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Software Installation

Double click @ . here comes out software installation window

&l RDCANS. 0. 13 Install

Welcome to the RDCAM Setup Wizard

This wizard will quide wou through the inskallation of ROCARM,

It iz recommended that vou close all other applications before starting Setup, This
will make it possible to update relevant system files without having ko rebook your
campuker,

Click Mext ko continue.,

Click

. “laotall”
11 1IweAll

Install | ’ Cancel ]
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Choose Software Version, Language and Mother Board

| Tnstalli USH driver

Type: Lazerfork W
Language: Simplify Chinese %
Mainboard: EDLC3Z0 o

[ |Locate install path
DIItm-: VErslon
[|Pen drawing lines

| Install |]

EXiL

Install USB driver

Choose Type

Choose
Language

Choose Mainboard

Install the software
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Finished Installation Interface

‘4, RDCAM5.0.21 Install M=
:
[ Tnstall USE driver |
Flease wait while finutes,
Type: RLaserSetUpV5 |£| |
Language: b

Mainboard \1‘) Inskall Finish! vd |
Locets
|:| Demo e

DPen drawing lines
Flug Laserfork

Execute the comn

Install | | Exit

[T | TITTITITD

Click to install

= Back, Mext =
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Finished Driver Installation Interface

4, RDCAM5.0.21 Install

| ST \

Flease wait while inukes,

Type: Ol acere : bl

Language: b

®
Mainboard \1‘) Install Finish! v
o eeate
Dﬂem-:- v
DPEII. drawing lines

Flug Lazerfork

Click to install the driver]

Execute the comn

TTTTITTIT Ittell | | s | TTIITIIII

Copyright 7201 1Redals2)LEd,

< Back. Mext =

<<




Software Interface

File

Draw
ool

Edit

ype setting
ool

¥ Default -

|Drav\\}J |Config

Handle

ork

Output

est

I

A A
File(F) Edit(E} Draw (D) Configis)  Handie(w)  View(y) Help(H)
L 4/
Ped AR e d®a0&a Do e Ol o B fy ks
% [886.443| mm ] [73.702 | o | (100 ] o . o
¥ [179.351) mm F [74.995 | mm | (100 | % - E QDb ! / Trans
T T e
@ Z Work |Output I Doc IUser ITest ITranstrml
-| Demo version-only for evaluation N f
£ Layer Mode  Spee: PU'N \l orm
A al =~
Ve
ik User
ol -
[l
AR
ol D
2 3 [ Up ] [ Daown ]
X §: Device
Ml [ Find Com ] [Auto -
|
= Laser work
EE - Position:
+
2)e°
Or=
[ Start ” Pause/Continue ” Stop ]
3 [ SaveTolFile ” UFileQutput ” Download ]
Qutput select graphics
adl
- Path optimize
= Layer
: OH:0M:05:0M5 t I
LR AT e Y] | | EEREEN
--- *Welcome to use the Laser system of cutting,Propose the displ |1 curve object, Size:X73.702,Y74.995 #:230.050mm,Y:679.759mm |
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Import @

Click one time & to import our design shown in the following. Choose
proper file and click [Open].

Lok ir: |E} Laserw/orkys @| o ZF M-

@Fonts
[ﬁ)temp
() vendor
#Logo
&Splash

Preview

Filz narme: | | |ﬁ Open I

Filez of type: | Supported Files1 w | [ Cancel ]
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Import Applicable Format @

.ai /[ .dxf [ .plt etc are applicable

Look in:

i,;leDnts
(Dytemp
Iy vendar
#Lngu Jdco

*J Splash.bmp

File name:

Files of lype:

| £ Laseiworkvs

Supported Files2
& Files [“.ai)
DiAF Files [*.d«f)
PLT Files [*.pit)
DST Files [“.dst)
DSE Files [".dsb)
BMP Files [“.bmp)
GIF Files [".qif)

PNGG Files [“.png)
MMG Files [*.mng]
ICON Files [“ica)
CURSOR Files [".cur)
TIFF Files [*.tif" tiff)
TGA Files ["taa)
PCH Files [*pexl
WEMP Files [* whmp)
WMF Files [ vaml)
EMF Files [“.emf)
JBG Files [*jbal

