nozzle written in the cutting parameter

Kesim Parametreleri
— . e tesfoml | Nozdefomi | 0ok BT hmeenmeix) | DechmeSisen | ferusiemo Siiex

Kes 1 1100 150 12 28 1500 18 0 0

M Kes 2 1300 150 12 28 1500 18 0 0
: "} |Kes3 1400 150 12 28 1500 18 0 0
UganKesm 0 0 0 0 0 0 0 0

v | Kisik Delider 0 0 0 0 0 0 0 0

Makalama 12000 200 0 2 =0 0 0 0

Em FimYskmo 0 0 0 0 0 0 0 0

.t i N i I

HD nozzle types (for nitrogen) inside empty D nozzle (for oxygen) inside half full

First choose nozzle type(HD or D nozzle) ,then check the diameter (nozzle value) in cutting
parameters (1.5 or 2 or 1or 2 or 3 etc.)

6. HSU CALIBRATION: It is better to do a calibration after changing nozzle or after every full
sheet even if you don't change nozzle.

Control CHC Cutting Machine
Mossages Parameters | Applcetion Parameters Parameters | LaserNET

7. GAS TEST: If necessary make gas test ( purge out gas ) before cutting
Click machine parameters in the main window

(o st Eri —

[ Operator Account

Control CRC Cutting Machine
Mossagos Parameters | Applcetion Parameters Parameters LaserNET

Then select the gas you want to test, and write test pressure, test time and click gas test the
values below are not very strict. You can use different time and pressure also.

18
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ECEETH -) T O EETI C— ([ ERMAKSAN

1122 u ruH

INNOVATIVE TECHNOLOGIES

V.E. Parameters Gas Control
Tip Touch Level 0.7 mm Material Lenght mm Maximum Pressure Kp -
MNozzle Lost Level B0 mm Material Width mm Bar s 2 J:—
n
G20 Down Feed 5000 mmamin FlyCut On Delay 0.720 ms Kp [— Tn
1Setpoint'vialue
Tip Touch Feed 500 mm/min FlyCut Off Delay 0.700 ms = j: lé
- . Tv
Calibration Feed 500 mm/min FlyCut On Cycle 5 Tv Td Td
fActual Vialue ) e
Calibration Up Feed |20000 mm/min FlyCut Off Cycle 5 001 [ oy
Peripherals
bocel Qi . Distance Control 02
Lense 125 @150 C 200 | 4|
Focal Distance 34
Test Pressure |1 Bar
Focal Reference Focal Test - Test Time [ 3

*This page can be used only in manual mode I Additional Properties

Laser Control Unit Height Sensor
Max. Laser Power 4000 W Callysion
Assign Laser Laser On - Off Guide On - Off |
Laser One Shot Laser Eror Reset
[ Admin Account

Level: Admlnlstrator {English)
0 rF2 g

Save
Parameters

D& il ) Al 1120 AM

You can use gas exhaust manual to purge the gas inside the hose. Then fill the hose with gas needed.
Cutting with oxygen *if you did not cut anything before test oxygen pressure:2 bar, time 30s
*if you have cut with oxygen before test oxygen pressure: 1bar,time 15 s
*if you have cut with nitrogen before test oxygen pressure:5 bar,time 60s
Cutting with nitrogen *if you did not cut anything before  test nitrogen pressure:5bar,time 10s
*if you have cut with oxygen before test nitrogen pressure:5bar,time 30s
*if you have cut with nitrogen before test nitrogen pressure:5bar,timel0s

fActualValue is the sensor measurement feedback. It should be same with test pressure.

amuaabanue o l o | (N I

MEQTUM AL FTEsIIe  [O var
Maamum 02 Pressue 25 B eit Pressue |5 Bar Maximum Air Pressure |25 Bar
Madmum N2 Pressue |25 Ba o3t Time 30 : Maximum 02 Pressure |25 Bar Test Pressure ‘1 ~ Ba
Maximum N2 Pressure ,25 Test Time
- = - _
Sample nitrogen test sample oxygen test

19



ERMAKSAN

SAC ISLEME MAKINELERI
yenilikgi teknolojiler.

8. START POSITION: Arrange position with different options (manual or automatic)
Most of the options are in the control parameters

Cutting Machine
Parameters  Parameters | LaserNET

A. You can arrange the start position with the help of laser guide (light) and dont use any
option of sheet angle and start position

» o+ TcHmiPro Application

S| TwinCAT

erRERE = (| ERMAKSAN

RSN AN TNV METAL FARRICATING MACKINIRY

|

Aclive

innovative technologies.

