








3 Operation
31 Power Supply

Warning!
All components are to be connected to the internal power outlets of the mobile cart to ensure that they can

be disabled with the emergency stop switch.

3.2 LM+P Initiation

3.21 Display and Button Functionality
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Fig. 10 Control panel

Symbol Description

@ Emergency stop switch
auto = manuell Switch auto/manual
Y Button anr?]:tizﬁiaaly endless
(] nInIRINN¢ Button and display labels

Button back
(only for “manual” mode)

Button forward
(only for “manual” mode)

)
4
S Button cut

(only for “manual” mode)

Table 3 Symbols and control panel

Function
The emergency switch sets the device into a safe state.
This switch does not disconnect the power supply. After
use the switch can be put back into its original position by
turning it.
» Only use in the case of an emergency

The switch auto/manual selects the mode ,automatic” or
,manual.”

Alit up LED signals the material settings.

A blinking LED signals an error.

- open the material feed

- Material was not recognized by the material sensor or
positioning sensor

To switch from label- to endless material mode push and
hold the button and push the switch “auto/manual” until
the changeover is successful.

The material moves backwards as long as the button is
pushed.

With endless material the forwarding continues as long
as the button is pushed.

With labels the forwarding is continues to the next
labeling position is reached.

Pushing this button cuts the material.



3 Operation

3.2.2 Adjusting the working Distance

In order to adjust the laser’s focus the laser marking system is equipped with a manual Z-adjustment (1) via the

eccentric (3).

Note!
o The distance is dependant on the technical specifications of the installed laser system and may vary due to
manufacturing tolerances. The normal focusing distance is noted on the test protocol of the installed laser

system.
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Fig. 11 Adjusting the working distance of the laser

Attention!

The axel adjustment is NOT secured by a mechanical break. Only loosen the locking screws if the unit has
been secured from dropping along the Z-direction.

1. Hold eccentric (3) with a hand to secure it from uncontrolled dropping in the Z-direction.
2. Lightly loosen the locking screws (2) at the same time.
3. Use the eccentric (3) to adjust the distance according to the value of the test protocol.

Note!
o The working distance (4) is calculated via the distance of the top edge of the material (6) in the laser
chamber and the mounting plate (5) of the laser scanning head.

4. Tighten the locking screws (2)
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68K Operation

3.2.3  Set up the Material Transport

Note!
o Adjusting the material feed height into the laser chamber according to material thickness through
exchanging the guide aperture.

Adjusting the material feed height

The height of the material feed between the floor of the laser
chamber (3) and the guide aperture (2) can be changed by
exchanging the guide aperture.

Guides for the following heights are part of the contents of
delivery:
* Guide aperture 1 mm (Part No.: 5525055)
standard
* Guide aperture 2 mm (Part No.: 5525019)
* Guide aperture 1 mm (Part No.: 5526258)

1. Open the door (4) of the laser chamber.
2. Loosen screws (1).

3. Schrauben (1) lockern.

4

. Pull guide aperture (2) toward the opening and take it out
of the chamber.

5. Replace the guide aperture (2) and push it in the direction
of the frame.

6. Tighten screws (1).
7. Close the door (4).

Fig. 12  Material feed height and guide aperture.

Inserting the Material Roller
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Fig. 13  Inserting material - unwinder

1. Loosen the knurled screw (4) and remove the flange (6).

2. When using material with 40 mm core diameter loosen the knurled screw (2) of adapter (3) and pull the adapter
(3) off the shaft (5).

3. If material with 75 mm core diameter is used loosen the knurled screw (2) of the adapter (3). Align the adapter (3)
a little smaller than the material and tighten the knurled screw (2) again.

4. Push the material onto the shaft (5) of the adapter (3) up to the plate (1).
5. Fix the material by pushing flange (6) onto the shaft (5) against the material and tightening the knurled screw (4).



3 Operation
3.2.4 Guiding Material

Guide the material according to the method of winding. (Inside-/outside winding.)

Fig. 14  Guiding the material

P Open the lever (3 and 5) of the locking systems and the laser chamber.
Material wound outside:
» Lay the material around the belt roller (6) as illustrated (8).