JP2 Files [*j2¢:".ipc)
PG Files [*.pgx)
RAS Files [“.ras)

| PMM Files [*.prm;". pam;” ppm]

SKA Files [".3ka)
Rl Files ["raw]

_\'- € ? .u,

JPEG Files [.ipg.".ipeg;”pe." i)

= fF

_ Supported Files1

W Cancel i
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Data Check  [=

Click

]
o
&

, then we will see the following:

Check close

[ ] auta close Error{mrm): |

Zheck self-cross

Zheck cross

i_heck overlap

[ ]Enable error Errarirmm):

(Clase check end

IFind unclose curves: S
|Self-cross check end

ENDt find self-cross curves
(Cross check end

:Firu:l Cross curves: 1
|Overlap check end

[Find overlap lines: 279

N = = G




Curve auto close ‘ \

Click [ |so we will see the following:

Setting close error Ej

Close error{mm):  |0.1 s

[ ]Faorce ta close

| ok, | | iZancel

Closing Allowance: Curve will close automatically when the allowance is
smaller than the number we type into.
Compulsory Closing: Tick this function for compulsory closing.

&= P G



- !
Combine curve 'r':’+

Click beo there is a new interface coming out as

follows.

Setting combine error

iZombine errar{mm): (0.1

e, | | Cancel

New curve will be seen according to the above setting for combination
allowance. Max. is 5Smm.

< = P



Delete overlap lines Laser¥Work
Delete overlap 12

i : L | Deleted owerlapped lines: 24
[ |Enable overlap error e Y

verlap error{mm;: |

] 4 l [ Cancel

N = = G




Delete overlap lines ¢ | B Laser¥ork
Delete overlap 12

" Deleted owerlapped lines: 24
Enable Overlap error e Y

Crverlap errorimm): :':"5|

Ok, ] [ Zancel ]

M = B G




Curve Smooth-/

Click /' so as to smoothen curve with the following way:

Curves smooth g'

Smoothness J 95% |:| Direct smookh

| [ Apply HFuIIFrame” k. ” Cancel ]

L = = T




Curve Smool

Adjusting smooth rate then we will see the previous and after changing result.
Black line is before smoothening, and after smoothening is red line.

After
smoothin

R | Before
smoothing

Smookhness

1= 9%

[Jmirect smaooth

‘ [ Apply ][FuIIFrameH Ok H Cancel ]

<<



Show path

Tick “path displaying” so we will see the order and direction.

_____

----------- -t
¥
Al e .%__%::i:__;___



Cut Optimize EEEI

To optimize order for outputting, we have to use this function.

Cutting optimize handle @

[ | order of laver

Inside to oukside
Single inner ko ouker W
Elock handle
Height: |50 Dir: |Up ko bkt
|:| akart point optimize

Auko dekermine skart point and direction

l Ok l [ Cancel l

< = P



Inside to outside [+] Inside to outside

Single inner ko ouker W

KT E)



Order of layer

W

Order of lave

--------------------------------- -

"
"
"
"
"
"

I|IIIIIII':I|II:"::J:|IIIIIIIIjI:: IIIIIIIII:"::DIIIIIIIII::J:I|IIII
2
= AT
-

x

Wark, Dutput Do _I_Iser Test Transfnrm.
Layer Mode Speed Power Cukpuk
B Ot 100,000 30,000 Yes
B 100,000 30,000 Yes

[ Up J [ Dawin
Linefcolumn setup

rurmn space Dislocation

e
znn|
ooE
i OOC
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Layer

Parameter

| Wark Cutput || Doc User Tesk Transform

Laver

Maode

Cut
Cut

Speed

Power

100.000 20,000
100,000 20,000

Cubput

YEs
Yes

Click 2 times on different color to get layer setting interface

Layer Parameter

3

Load parameters From library

Layer:

Is Cukput:
Speedimm)s):
If Blowing;

Processing Mode:

Yes |

Yes -

- || Advance,.,

Min Power{%e) Max Power()