Table Cortrol

; Move ShutDown
Use Last Postion ‘ Use Ingest Postion Poubon
. Table Up

X Pos#ion [mm) % Postion [mm} Move Service
T l o Poticn

¥ Postion {m] ¥ Positon [men) ¥ Pashion () Table Out Tabie In
[ ; [ . Move Input Postion
Z Poshon {mm) Z Postion [men) Z Pashion [mm)

BT Nozzie Cleaning
Use Input Ange l Use Last Angle j Use Calculated Argle FW“RMM
0
Sheet Angle [deg) Sheet Angle [deg) Sheet Angle [dag] Remarang Repdibon - -
000 ; [ {
Manual Mode Automatic Mode
Angie Marvsal Remnant
Matenal Lenght X Postion {mm} Calc. StanX A]fk—-s—*f:'——ﬂ [deg) o Length To Cut
I 3 v 5 oo - - [~ .
Matenal Width Y Postion [mm)] Calc. Stant'Y e
ol b soaald. b m— | 0150
[ 4000 mn . [ 20000 m=
Y Otfset [mm)
Calc. Sheet Angle Stat ’ Use This Postion J [ 0100
[ Opecator Account  Level Standarduser [English)

Laser (Yiterbam M

B. Manual calculation: write the dimensions of the sheet, place the cutting head on the sheet,
and press calculate angle. After that you should activate “use calculated angle”

Shast Angle ﬁ
;U“ T ok

Sheet Angle [deg] Shest Angle [deg] Shest frgle [dag]
n.og
¥ Pasiion [mm] m-c:;-n Aict. Shest Angle [deg]
200000 e :L
¥ Poskion [mm] Cakc. StantY ok 'T::LJ
[ =opo0 mm
¥ Offset [ren)
Calc. Sheet Angle Start | Use This Paskion | [ 3T

- 3, P pe— [P o T ey

20
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C. Automatic calculation : after selecting the program activate the auto detect plate in the
job control menu

- TcHmiPro Applcation g X

TwinCAT

SP L ERMAKSAN

METAL FABRRICATING MACKINERY

Channel 1 Automatic Selected

innovative technologies.

Ove
Actual posibon Distance to go Distance to go vetnde

LastProgiom Stat 215.476
i 69.624
144.500
215.476

Active program

LI~ Marr-] CANC Codes\12mm_15042013.nc
[NODOCOOOOT { ™ LASER CUUT TING MACHINE

NOOOODOOG2 (

NODODDOOO3 { DATE - 15/04/2013 )
NODOOOCOO4 (MATERIAL ST 42 )
NOO0DOOCOOS [ THICKNESS :12 )
|NO00OOOOCS [ SHEET SIZE - 4000 x 2000 )
NOOO0O00O? {

Cut
Paramoters NC Graphics  Job List

Use calculated angle in the control parameters is activated automatically when you activate auto
detect plate

heet Angle
M Use Last Angle Ute Cakculated Ange
Sheet Angle {deg] Sheet Angle [deg)] Sheet Angle [deg]
[ 000 [ I
Manual Mode Automatic Mode
Materiol Longht % Poskion (e Cakc. Stant X “‘r's__h"'.fﬂ!_’l"“l
8000 mm 200000 e
XOffset fren]
Material Wicth ¥ Poshion () Cale. StatY ]
[T 4000 e [ 250000 e
¥ Offset {ren)
Calo. Sheet Ange Start | Use This Posibon | o

for manual and automatic calculation modes there are two different way to start
A. Start from the actual position

If you don't activate use this position option, the machine will start calculating angle from actual
position

21
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Sheat Angle
Use Input Angle Use Last Angle I
Sheet Angle [deg] Sheet Angle (deg)
000
Manual Mode
Material Lerght A“S"""l_.___..ﬁ‘*;____MI
™ T
at
0150
4000 men
'Y Otfset [rren)
[T

B. Start from a specific position

If you want to start the calculation of the angle from a specific position , activate the option “use
this position

Sheet Angle

Use Input Angle | Ute Last Anga j | uul:dauuwl
Sheet Angie {deg) Sheat Angle [deg] Sheet Angle [deg]
[ 000 | [
Manusl Mode Automatic Mode
Matedial Lenght X Postion [} Cale. StanX ‘[‘L.S_"’ﬂ.."*ﬁl
2000w % Offset fren)
Material Widh
0150
4000 mm
Y Offset fren]
0100

L= S T = i e e -y

This is generally for serial cutting
9. SELECT PROGRAM: select the program that you want to cut the sheet with
After checking everything you can click cnc application in main window

Control CNC Cutting Machine
Messapos Parameters  Applcetion Parameters  Parameters LaserNET

Film Burning - One
Pat

Film Burnang - AN
Pats

Film Burning - AN
Paits with

Cun
Parameoters NC Graphics  Job List

Click program button and choose (find) the program that machine will cut
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- TcHmiPro Applcation

Selected

| TwinCAT
o PLC

|[RUN
HUN

ERMAK.

METAL FABRICATING MACKINERY

innovative tochnologies.