Material wound inside:
» Lay the material around the belt roller (6) as illustrated (7).

» Guide the material all the way through the locking system (5) and the laser chamber over the roll (2) and locking
system (3) to the internal rewinder (4).

» Set the guide rings of the belt roller (6) to the material width.
P Close lever (3 and 5) of the locking systems as well as the laser chamber.

Note!
0 The area intended for marking must face upward well rolled of the winder.



3 Operation

3.2.5 Calibration of Positioning Sensor

Notice!
o When using different materials, the sensor needs calibration to each material in use due to different
absorbtion and reflexion of the laser beam.

The control unit (2) of the positioning sensor is located at the rear side of the Label Marker below the air hose
connectors.

']
Fig. 15  Control unit of the positioning sensor

Setting the operation mode

» Remove the cover (1) of the control unit and open the protection cover of the sensor.
P Place the label material below the positioning sensor at the laser chamber.

P Repeat pressing the MODE-button (5) until the status indicator indicates the operating mode “L/D” (3).
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Fig. 16  Positioning sensor - control elements and display

P Select using the PUSH +/- -button (4) the following setting. Selected value will be showed at the display.
» for dark material select d'nn (darkon).
« for bright material select :'nn (lighton).

P Save selected value by pressing the PUSH +/- -button (4).



Operation
For calibration of the sensor proceed as follows:

» Put in material.
P Repeat pressing the MODE-button until the status indicator indicates the operating mode “TEACH” (1).
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Fig. 17  Positioning sensor - control elements and display

» Pressing the PUSH +/- -button saves the setting for “material in position”.
» The sensors does acknowledge the setting by indicating “good” (2) at the display.
» Remove the material from the sensor position.

Notice!
0 When using die cut material place the material to the gap between two labels. The sensor will save the
value for "no material" and will calculate the threshold.

» Pressing the PUSH +/- -button again saves the setting for “no material”.
» The sensors does acknowledge complete programming by indicating “good” at the display.
P Repeat pressing the MODE-button until the status indicator indicates the operating mode “RUN” (3).
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Fig. 18  Positioning sensor - control elements and display

Notice!
0 The sensor is working correct if the orange LED illuminates when the material is within the sensing area. It
must not illuminate when no material or the gap between labels are sensed.

» Close the protection cover of the sensor control unit.
» Remount the small cover of the control unit.
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3.3 Initialization of the Extraction- and Filtering- System
3.3.1 Interface
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Fig. 19  Interface and control panel
No. Description Function
1 | Power switch When switched on the device goes into standby.
2 | Warning of dangerous voltage
3 | Control light of the main filter Shows the saturation of the main filter.
4 | Control light of the pre filter Shows errors of the extraction unit before the filter.
5 | Reset-Taste Quit error messages. After switching off by pushing button 1.
6 |ButtonI Manually start of stop the extraction process.
7 | RPM controller Adjust the vacuum strength - loosen the locking screw (8) to adjust.
8 | Locking screw RPM controller To lock the current vacuum strength.

Table 4 Interface and control elements

» Switch on the device via the power switch (1).
- The software start a self diagnosis.
- During this test the lights of button (4) and (5) bilnk.
- On completion the lights switch off.

ﬂ Note!

When starting the extraction unit for the first time via the button I (6) or the Interface the extractor operates
at full capacity to monitor the filtering values. Once complete the vacuum strength will reduce to its set
value.



3 Operation
3.3.2 Filter

Warning!
When changing the filter direct contact with the harmful substances that are filtered out is possible. Direct

contact with these substances can lead to illness and long term damage.
» Avoid direct contact to the filtered substances!

» Use disposable polyethylene gloves and a protective mask with a FFF3 protection category.

Note!
Exchanged filters are still subject to industrial safety measures and need to be properly disposed of.

Filter status/vacuum strength

No.  Notification Signal light Cause
1 | Main filter Reset button » Filter mat and/or filter for suspended particles and/or active
Main filter control © carbon filter is saturated.
2 | Prefilter Reset button » Suction nozzle or intake diameter too narrow.
Pre filter control € »  Suction tube kinked or blocked.

» Suction area too densely enclosed.