[ oefault

Laseri: |30 |30 [ ] oefault
Laserz: |30 |30
Seal: |0.000 i
Open Delay: |0 s
Close Delay: (0 ms

Laser through mode

Ok

] [ Cancel

)

Load parameters Fram library |

Layer:

Is Cukput:
Speedimms):
If Blowing;

Processing Maode:

Laser2: |30
Seal; |0.000 ki
Open Delay: |0 s
Close Delay: |0 ms

Yes [T

_1':":' [ ] Default
Yes -

Cut | [ Advance. ., ]

Laser through mode

| ok

] [ Cancel ]
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Layer Parameter-Cut

EL rameter
A | Load parameters from library | /ﬁWax:ZOOmm/s j
E
I Laver: [ B
Is Output: | Yes /
Speedimmys): 100 [ ]oefault

If Blowing: | Yes -

Processing Mode: | Cut -

Min Poweer{=s) Max Powver(%:)
Laserl: |25.0 |30 [ | oefault

Laserzy |23.0 0]
Tmm 10-15mm/s
Seal; |0.000 [
(p Q
L | ms 2mm 15-35mm/s
Close\Delay: |0 ms 3 25 50 /
[+*]Laser through mode mm = mm/s

?k ] [ Cancel ]

[

Power Range : 2%-98%

The larger the photo is, the
faster the speed is.

I - O




Layer Parameter-Scan

Layer Farameter

FAN Load parameters fram library
E
=) Laver: [ A
Is Output: | Yes -
Speedimmys): |200.00 [ ] Defaulk
If Blowing: | Yes -
Processing Mode:  |Scan -
Min Power(%s) Max Power( %)
Laserl: |20.0 (20,0 [ ] Default
Laserz: |20.0 20
X [ ]independent output
[ |ramp Effect
Ramp Length: i
Owerstriking: |Un-process | =
Scan Mode: | A_swing -
Inkervalfmm): (0.1
b [ ik, ] [ Zancel ]

Attention: It must be closed design.

<<



Layer Parameter-Dot

LLayer Parameter rﬁvl
L | Load parameters From library |
| Laver: | R
Is Output; | Yes b
Speed{mmys): [100.00 - [ ] Default
If Blowing: | ves =
Processing Mode: | Dok -
Min Power{%s) Max Power(%:)
Laserl: |30.0 (30.0 [ ] Default
Laserz: |30.0 | [30.0 .
Dat time; |0.100 |5
Dot interval; |1.000 | mn
Dok length: |0 mn
[ ]center dot
v Ok, ] [ Zancel

 E R B SR =S B A2 ARS8 T8 20T P LA RSE PSSR
.
2 shey " sesas e u Sss s vaas
- o . ¥ e
. » s ased i & b 0 i
. 2.8 5, - %
. N b H
v L '. lllll
» e .
. &5 . .
. . " '
. : % 4 &
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.
.
»
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Line/column
Setubp

Cronan

J

Line column setup

Dislocation

0.000

space

3.000

Mum

og
oo
(==}

{0,000

2,000

Bestrem. ..

Wirtual array

Laser work

[

H Pause/Continue ” Skop

Skark

] [ Download ]

| saveToUFie ||  UFieoutput

Path optimize

Craneiny

[

l

Up

Line/calumn setup

Dislocation
40,000

space

1.000

Mum

[=1=]
ooo
(=)=}

0.000

-20.000

Bestrew. ..

I

wirkual array

[

Laser work

][ PauseContinue H Stop

Skark

] [ Cioanload ]

| saveTolFie ||  UFileOutput

L)
o+
£
e}

[=%

o
£
e}

m
o

[Joutput seleck graphics

Device

gl
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Position

Position:

.4 1 4™

ar .

_urrent positic

Anchaor poink
Machine zero

AT Frean?

Obviously, this function is used to set up starting point for laser head. It has 3
choices: present, previous, machinery

1.Present: Laser Head stats to move from the present location.

2.Previous: Choose this one, laser head moves from the previous
setting point. And it can be changed by “Origin” on panel.