Actual posibon Distancetlogo

57.965
180.063
103.326

j Last Progrom Stst
Poriton

Look i | () NC Codes

%) 0-2mem_deneme.nc

| %] 3_Senm_denarme.nc
[%)6_sem_deneme.nc
|#] 10em_deneme.nc
%) 120 _15042013.0¢
|#]) 12mm_deneme.rc
] 150 _denscre.re
%] 15emm_FoderMapa.nc
18] 180 _denems. ne
%) 20_25mm_deneme.nc
|#] 20mm_1504201 3.0
|%]00103.0¢
|#)00109.7¢

(*] Crdles.nc

%] Fhy$00SarLackek.re
8] fiy_or_05042013.r¢
[B] Fly_Heese.nc

%] froue.ne

{# ] FhyPetek.nc

| ] focal_dename.re

(¥ ] hiz_terrs_dereme.nc
{3 hiz_lers_pah_densee.nc
] iskartahyrmaX.n
[#]kalte_Yontrl_3a1S.nc
%] Kalke_vontrol_4x2.nc
[# ] alte_Yontrol_6x2.nc

|#]pervane_1Omen.nc
) poercing.nx

| ) Rack.nc
|#]Roseflyl.ne

|8) setsoThick.ne
[#)tugra 3
|#]varenc

%] vale_15042013.0c
|5 ] vale_marking.re
|B]vale_x3_12042013.1¢
(B )]srer_v2.re

[B) A8 _pxis_Test 3_1S.mc | %] Ondy LI _3x1_S.ne
|8 ) CroleriyCut_v3.nc [#] Ondy_¥_3x1 S
</ >

IOusnl

INC flez [".nc) Carcel

File name: |

Fles of type:

J J M

Cut

Start Paramoters NC Graphics  Job List

Laser (Vitarbasm M . TcHmiro Apphcation § 099G - Pant

10. OPTIONS WHILE CUTTING: check part, test run, only pierce, starting after reset

when cutting continues , if you stop the machine , z axis and machine safety positions comes to
screen , if there is a blue background color in the code, it means that you can start cutting without

doing something

L, TeHmiPro Apphcation

TwnCAT

WITAL PARNICATING MACHNERY

innovatve lechnologies.

Distanco togo

32.978
-24.639
0.000
32978

215476
69.624
2400
215476

3297
-24.639
0.000
32978

GOO_PRGre

L] |$ M—] CANC Codes\00109.nc
NS30 P16 « V.E Pafte] « P11 /2]

Cat

Parameters NC Graphics Job List Back

Part o

CihLRo &
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If an alarm comes while cutting machine stops. First click Delete Failure if the alarm have been
erased you can continue cutting by pressing "start” button.

But if you pressed the reset, the machine loses program, so you have to arrange the start position
and arrange the last part and contour that machine was cutting.

M | Eksanber Guncel Pozispan Gid Uzoklk Gid Uzoklk M L Eksenber Giincol Pozisyan Gid Uzakik Gid Uzoklk
X mm 1555.920 49,653 49.653 X m 29.503 0.000 0.000
Y mm 1122172 8.509 8.509 Y mm 34.921 0.000 0.000 |
Z mm 15.224 0.006 0.006 Z mm 100.000 0.000 0.000
- mim 1555.920 49.653 49.653 - mm 29.503 0.000 0.000

C:\Document s and 5 ettings \Adminisbato'\Deskiop\NC Codes\210LT
MARKET ARABA P e

S5 6|
NOOD0E2616 GOT XT1532.04 110592 POO0O0000G | SHEET SEE - 1675 %1210 )
NO000S251 7 GO0M R0D0000OT PP T
INCOO0S2618 G40 GO X152 4 YVI105 2 0
INCOCOS2519 V E Paf1 7] = 153204 V E Parf18] = 110592
INCOODS2620 V E Pad15] = 1547.61 V.E Paf16] « 117457
INODODS2E21 V E PafB2] « 1544 02V.E P83 « 1177 86
INODOOS2522 MT11 M102
NOO00S2623 G811
INOODOSZR24 [ PART NAME 579 <250 2201 §00 005 006 NO 163
NODOOS262% [57300001) V E Xpaamal2] = STIVE Koaame(3] = 1
INOOODSZ525 V E_PafB0] « 1547 61 VE Parf81) « 197457
INCOODS2627 V. E Pad32] » 1544 02 V.E Paf83) = 1177.65

In top screenshot, you can continue In top screenshot, you can't continue
the cutting program on the left the cutting program on the right
picture. Because there is blue picture. Because the code reset.
background color on a code line. Cutting starts from beginning.
Cutting start current position

WAL PABNICATIAG MACHNIAY

IO - T e

angrabive technofogles.

) verni
Actual positn Oveende

§7.965
180.063
103.326

§7.966

[ is P-oqu! CANC Codes\00109.nc

ROO000000T | **** LASER CUTTING MACHINE |
N
20772005 )

[ NODD0O0OOS V.E Paf56] » 1500
NOOCOO0010V E Paf4s] = 2
NO00000011 V.E Pafd7] = 1.2

[ NOOOO00016 V.E Pafi 1]« 0
NOODO0001 7 MAOSD

Level Stardarduser [Engheh)

J
Cut
Paramoters  NC Geaphics | Job List Back
0% 96 - Part o™ vihe foa
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For arranging part and contour number, click job control and write the actual part and contour
number to Start part no and start contour no, and press start from this, it is green when activated

L, TeHmiPro Apphc ation

Channel 1 Automali Selected LAl

WETAL PARNICATING MACHALNY

nnovatwe lechnologles.

Actual positen Distancetogn| Distanceologn

215476

69.624
144.500
215476

Active peogr s

(™ N’“I CANC Codes\00109.nc

- N00000000T LASER CUTTING MACHINE ™)
]
ARO00D000CS [ DATE - 280772015 |
NOOOO00004 [ MATERLAL 3050 )

000000005 [ THICKNESS :12 )

NC Geaphics | Job List Back

3] vihoBEo & !