3 | Blowing failure | Reset button * Failure of the blower
Main filter control € » Suction openings on the floor of the filter chamber blocked.

Pre filter control €

Table 5 Notifications and reports of the display

The saturation of the filter mat (5) and the Filter for susp. particles (4) is monitored by the main filter control of the
filter device.

Notifications of the main filter light up the reset button and the main filter control light. The suction will continue none
the less. The saturated filters are to be replaced as soon as possible!

n Attention!
Notifications from the filter system light up the reset button and one or both of the filter control lights.
The suction process continues.

» Saturated filters are to be replaced as soon as possible or the air current malfunction must be attended
to immediately!

The saturation of the active carbon filter (3) cannot be visually displayed.

With the following criteria the saturation of the active carbon filter (3) can be determined.

* The active carbon filter weighs 25% more than when it is new. The weight of a new filter is visible on the label.
* The filter has an odor.

» Aproximately 800 working hours.

» The active carbon filter is in the system for longer than a year.

Filter notifications

Filter notifications of the main filter/pre filter can be quit with the reset button if the device has power over mains and
the system was switched off with the button 1.

If the cause of the notification is not tended to and the system is switched on with the T button and a test sequence is
started the error with reoccur.

Warning!
The extraction process continues even though there is an error message. The vacuum strength could be

impaired leaving harmful substances unfiltered.
» Tend to the source of the problem as soon as possible!



__74f

3.4
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Operation

FL+ Initiation

Control Panel
The control panel allows the manual operation and offers information on system states.

Power

Pilot Laser

Shutter Open

Shutter

Emission

Fig. 20  Control panel Fig. 21 Display scan head
Switch Function Note
Key Switch the beam source on or off Turn the key to the (!) to switch the laser on or
off. The key turn back to its original position.
» Pull the key out of to avoid unauthorized use
and disconnect CON3 to disable remote use.
Button Function Note
Pilot Laser | Switch the Pilot laser on or off Switching on the pilot laser only occurs when
the mechanical safety lock (shutter) is locked
when the laser is to be activated.
When the laser is active the the pilot laser is
switched off automatically.
Open or close the mechanical safety lock of the | Opening of the shutter only occurs when the
laser emergency stop is not active and the security
hutter Open prerequisites are filled.
LED Function
Emission Beam source active

Laser Error

Error in function

Ready The entire device incl. beam source ready for marking
Power Power supply active
Pilot Laser | Pilot laser active
Shutter Open | Safety lock open
Attention! - Discharge of laser radiation from the scan head possible
Connection Function
Service Interface for system diagnostics via remote servicing program of cab.
Note: The interface may only be used by persons whom have been trained and authorized by cab.
Data Interface for removable storage devices (max. 4 GB) with marking- data, layouts or orders and
serves as an extension to the internal storage.
Table 6 Function and operational elements




3.4.2

3.4.3

Operation
Marking Laser
Switch on
Via the interface Via CON3
Power on Switch on the power source on the rear of the control panel

Power up the beam
source

Activate via the key switch

Activate signal "Laser On/Off"

Open shutter

push the button "Shutter Open"

Activate signal "Open Shutter"

Switch on the marking laser
Reset in the case of an error

Via the interface

Via CON3

Carry out reset

Push the buttons "Pilot Laser" and
"Shutter Open" for 5 seconds followed by
turning the key switch to () .

Activate signal "Reset"

After the reset the device restarts and the initialization of the laser control starts anew.

This can take up to 30 seconds.

Reset the marking laser
Switch off the marking laser

Via the interface

Via CON3

Close shutter

Push button "Shutter Open"

Deactivate the signal "Open Shutter

Switch off the beam
source

Turn the key switch

Deactivate the signal "Laser On/Off"

Switch off the power

Switch on the power source on the rear of the control panel

Switch off the marking laser
Switch off the beam source

Via the interface

Via CON3

Close shutter

Push button "Shutter Open"

Deactivate signal "Open Shutter"

Switch off beam source

Turn the key switch

Deactivate signal "Laser On/Off"

Table 7

Pilot laser

Switching off the beam source

For simulation purposes of the marking laser the scan head has an integrated pilot laser that emits visible light with
a low intensity (laser class 2). This can be used for analog test runs and adjustment purposes as the pilot lasers is
projected onto the material as the marking laser would be.