3. Machinery: Laser Heads moves back to Zero Point, that is the right
side at the top of platform.

< = P



Go scale

Speedimm/s): EZDEI

Single click | coscale

[ A NN U MRS P U U US| U U NS US| <0 —— . F S U U U U U U —————

< = B ¥ G




Start Pause/Continue Stop

Laser work,

[ akart H FPause/Conkinue H Sktop

1. Start: Press this button so as to give order to machine to start to
work.

2.Pause/Continue: Single click for pause, and double click to
continue.

3. Stop: Machine stops working if we press this button.

&= P G
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Air Pressure

Fabric Cutting: Adjust accordingly if there is no deformation for
fabric sheet. The larger the pressure is, the better the cutting
result will be.

Fabric Engraving : Not too large not too small.
Acrylic Cutting: Increase pressure a little for those under 2mm.

Decrease it if acrylic is beyond 2mm to prevent
possible error.

Acrylic Engraving: Small pressure is ok to get transparent result.

Double Color Board Cutting: Large pressure is necessary to
prevent from black edge.

Double Color Board Engraving : Never use large pressure.
Wood Cutting: Must use large air pressure.

Wood Engraving: Not too large not too small.

I << |



80W Laser Tube Cutting Parameter (Reference Photo No.4 )
Lens 63.5 Speed (mm/s) Power (%) Remarks
Thickness Best Speed Applicable Speed Min. Power Max. Power
Imm 60 35-100 75 80 Reference Photo No. 1
2mm 50 30-80 75 80 Reference Photo No. 1
3mm 20 10-30 75 80 Reference Photo No. 2
Smm 8 6-17 75 80 Reference Photo No. 2
8mm 4 3-6 75 80 Reference Photo No. 3
10mm 4 2-5 75 80 Reference Photo No. 3
Lens 100 Speed (mm/s) Power (%) Remarks
Thicknes Best Speed Applicable Speed Min. Power Max. Power
Imm 55 20-90 75 80 Reference Photo No. 1
2mm 45 15-70 75 80 Reference Photo No. 1
3mm 15 8-28 75 80 Reference Photo No. 2
Smm 7 5-15 75 80 Reference Photo No. 2
8mm 4 2-6 75 80 Reference Photo No. 3
10mm 3 2-5 75 80 Reference Photo No. 3
12mm 2 1-5 75 80 Reference Photo No. 3
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100W Laser Tube Cutting Parameter (Reference Photo No.4 )
Lens f63.5 Speed (mm/s) Power (%) Remarks
Thickness Best Speed Applicable Speed Min. Power Max. Power
Ilmm 100 40-130 75 80 Reference Photo No. 1
2mm 60 30-90 75 80 Reference Photo No. 1
3mm 25 10-40 75 80 Reference Photo No. 2
Smm 12 8-20 75 80 Reference Photo No. 2
8mm 5 2-7 75 80 Reference Photo No. 3
10mm 4 2-6 75 80 Reference Photo No. 3
Lens 100 Speed (mm/s) Power (%) Remarks
Thickness Best Speed Applicable Speed Min. Power Max. Power
Imm 60 30-100 75 80 Reference Photo No. 1
2mm 30 20-50 75 80 Reference Photo No. 1
3mm 15 10-30 75 80 Reference Photo No. 2
Smm 10 7-15 75 80 Reference Photo No. 2
8mm 5 2-9 75 80 Reference Photo No. 3
10mm 4 2-6 75 80 Reference Photo No. 3
12mm 3 2-5 75 80 Reference Photo No. 3
15mm 1.5 1-3 75 80 Reference Photo No. 3
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135W Laser Tube Cutting Parameter (Reference Photo No.4)