You can press “check part” to see cutting quality (Machine stops after cutting the part)

] ‘ [~ Pbogu] CANC Codes\tuqra_vi nc

NI00000006 [ SHEET SIEE - 300 % 300 )
e o
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REMNANT CUT (SCRAP CUT)

Click cutting parameters.

Machine
Mossopes Parameters : Pararneters LaserNET

See manual remnant tab in below window.

(D FIBERMAK MOMENTUM GEN-3 =& |[ =]

Channel 1 bd 4 Automatic I Selected - (RO
MK - EXEIT B R Ty oy sAN

INNOVATIVE TECHNOLOGIES

Start Position Table Control
» . . Move ShutDown
Use Actual Position | Use Last Position Use Input Position Position
Table Up
X Position [mm] X Position [mm] X Position [mm] Move Service
- Pasition
I l T 0
Y Position [mm] Y Position [mm] Y Position [mm] Table Out Table In
| - ] - I a Move Input Position
Z Position [mm] Z Position [mm] Z Position [mm]
I | I - I U — - ki
Sheet Angle Nozzle Cleaning
Use Input Angle | Use Last Angle | Use Calculated Angle ?ﬁg:jﬁgg:t[ﬁ i eiiel Conkol
Sheet Angle [deg] Sheet Angle [deg] Sheet Angle [deq] 0
I 0.00 I I i, Remaining Pierce Ot
Manual Mode Automatic Mode
2 Act. Sheet Angl M | R t
Material Lenght X Pasition [mm] Calc. Start X lt:Stae—rmehﬂe;:] SrRalC SV
400.0 mm J 200.000 mm Lenglh ToCut
.. X Offset [mm]
Material Width Y Position [mm] Calc. StartY' 300
5000 mm 250.000 ™M ‘
Y Offset [mm]
heet & | Use This Position | 0.400

| Admin Account  [Level: Administrator (English]
Or2 OF3

Axis Other Optional
Parameters |Parameters Parameters

ENC P2 e Bl V) oAl 1121 AM

Remnant X + Start remnant: Just as this key combination is used, this cutting head carries out the
remnant process by measuring the sheet at the x coordinate when the cutting head is manually
brought about to a place where we have a desire to make remnant.

Remnant Y + Start Remnant: Just as this key combination is used, this cutting head carries out the
remnant process by measuring the sheet at the x coordinate when the cutting head is manually
brought about to a place where we have a desire to make remnant.

Remnant X + No Remnant before measurement + Start remnant: In this key combination, remnant
process is all-out manual. By turning up on the parts to be cut, the desired length to be cut is written
at the cutting length part in terms of mm and start-remnant-key is clicked and then the machine is
able to make the cut along the desired length at the x axis. Whereas the + value is written at the
cutting part, it makes the cut in the direction of +X, the same way - value is written it makes the cut
in the direction of - X.

Remnant Y + No Remnant before measurement + Start remnant: By turning up on the parts to be
cut, the desired length to be cut is written at the cutting length part in terms of mm and start-
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remnant-key is clicked and then the machine is able to make the cut along the desired length at the x
axis. Whereas the + value is written at the cutting part, it makes the cut in the direction of +Y, the
same way - value is written it makes the cut in the direction of - Y

WARNING: The length of the desired parts to be cut must be well-measured when the triple
combinations are used and one must always take a good care for the cutting head or (else) the cutting

head might have a risk fo crash.

MATERIAL TAB

F =FEED: cutting or movement speed

/A (7007

FEEDRATE: percentage of cutting or movement speed
GAS PRESSURE : Cutting or piercing gas pressure

DISTAMCE: Distance betweennozzle and sheet

While Cutting, distanceis 1, cutting distance depends
on cutting parameter,while piercing, distance
depends on piercing parameter.

LAST TIME: The last program time without
interruption (reset)

ACTUALTIME: The current program that the machine
is cutting.

SELECTED MATERIAL: This is the parameter that
machine is using while cutting. Such as
material,thickness,gastype, cut type, pierce type

MATERIAL: Stainless Steel, Aluminium, Steel, Brass,
Copper, Galvanized

THICKMESS: Between0-25 depends on material and
cutting power

MUMBER: Means selection of gas type in general

Job Cortrol CUT TYPE: Cut1, Cut2, Cut3, Flycut, Marking, Film

Burning, No Cut

PIERCETYPE : Piercel, Pierce2, Pierce3, Pierce Burn

For CUTTYPE and PIERCE TYPE we generally use
default, default means we use lantek code for types.

ACTIVATE: After selecting material,thickness, number,
click activate button to enable the cutting parameter
thatyou chose.
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SAVE AND LOAD JOB

Save job and load job are used for recording the beginning position of the program, last cut part and
contour, and used angle.

Save job and load job can be used for the situations below

¢ When you have to turn of the machine
e While you are cutting a material , if you need to stop the machine , and start cutting another

material

When you want to stop the machine with save job
Click job control and click save job.
The machine will stop at the end of contour.