Via the interface

Via CON3

Switch on Pilotlaser

Push button "Pilot Laser"

Activate signal "Pilot Laser On/Off”

Switch off Pilotlaser

Push button "Pilot Laser"

Deactivate signal "Pilot Laser On/Off"

Table 8

Switching the pilot laser on/off
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Maintenance and Service
Service Plan

To ensure fluent functionality of the system it is recommended that the following maintenance operations are

performed by the users regularly.

Note!

The recommended intervals where calculated with a “normal” use of the system and can vary depending

on the degree of dirt as well as frequency of use.

Description Interval max. Interval min.
Check for any damage to the protective covers or Before every operation Weekly
exterior parts.
Check for any damage to the protective laser Before every operation Daily
window. (Note the laser safety guidelines).
Visual inspection of the optical and mechanical Before every operation Daily
components.
Test the functionality of the safety equipment. Before every operation Monthly
Remove debris (accumulated dirt/material As required Weekly
deposits) from the track along the laser marking
process. From transport- to positioning- systems
such as extraction unit, laser chamber etc.
Inspection and cleaning of the air ducts. As required Monthly
Cleaning of the material sensor. As required Quarter yearly
Cleaning the positioning sensor. As required Quarter yearly
Adjustment of the positioning sensor. As required Quarter yearly
Cleaning the transportation roller. As required Weekly
Check the transport roller for signs of wear and Half yearly Half yearly
tear.
Test the settings of the material transport. Quarter yearly Quarter yearly
Check the cutting system and clean the blade. As required Weekly
Check that the pipe connections of the extrator Before every operation Weekly
system are not damaged and adequately fastend.
Set up the suction and vacuum levels for foil With every material change Monthly
transportation.
Inspect the interface cable for damage and As required Half yearly
adequate connection fitting.
Examine and clean the protective lens glas of the As required Monthly
laser.
Inspect the safety markings. As required Monthly

Table 9 Maintenance plan




4 Maintenance and Service
4.2 Cleaning of the Transport System and Locking Roller

P Release the clamp lever and remove the material.
P Loosen screws (1) and dismount the guide aperture (2).

=

Fig. 22  Dismounting the guide aperture

P Clean deposits and debris on the transport roller and guide aperture with roller cleaner WR1 and a soft cloth.

Fig. 23  Cleaning the transport rollers

Attention!
Do not clean the rollers with sharp objects or corrosive substances as this may damage them!

4.3 Replacing the Roller

If the roller is too dirty for cleaning or damaged it can be replaced.

o Note!
Worn rollers have an inhomogeneous and very glossy surface.

Fig. 24  Replacing the roller

P Unfasten screw (1) on the side plate (2).

» Pull out bearing (3) and roller (4).

P Replace roller (4).

P Place the bearing (3) back and fasten it together with the roller (4) via the screw (1).



4 Maintenance and Service
44 Cleaning the Material Sensor

The material transport unit is equipped with a sensor (2) for material recognition.

Fig. 25  Cleaning the material sensor

P Release the locking system via the lever (1) and remove the material.
P Clean sensor (2) with a soft cloth or a brush.
» Remove any impurities on the material guiding system (3).

4.5 Cleaning the Laser Chamber

To guarantee a problem free laser marking operation it is necessary to clean the areas that get polluted by the
marking process at regular intervals.

Laser chamber Material guide rail
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Fig. 26 Cleaning the laser chamber

» To remove dust and loose particles the vacuum device can be fitted with a commercial vacuum pipe.

» Residue and debris on the guide rails and housing surfaces should be cleaned with a damp cloth or label cleaning
solution.

» Air ducts in the base plate can be cleaned carefully with compressed air.



4 Maintenance and Service

4.6 Cleaning the Lens’ Protective Glass
n Attention!

» Do not touch the lens with bare hands.

» Do not clean or touch the lens with tools or hard objects.

» Do not remove dust or dirt particles with compressed air off the surfaces.

» Do not wipe over the glas surface with a dry cloth or a paper towel.

Remove dust with a small bag bellow.