Lens 163.5 Speed (mm/s) Power (%) Remarks
Thickness Best Speed Applicable Speed Min. Power Max. Power
1mm 100 40~150 75 80 Reference Photo No. 1
2mm 60 30~90 75 80 Reference Photo No. 1
3mm 25 10~35 75 80 Reference Photo No. 2
Smm 12 8~18 75 80 Reference Photo No. 2
8mm 6 39 75 80 Reference Photo No. 3
10mm 5 3~7 75 80 Reference Photo No. 3
Lens 100 Speed (mm/s) Power (%) Remarks
Thickness Best Speed Applicable Speed Min. Power Max. Power
1mm 60 40~120 75 80 Reference Photo No. 1
2mm 50 30~75 75 80 Reference Photo No. 1
3mm 20 10~30 75 80 Reference Photo No. 2
Smm 10 8~15 75 80 Reference Photo No. 2
8mm 6 3~10 75 80 Reference Photo No. 3
10mm 5 3~7 75 80 Reference Photo No. 3
12mm 4 2~6 75 80 Reference Photo No. 3
15mm 2.5 1~4 75 80 Reference Photo No. 3
20mm 1 1~2 75 80 Reference Photo No. 3

&= P G




300W Laser Tube Cutting Parameter (Reference Photo No.4)

Lens f63.5 Speed (mm/s) Power (%) Remarks
. Best Speed Applicable Speed Min. Power Max. Power
Thickness
1.9mm with 80 30-120 80 85 Reference Photo No. 1
L paper
3.4mm with 40 10-70 80 85 Reference Photo No. 2
- paper
4.7mm with 20 8-30 80 85 Reference Photo No. 2
L paper
8mm with paper 10 3-15 80 85 Reference Photo No. 3
9.7mm without 7 3-10 80 85 Reference Photo No. 3
paper
Lens 100 Speed (mmls) Power (0/0) Remarks
. Best Speed Applicable Speed Min. Power Max. Power
Thickness
1.9mm with 70 30-110 80 85 Reference Photo No. 1
paper
3.4mm with 40 10-62 80 85 Reference Photo No. 2
————paper
4.7mm with 18 8-28 80 85 Reference Photo No. 2
paper
8mm with paper 10 3-15 80 85 Reference Photo No. 3
D.7mm without paper 7 3-10 80 85 Reference Photo No. 3
|4.60mm without papey 3 1-6 80 85 Reference Photo No. 3
20mm without paper 2 1-3.5 80 85 Reference Photo No. 3
25mm without 1 0.8-2 80 85 Reference Photo No. 3
paper
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Weark || Oukpuk | Daoc User | Test Transfarm
[=] Cut parameters i
Idle speedimmfs) 200,00
Idle Accirnm)z2) 1000,00
Start speedi(mms) 15.000
Min &ccirmm,s2) 200,00
Max Accimmfs2) 1000.00
Cutting rmiode Morrnal Cutting
Acc Mode S mode
= Sweep parameters
% Start Speed(mmyfs) 40
y Start Speed(mm)s) 15.000
® Accirmmfs2) 5000.00
y Accimimyfsz) 2000.000

| inR Shift Sneed mmf=1 150.000

Photo 1

W

Weark || Oukpuk | Dac User | Test TransForm
=] Cut parameters b
Idle speedimmm)fs) 200,00
Idle Accimmfs2) 1000,00
Start speedimmfs) 5.000
Min Accimm)s2) 200,00
Max Acc(mm)s2) 500.00
Cutting mode Morrnal Cutting
Acc Mode S mode
= Sweep parameters
® Start Speedirmmfs) 40
y Start Speed(mmfs) 15.000
% Accimmmyfs2) 5000,00
y Accimmmyfs2) 2000,000

lirim Chift Shood fraeafch 150 000

Photo 2

Weark, | Oukput | Doc User Test Transform
=] Cut parameters ~
Idle speed(mm)s) 200,00
Idle Acc(mm,s2) 1000.00
Start speed(mmfs) 5,000
Min Accirmrfs2) 200,00
Max Accimmys2) 200.00

Cutting mode

Marmal Cutting

A Mode 5 miode

Sweepn parameters

% Start Speed(mm)s) 40

y Start Speed(mm)s) 15,000

® Accirmmmfs2) S000.00

y Accimimmfs2) 2000,000

iR Shift Smeed (romd<t 150.000 '
Photo 3
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Imm
Max. applicable

speed cutting
result

3mm

Max. applicable
speed cutting
result

8Smm

Max. applicable
speed cutting
result

12mm

Max. applicable
speed cutting
result

Imm
Best Speed
Cutting Result

3mm
Best Speed
Cutting Result

8mm
Best Speed
Cutting Result

12mm
Best Speed
Cutting Result

2mm
Max. applicable
speed cutting
result
Smm
Max. applicable
speed cutting
result
10mm
Max. applicable
speed cutting
result
15Smm
Max. applicable
speed cutting
result