You can continue other cutting programs now. But do not
move the sheet that you saved or you can't continue later.

e Before loading the job, every condition should be correct
Conditions: Gas, nozzle, sheet (sheet place on the table),cutting program, cutting parameter

After these conditions are true, you can load job.

After clicking load job , the machine
Start Postion
: loads and activates
Use Actusl Postion Use Last Poshion Use Input Poston
: ; “last program start”, “sheet angle”,
Postion jwend % Poston [rm] Posbon jwen)
“start part no", “start contour no”
v Postion ;"f'! | Powbon Ir—m] ¥ Poston fwen} . . W . .
8 and activates “start from this option
Z Posie [res) £ Potbon [em)] Z Postun e}
0 shown above.
After loading the job, the data is
Sheet Angle
Ut lrgrd Argle | usisange | Uscsmsess | been erased. So be careful not to
- b ot St gk gt oot ad i make any mistake after saving job
Matenal  Jod Cortred | Q00
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CREATING NEW PARAMETER

L, TcHuiPro Apphcation -
TwinCAT RUN

(1> ERMAKSAN
WAL FPARNICATING MACHRERY

nnovatve lechnologies.

Gat Selocton Prossue [bu] In Ked [me] Out Ked [men]

Lead In Foediate
[ren/rery

| Ntvogen | ] 12000
| Nivogen -l 18000
Nesogen ) 17000

e 2 -
Thickness [mm]

Contour Mode Parameters

Senoll Heod Up Large Head Up Foedrate Gos Clote Dut Foe Gas
o] [men] [ren/mar ol Cotefme)
5 2 120000 [on .0

In cutting parameters click "new". background color of material list on the left, will become blue.
Select the material type from the list by clicking arrow button. write the thickness with keyboard
Write the number (gas type) with keyboard (O oxygen,1 nitrogen,2 compresses air)

When you click "add” , new material window appears on the screen.

Cut Parameters

m Powet (W] Hesght joen] m GosSekcton | Pressaofo] Ko e Out Ked [eem] m"‘*
Cut 2000 1 17000 [Ntogen ~ln 0 [ 13000
m cu2 2000 1 16000 [Nbogen | 11 0 [) 18000
= lcua 200 1 12000 [Noogen =) 11 0 0 17000
Py Ot 2000 1 200 [Nmogen ] 16 ) 0 20
| |Smatte 0 0 0 u!mi:o [ o 0
\ Mskng 20 a7 1000 [T — 0 0 w0
: L o S
— =l L) . 2000 Nhogen <6 0 0 15000
1
S

Prsce 1 2000 . 0 100 125
I Numpad Active Piesce 2 0 0 o 0 0
Prasce 3 0 0 T Reogen =70 0 0 0
0\ 74 PesceBun | 1000 5 2 [Nbogen |5 0 100 125
< | o

Contour Mode Parameters

M Contous Max Contour Smald Hood Up Large Head Up Foedrate Dt Foe Gas
Clote [mer]

Nove Type Datancofme]  Datancefmm] fom) fren) i) fo e
' v Cortons Mode | L0t v 10 ) 5 E) 120000 [ow vlo
‘| | »
ot

Accourt  Level Stardarduser [Engheh)

The new parameters are all empty (O, all values zero)

So you have to copy the nearest parameter to the new parameter.
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For example ,the best parameter for 1,8mm stainless steel with nitrogen is 2mm stainless steel
parameter with nitrogen .this means that you must choose the best one that will fit.

Select and save the parameter that you want to copy (2mm stainless steel)

Operstor Accourt  ILevel Standarduser [Engieh)

ﬁ |
| e
SR s

And then click copy

Select the new parameter (1,8mm stainless steel)

BERIITY ITCAIITOGITY.

m Powe [W] Heght jwen] m GosSelocton  Prossucfby] InKed fme] Out Ked frm] "f“w"."“""
o1 0 0 0 [Ougen ~lo 0 0 0
Cu2 0 0 0 [ 0 ) 0
18 b B PP 0 0 0 [Cgom  ~j0 0 0 0
Fiy Ot 0 0 0 [Ogoen  ~|0 0 0 0
1 v] |Smethde |0 0 0 (Oogen ) 0 0 o
Masking 0 0 0 Ogoen w0 0 0 0
Stariess Steel FimBuanng 0 0 0 6;,;;;\ -l 0 0 0 0

M

fr

? | MateriahStarioss Steel. Thick 1; Numbers1 | Values Wil be Wiiten a1 | MatesaisStariess Steel
\/ Thicknesss1 8: Numbers1 | Valuse Do you ward 1o conturiue?

[T Numpad Active Pisce 2 o] J 0 0
m Pieece 3 r T U Ty ~1U U 0 0

LATA] PeccaBun 0 0 0 | Duyoon >0 0 0 0
A A Contour Mode Parsmeters

Move T, N Contons Max Cortous Senaoll Head Up Lavpe Hoad Up
v » Datarce[mes]  Datarcefwe] o] rom]

v Cordcns Mode |NoHeadUp  w| 10

Click paste copy material window will appear. Click yes. And then save the parameter.