To remove courser dirt use lens cleaning paper with isopropyl with an optical degree of purity of 99% exclusively.
Trickle the solution onto the lens cleaning paper and do not touch the damp side.

Slowly wipe the lens cleaning cloth over the surface of the lens (1) in one direction.

Repeat this process with a new lens cleaning paper until the surface of the lens is perfectly clean.

VVvVVyYVYY

Cleaning the protective glass of the lens

4.7 Exchanging the Lens and its Protective Glass
Lens Classification Part No. of Protective Glass
F-Theta 160.1 Protective Glass 5525034.001

Table 10 Lens & protective glass

n Attention!
» Wear cotton gloves.
» Do not touch the surface of the Lens.

4.7.1 Exchanging the Protective Glass

Turn the Lens (2) counter clockwise to release it from its retainer (1) of the scan
head.

Turn ring (5) counter clockwise releasing it from the lens (2).
Lift the protective glass (4) from the rubber lip (3) of the lense.

Check the condition of the new protective glass, if necessary clean it.
> ,4.7 Cleaning the Lens’ Protective Glass"

Place the new protective glass (4) centered in the ring (5) and screw it to the
lens (2) from the bottom.

Mount the lend to the scan head.

Exchanging the protective glass

4.7.2 Exchanging the Lens

Turn the Lens (2) counter clockwise to release it from its retainer (1) of the scan head.
Place the lens covers, as part of the contents of delivery of the FL+, over the removed lens.
Remove the lens cover of the new lens.

Mount the new lens to the scan head.

Adjust the settings for the new lens in cabLase Editor 5.

vVVvVvyvyy
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Maintenance and Service
Changing of the individual Filters

Fig. 27  Filter exchange

» Switch the device off.

P Take the suction pipes from the lid (1) and lift the lid off.

Pre filter

» Turn lid (1) and pull pre filter (7) off the suction pipe (6) of the lid and seal the pre filter in an air tight polyethylene
bag.

» Insert a new pre filter (7) into the lid (1) and push the opening thereof over the suction pipe (6) as far as possible.

Filter mat

» Carefully remove the filter mat (5) from the suction device (2) and store this in an air tight polyethelene bag.

» With the printed word “down/bottom” at the bottom, place the new filter mat (5) into the suction device.

Filter for susp. particles

Note!
The (4) is normally saturated after the use of 10 filter mats (5).

» When the notification main filter is visible always change the filter mat (5) first and check if the error
persists.

» Carefully lift the filter from the device via the provided grips and place it in a sealable polyethylene bag.

» When replacing the Filter for susp. particles with a new one check the air flow direction arrow on the frame of the
filter.

Note!

Make sure that the surface of the Filter for susp. particles is not touched as this will damage the filter and
hinder its effectiveness.

Active Carbon Filter
Warning!

A saturated active carbon filter contaminates its surroundings. Contact with the filter can lead to sickness
and long term harm.

» Dispose of the saturated active carbon filter directly after removing it from the system.
» Remove the active carbon filter with care via the provided grips and sealing it into an airtight polyethylene bag.
» When replacing the active carbon filter take note of the air flow direction depicted on the frame of the filter.
» Reassemble the system in the reverse order.

Note!
» Ensure that the grips of the filters do not touch the filters and get wedged between the filters.
» Inspect and ensure that the system is air tight between the lid and the cover of the device.
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Possible Errors and Treatment

Error State

Possible Cause

Solution

System cannot be started.

No power supply.
Emergency stop button pushed.

Check the power supply.
Inspect the cables.
Check emergency stop status.

No material transport.

System not powered on.
Transportation rollers not locked.
Incorrect operation mode.

Switch on the system.
Lock the transportation system.

Change operation mode from manual
to automatic.

Material bent in the laser
chamber.

Vacuum system not active.

Suction pipe not connected or air tight.
Restricted vacuum.

Vacuum throttle dis-aligned.

Switch on the vacuum system.

Inspect the vacuum tubes and
connections.

Check filters.

Material transport not aligned.

Rewinder not set up correctly.
Guide rings not aligned.
Transport system maladjusted.

Error in material placement.
Rewinder not aligned to the system.