Photo 4

2mm

Best Speed
Cutting Result

Smm
Best Speed
Cutting Result

10mm
Best Speed
Cutting Result

15mm
Best Speed
Cutting Result
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135W Glass Tube Plywood Cutting Parameter

Lens f63.5 Speed (mm/s) Power (%)
Best Speed Applicable Min. Power Max. Power
Thickness Speed
Imm 80 30-120 75 80
3mm 40 10-70 75 80
Smm 20 8-30 75 80
8mm 10 3-15 75 80
Lens f100 Speed (mm/s) Power (%)
Best Speed Applicable Min. Power Max. Power
Thickness Speed
Imm 70 30-100 75 80
3mm 30 10-50 75 80
Smm 15 8-25 75 80
8mm 12 5-15 75 80
12mm 4 1-6 75 80




60W Laser Tube Engraving Parameter (Reference Photo No. 6)

Lens £50 Speed (mm/s) Power ( % ) Scanning Gap (mm) Remarks
Best Speed Applicable Speed Min. Power Max. Power
Material
Acrylic 200 10-400 18 18 0.08 ( 0.05BALE) Reference Photo No.
Double Color 200 10-400 18 18 0.08 (0.05AE)  |Reference Photo No.
Board
WOOd 200 10_400 18 18 008 ( 005 L/LJ: ) Reference PhOtO No.
. 200 10-400 18 13 0.25 ( 0.05BALE) Reference Photo No.

I
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Y -
| MWork | Qutput | Doc | User | Test -Transf_c_urljjn_ 2‘;@"‘;}« : ,’:5:::;
iEl Sweep parameters ~ 5 _ : * ‘i‘f
# Start Speed(mmnfs) 40 w ”-r’, e
y Start Speed(mmm)s) 15.000 2 s ol ‘::" >
¥ Accimmys2) 8000 @ . : 2
y Accimm)s2) 2000,000 "
Lire Shift Speed (mmfs) 150,000 "
Scan Mode Common Mode
Facula Size(S0-~-09%,) 93,000
:E Dme; para Acrylic Engraving Result Double Color Board Engraving
Horne speed(mm)s) 20,000 Result
Auto home X Yes
Auto home Y Yes
Auto home z Mo
A1tn hiornie 1) (g! b
Photo 5

Denim Engraving Result

Photo 6
M = R O




60W Laser Tube Half-cutting Parameter

Lens 50 Speed (mm/s) Power ( % ) Remarks
Best Applicabl Min. Max. Min. Power is to control corner laser force
Speed e Speed Power Power while max. power take control of laser force
Material for straight line. With improper min. power,
the result won’t be good, neither there is no
Wood 20 1~200 8.8 9 light nor black edge.
Double 20 1~200 8.8 9 Better not using large power laser tube
Color Board
Acrylic 20 1~200 8.8 9 40w glass laser tube or RF metal laser tube
will be a good option
Reflective 20 1~200 8.5 8.5 HS 60W laser tube is so good as SP 60W
Materials for min. power

< = P




Thanks for your patient browsing.

< = P



	Slide 1
	Slide 2
	Slide 3
	Slide 4
	Slide 5
	Slide 6
	Slide 7
	Slide 8
	Slide 9
	Slide 10
	Slide 11
	Slide 12
	Slide 13
	Slide 14
	Slide 15
	Slide 16
	Slide 17
	Slide 18
	Slide 19
	Slide 20
	Slide 21
	Slide 22
	Slide 23
	Slide 24
	Slide 25
	Slide 26
	Slide 27
	Slide 28
	Slide 29
	Slide 30
	Slide 31
	Slide 32
	Slide 33
	Slide 34
	Slide 35
	Slide 36
	Slide 37
	Slide 38
	Slide 39
	Slide 40
	Slide 41