Then you can change feedrate, focal, pressure, power and acceleration if you need to do.
Again note that 2mm and 1.8mm are just examples. It can be any different thickness.

The important issue here is choosing the closest and correct parameter to copy.
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JOB LIST

Job lists main purpose is to cut multiple sheets with one cutting code. If you need to cut multiple
jobs, you can select the program once and continue cutting.

Click job list in cnc application.

I Admin Account [Level: Administrator (English)
3 0 F1o O F1

NC Graphics Job List

. ! TwinCAT RUN
Channel 1 3 Automatic O Selected @ PLC RUN |
- a 4 5
Job List—2 ]
Jobhome Finished Job Mo [llob Repeats No
' Users\LZR_17\Deskiop\00394.nc | o = bRzl ||| dEbTIEzER |

Job Name 2

Finished Job No ob Repeats No .
UTUsers\LZR] 7A\Desktop\00397.nc | 0 I >0 Job 2 Active Job Repeat 2 Job 2 Delete
Job ylme 3 Finished JobNo  Job Repsh No 4 DS
u # | & Program | 5 | = Job 3%ctive Job Rey 3 Job 3 Delete

Click program button [1] , select the program that you will cut
Click job 1 active [4] , write repeat no [3] and activate job repeat 1[5]
For job list lantek code (material,thickness,gas type) must be correct.

Because when you press start after arranging everything, the machine will automaticly activate
cutting parameters for material thickness and gas type in lantek code.

If you make a code for steel 6mm , and you put 2mm stainless steel, the machine will activate the
code for steel. So you can not cut stainless and damage machine optics.

If there is not a parameter for code, the machine will give error below.

Il Satir/situn icin hig veri yok.

Tamam

. In english "no data for raw /column*

With every program you finish job repeats no will decrease, when it is zero it will continue with next
program.

Unless you deactivate job list, resetting the machine won't change the counter. And whatever
program you choose on cnc application, machine will start /continue with job list.
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JOB REPORT

Click CNC Application

Click job list

| Admin Account _ [Level: Administrator (English)

Delete Failure Cut Parameters NC Graphics Job List

Click job report in job list

Click start report, after that start cutting, while cutting you will see the report. When you finish
click generate report, report will be on desktop as workreport.pdf

B Admin Accourt [Level. Administrator (English)
| O O O O O O jul jul n| O O

Job Report Reset Back

Channel 1 @ Manual B Aciive TwinCAT ——
—_Q_ i 0B LT ERMAKSAN

METAL FABRIGATING MAGHINERY

innavative fechnologies.

Date Program Name Material Type Thickness Total Part Total Sheet Work Time Stop Time Alam Time

lish)
(u]

@ Admin Account  |Level: Administrator (Engl
LIE

Reset Report Generate Report
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ALARM AND WARNING MESSAGES

Click messages

WETAL PARMICATING MACHALNY

nnovatve lechnologles
1033 -Engls »

| State | Prcaly | Source | SousceName | Meszage

O FEERMAK HOMENTUM GEN-3

Channel 1 Automatic

[ it S A= e AN AT Ak WITAL PARMICATING MACHAEIRY

nnovatve lechnologles

O REwe || 1 OWamigs || (1) 4 Messapes [y teve

5114

Laser Url Enx, Pleate Check Laser Unit

O 11.012m5
Onnams o
PDnunans weaum
Dnnams enAes
Dnnams @33
Dionams 17258U6S
wvwBRIN
172806125
' 806 105
172021 506

T cAgph ation M ardgp
T cAopicaton Manigp Laver Undt Emix, Plogse Check Later Unt

T cigphcaton Manigo Ut logpad on > Admn Account

ToAgphcaton Mandgp Seling: oaded C\Program Fles\Beckhatl\:HiMi_21 02201 5\System\AgpSet send
Toigpheation Mandgp Aophcation dated

T Agphcaton Nandgo Aophcatn tiopped

T igpic atxn Manice - .
TeAgoheaon Mandyy

14 Remorvnd | Plasce Intent The Canvidge As

Removed | Plages |

ot The Caridipe

W

Rermoved | Pleace Intent The Catridoe

T cAgpicaton Manigp

$on T o dvn M v o Back Sabety Doce 1s Net Closed
Qwon;z 1724 196% T i s Mandso Back Sadely Docr
$on 17.24 19640 T cAgphe ston Marigp Back Salety
wn2 1722358 T cAcphe shon M arvse Back Salety
7719 7% T rdorie atver Manden Foroed Shefrie T a1« Mot Placad Comar s \

& 101 ms )
<
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LASERNET

Main window of LaserNET

Laser (Ytterbium Mutti-Mode Fiber Laser, SH:15069152) - LaserNet

File Settings Yiew Tools Help
? R
.o

Net Connection : OK L
Power (kW) Temperature (°C) @ Laser oN

° Laser ready

o Chiller ready
3 . Laser error
- 2 : ; @ o

Emission ON

% Temperature (mean) | 23.7 °C
w Temperature (max) | 23.8 °C
v Temperature (min) | 23.6 °C