Set up the Flange parallel.
Adjust guide rings to material width.

Even distribution of transportation
pressure.

Check settings and extraction system.

Inspect alignment of distance plate and
cardboard core

Material is not being rewound
correctly.

Cardboard core not placed correctly.

Winding direction incorrect.
Rewinder not switched on.

Remove the cardboard core and check
that the material is fastened.

Change the winding direction via the
switch.

Switch on the rewinder.

Laser operation does start while
the system is switched on.

LED of the LM+ is blinking.

Open the pressure roller.

Close the pressure roller.

Material not recognized by the material
sensor.

Feed the material so that the system
can recognize it.
Clean the sensor.

Material is not being recognized by the
position sensor.

Restart the sensor (calibrate position).
Clean sensor.

Device cannot be started.

Connection cables not propperly
installed..

Examine and verify that the cable
connections are in order.

Power supply missing.

Check power supply.

No laser beam.

Safety lock (Shutter) locked.

Open shutter and check security
measures.

Laser not in focus position.

Check the operational distance.

Incorrect laser parameters.

Check laser parameters for suitability.

Insufficient laser power.

Laser not in focus position.

Examine the operational distance.

Incorrect laser parameters

Check laser parameters in the software
for suitability

Missing signs when marking.

Protective glass dirty.

Clean or replace protective glass.

Status display: Laser error lit us

Function error due to overheating.

Contact cab service.

After switching on the laser
there is not emission display.

System error.

If the error persists after a restart,
contact customer support.

No marking

Material not markable

Change to a different material.

Table 11 Errors and treatment




Software cablLase Editor 5

Note!

Detailed description of the program and creation of the marking program can be found in the software
documentation as part of the contents of delivery.

Interface

Start cabLase Editor 5.

The start screen appears.
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Fig. 28 Interface cabLase Editor 5
1. Title bar 5. Objects manager
2. Menu bar 6. Working area/main window
3. Tools bar left 7. Profile manager
4. Job Manager 8. Motor manager

Note!

The depiction of the displayed objects in the main window can deviate from the marked material and depend

on settings in the view menu.



Software cablLase Editor 5
Selecting the Network Adapter

cabLase Editor 5 supports multiple network adapters within a PC.

Note!

If there are multiple network adapters in a PC the connection order in the windows settings are to be set so
that the connection to the laser marker system FL+ is selected first.

et = Windows 7 Example
Adaptes and Bindngs | Provider Orer | » Control Panel > Network and Sharing Center > Change
Connections ane listed in the order in which they ame accessed by adapter Settings'
networdk services.
S » Menu “Advanced Settings”.
Py e resiars 2] P In the window “Adapters and Bindings” find the
(5 [Remate Acoess cornectons] 3] connection for the FL+.
» Move the desired connection to the top of the list with
Bindings for Local Area Connectin: the arrows.
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Fig. 29  Interface cablLase Editor 5

The network connection with which the devices are connected must be selected in cabLase Editor 5.
» In the main menu bar select “Connections > Manage”.
P Select the tab “Network adapters”.

Comectans Manage B=

"Laser Svztems

Drefault network, adapter
.- In a computer with multiple network, adapters, you can select a default adapter to use
when connecting to Lager Syetems.

Drefault network. adapter:
iFast-E thermet-Metzwerkkarte fur Realtek BTLE133/810:-F amilie

[5 Fast-E themet-Hetzwerkk arte flr Realtek RTL8139/810x-Familie 158 Marvell ' ukon B9EE

Set az Default | Clear |

Save | LCancel |

Fig. 30  Selecting a network adapter

P Select the network adapter with which the FL+ is connected.
» Click on "Set as Default".

Note!

If the subnet mask is incompatible the IP address of the computer must be changed. Both devices must be
within the same subnet mask.
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Software cablLase Editor 5

Connecting the FL+ with cablLase Editor 5 manually

Note!

Before cabLase Editor 5 can be connected to the LF+ system a network connection must be established.

Note!
Ensure that the laser marking system FL+ has power!

After starting the software the field “Laser System Viewer” displays the notification “Searching for laser systems”.
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Fig. 31  Search for laser systems

P In the field “Laser System Viewer” right mouse click on the laser system recognized by the network and click on
“Connect”.
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Interactive...