Module (Temp. max) ’ 1

° Internal control disable
o Set Power
' Emission enable

@ External control U Control | .01
. Analog control

' Guide laser ON

D Hardwiring active Module (Temp. min) [ 3
° Chiller ready

@ Laser “Standby"

) Main power supply ON Set current 0.0
0

Work time | 78:35:10
Work time today | 2:10:28

| Alarms I Wamings[@ni!‘ Events‘ Logﬁles‘ Power supply |7Cihllle7r‘ Dew Poinl] Hardwiing | Modules |

Robot mode Supervisor v2,107.9
i start | #R 2 @€ 4 FiEERMAKMO. . . 90FF-DOF7-310... aser (Ytterbiu,.. * Removable Disk...  {§ 5.JPG - Paint B <O oWy azam

Chiller tab shows the chiller status

Fie Settings View Tooks Heb

TR

0 JLaner |

Net Connection : OK -
Power (kW) Temperature (°C) @ Laser ON
) Laser ready

000 239 3.;

Emission ON

@ wiater supplying
Laser waler prossure 20 bw

Loser weler tompersture . 22 (0 *C
DI waler pressure 31 bar
D1 water tompersture | 26 2 *C
Dt water conductivity | 38 3 pSk=

'Warnings Alarms Status

Statut | Alwms | wm. Contrek | Events | Loﬁh:v Power 100 | Chlle lew Poirt | le}unqA Modes |
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Events : alarms warnings and cutting process

File Settings View Tooks Hep

TR

'nm

ElE= [EEE

Power (kW)

0.

Everts
§ Emeson ecntle

Ermession eable
€nd of program
Anglog contral

Emusion erutie

Urnesson eradile
Ind of program
i Analog contrel

00 0 B e O B e

I Laser program 0 active

T trsson enatie

§ Laser program 7 active

i(mmtk
§ tnd of program
T ansiog contral

Status | Alserss | Wiemings | Cort

i Lager program O acthve

T Laser grogram 7 st

Laser progy am 0 actve

Lasar program 7 active

Net Connection : OK
Temperature (°C)

00 23.1

Start tive
L2015 10:38:02 AM
112015 10:38:02 M
MJIL201S 13:38:03 AM
HJI201S 113803 AM
L2015 13803 AM
1112015 11383 AM
HA201S 11:38&13 M
1112015 11:38:03 AM
HIJIL/201S 10:58:05 AM
LIE201S 113815 A
H/I201S 11:38:15 A
12018 113805 AM
L2018 103805 A
LII3201S 13005 A
11112015 10:3%:17 AM
11172015 11;3%:17 A
L2015 101:3807 2
HI13/2015 103807 aM

b Everts [Lofie: | Powes tucply | Chiler | Dew Port | Havdweng | Modues |

L

) Laser ON

) Laser ready
&) Chiller ready
@ Laser error

Emission ON

Erd teve ~
141312015 13:38:12 AM
1112015 11:38:12 AN
1/11/2015 13:38:13AM
11312015 11:38:13AM
1015 11:39:13 AN
11312015 11:38:13 AM
112015 12:35:14 AM
1713/2015 13:38:14 AM
S 11:38:15 AN
1102015 11:39:15 AM
12015 11:30:15 AN
112015 11:30:15 AM
12015 13:00:16 AM
112015 11:00:16 AN
132015 11:00:17 AM
1/1/2015 11:30:17 AN
1112015 1129017 AN

v

Robot mode Supervsor v2.107.9

Modules tab

Fle Settings View Took Heb

TN
e

Power (kW)

1.42 23.9

Net Connection : OK
Temperature (°C)

L S

) Laser ON

@ Laser ready
&) Chiller ready
. Laser error

@ o

Emission ON

I Selection of modules

3 | 4}5‘
o oo
| |

7M7'Mun:-wm‘- Control | Ev«i;-rloﬂuﬁ} Power ngoh | Chies | Oe»v"cdrﬂvo:wnoi
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NC GRAPHICS

When you want to see the nesting, click NC graphics

PP A0 AZCUET LoVl AJMre 3000 Ik AN

ERMAKSAN

METAL FABRICATING MACKINERY

innovative technologies

Shit To Orgn

L s L - o L= RS L — ] Position
*’—A—Avﬂ,i’*hwi;‘;‘ﬁ'fﬁ‘;w— = e - as - - —— =
3 s 'S ' e vy ! Vi S ’e ]

Shift Forward

Shet Backwerd

Show Nestng

v Auto Load Active

[ Adwn Account  Levet Admersitrator (Engish)

You can click "shift to current position”
You can click "shift forward" or "shift backward” to see the whole nesting.
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CUTTING THICK MATERIAL

First of all you can cut thick material with normal piercing and cutting process.

But if you want you can use small nozzle for piercing all the sheet first and big nozzle for cutting

after piercing all sheet

 Lost Progrom Stat
;Puiinw X

| Film Burning - One [Noaumm( """" LASER CUTTING MACHINE ™)
| Pant NOODO00002 )

When we cut 10mm we use 1.2 d nozzle for piercing, 3.0 d nozzle for cutting
When we cut 12mm ,we use 1.2 d or 1.5 d nozzle for piercing, 3.0 d nozzle for cutting
When we cut 15mm ,we use 1.2 d or 1.5 d nozzle for piercing, 3.0 d nozzle for cutting

M| Axes Actual pozibon Distancetogo Distancetogo

67.758 0.000 0.000
Y mm 25.059 0.000 0.000 =
Z m 100.000 0.000 0.000
-- mm 67.758 0.000 0.000

F SAAA DT

3

Active progsam

= Ptoaaml CANC Codes\tuqra_v3.nc

0711272012 )
NODDOOOOO4 ( MATERIAL - AMg3 )
NOOOOOCOOS [ THICKNESS :08 )

Lo T I 100000000 { SHEET SIF - 300x 300 ) iy S Lype

| Paits

NOOOOODOO? ( ) m_ T Em— " No Flerce
inmVEPuﬁS] =300

INODOO00O3 Y Pas(SE] - 300
INODDDOODTO V. Par{d] = 0

Nl B I 000000011 V.E Par{47] = 0.8
| Paits with NOOOOOOO12 V. E.Padds] = 0

NOO000OO13V.E.Par49] = 1
NOOODOOOT4 V.E.ParS0] = 60
000000015 M40

¥ Matedal | Job Control

Cut
Paramoters NC Graphics  Job List

Before starting, activate only pierce option, plug the nozzle written on the cutting parameters.
After starting program, the machine will only pierce the piercing points,

If you stop the machine, you can start the machine without reset
If you reset the machine while doing piercing, you should click last program start position ,

and write start position and start contour in job control menu
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in this case only pierce should be active (orange color)

e After finishing all piercings machine comes to service position and ask for changing the
nozzle, in this case look at the cutting parameters and check for the cutting nozzle. Plug the
cutting nozzle. Generally cutting nozzle is 3.0 d

e When you press start after changing the nozzle, the machine starts cutting the contours (only
pierce option still active).

e While cutting continues if you reset the machine for any reason, you should first click last
program start position , and write start position and start contour in job control menu. And
after this you have to deactivate only pierce option, and activate no pierce option

. when no pierce is activated the color of icon is red

Test run, backwards, only pierce, no pierce , no lead in options can only be activated in automatic
operation mode .

Film Burning - One
Pat

Film Burnang - AR
Paits

Film Burning -AN
Paits with

Cut
Parameoters NC Graphics  Job List

In manual mode all of them can be deactivated, but can not be activated.

In nitrogen cutting we don't change the nozzle for thick material
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PROCUTTER

Procutter has four lights for displaying sensors and alarms. Lights has green, yellow, orange and red
color. Green = Condition is good . Yellow = ok. Orange = value is a bit high. Red = alarm.
Blinking red= Missing component or malfunction

Starting from left

1st light= Focal monitoring : when cartridge is moving to target focal position, led is off, when it
reaches target focal position, led is green

2nd light=Temperature monitoring: the light changes from green to yellow, orange and red depending
on temperature of colimation lens, cutting lens and cutting head

3rd light= Gas monitoring : the light changes from green to yellow, orange and red depending on
pressure inside cutting head

4+th light=Bottom protection glas monitoring : the light changes from green to yellow, orange and red
depending on femperature of bottom protection glass
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REMOTE CONTROL PROGRAMS

We are using these programs for controlling the computer via internet connection. We generally
connect to laser computer and lantek computer.

1. Ammyy

= @ Ammyy Admin v3.5 - Premium EE - (

A

English Calistmay

| Ammyy Language Help

O istemci. Baglanti bekleniyor Operator. Badglanti olugtur

vocabulary. ! ID'niz - istemci ID/ IP
|7 36 744 091 @ Frerr [29391262 | az |
lgll| e [ Desktop - speed 256 Kb - 1 Mb v
Ry / r
| o 192.168.42.73 Jerr [Sadeceize

e \ [

Established connection to router 95.211.242.83:443
3.5.exer Lantek B Sf{* g

7

Run ammyy program shown above picture.

The id of the computer is shown with arrow. For this computer it is 36 744 091for every computer it
is different. You will send us your ammyy id and we will connect. When we connect you must accept
the connection request. There is no password for ammyy connection.

2. Teamviewer

When we need, we use teamviewer also. Run teamviewer, send us your id and password

Baglanti  Ekstralar  Yardim

«* Uzaktan kontrol

Uzaktan Kontrole Izin Ver Uzaktaki Bilgisayar Kontrol Et

538 709 257 Kargidaki kigi ID
n kyv586

* Uzaktan kontrol

Gozeti . .. Dosya aktanmi
English Cal 5T A ozeumsiz er|§|m

vocabularny®
: i @ TeamViewer Windows ile birlikte ... SR LIS T

() Cihaz hesaba ata

() Kolay erisim ver

ilaicavarlar & Kisilar
Baglanti igin hazir (gavenli baglanti) m Bilgisayarlar & Kigiler
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NETWORK CONNECTIONS

We are using two LAN connections, don't change any configuration of these LAN

192.168.0.1 ip address is communicating control program, motors and utilities

192.168.100.10 ip address is communicating control panel, switch and resonator (lasernet)

MAHMUT GULER

LASER TECHNICAL SERVICE ENGINEER
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