K

Fig. 32  Connecting the laser marking system

oovrs

An automatic connection setup query follows:

cablase Editor 5 B =]

a0 \I This connection can be made automatically. Connect automatically to
¥ this Laser Systern when it becomes available?

Ja I Mein

Fig. 33  Query for an automatic connection
P Choose the desired method of connection.

Note!

The setup of the automatic connection can be undertaken at a later point.



Software cabLase Editor 5 85

Subsequently the configuration parameters of the laser marking system are saved locally on the PC. The connection
window offers details on the status of the system.

To cancel a pending connection, select the connechion in the list and
click Cancel connect request

Laser Svstem name | Statusg: |
! cab_FL+20 SMEDT [YO:B2D5... Downloading lazer config...

Cancel connect request

Fig. 34  Overview establishing a connection

To communicate different connection status the following icons are used.

Symbol Status

Available in the network

Not available in the network

Connected with local installation of cabLase Editor 5

Errors in firmware or licence

PC Software incompatible

WM EmMmm

Table 12 Connection status

When mousing over a recognized laser system the connection status is displayed:

_File Edit View Connections Job Objects Profiles Tools Syst

DI %A XD
J | Laser System Yiewer ® |§’,w
@i Eq Local network, [F.
E|! cab_FL+20
8 || i “¢ Untitled1. wlj =2 -
. Status: Connected to this client
B IP Address: 192.168.1.11
— Connected to: 192.168.1.10
A Last error: ProcessAbort
=
C] =)

Fig. 35  Display of the connection status

Note!
To terminate an active connection click on “disconnect”.
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54 Set up the Automatic Connection of the FL+ with cabLase Editor 5

P Select menu “Connections > Manage”. The following input/output window is displayed:

Connections Manager
Laser Systems ] Metwirk, adapters

Autamnatic Lazer Spstem connections -

To connect to a Lazer System automatically when the application starts, add a Laser
— Syztem to the Automatic connectiong list.

Lazer System name: Automatic connections:

!cab_FL+2D_SNBD? [FO:B3DE3E Add sy

1 I b

Save Cancel

Fig. 36  Setting up an automatic connection

In the left window all marking systems FL+ within the network, with their MAC-addresses are visible.
» Click on the desired laser marking system FL+: The selected system is highlighted in blue.

» Click on “Add >>>".
The laser will be added to the “Automatic connections” list.

Connections Manager
Lazer Systems ] Metwork. adapters

Automatic Lazer System connections -

To connect to a Laser Syztem automatically when the application starts, add a Lazer
— Syztem to the Automatic connections list.

Lazer System name: Automatic connections:

[eab_FL+20_SMED? (70:B3 D5 3¢ fdd 533 oY cat_FLeo0_

cab_FL+20_SMEO7 [F0:B3:D Eeiove ‘
Clear Default

Save Cancel

Fig. 37  Determining the default connection

P Choose the desired laser in the list “Automatic connection” and define it as the standard device by clicking on the
“Set as Default” button.
A tick in the monitor of the icon confirms the selection.

» Apply the selected settings by clicking on “Save”

ﬂ Note!

When starting the software cabLase Editor 5 will connect with the Laser marking system FL+ automatically
from now on.
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Changing the IP Address

Attention!
Incorrect IP address setting can lead to a loss of connectivity that can only be rectified by changing the
settings of the local PC.

P In the “Laser System Viewer" right mouse click the recognized laser system and select “Settings”.
P Select "Network".

Metwark I Dutputsl Interlocks | Date and Time | COM Portz | Job Seleu:tiu:unl Lu:uggingl

Metwork, settings

! Change the network, settings of the Laser System controller. For changes to take effect,
a Lazer Spstem restart iz required.

|cab_FL+20_SNEO7

M arme:
b ode: I.ﬁ.ddress Type: Manually configured ;|
P Address [192.168.1.11

]9 Cancel Help

Fig. 38  Editing the IP address

» Under the “Mode” drop down menu select “Address Type: Manually configured” and enter the desired IP address.
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Creating *.wlj-files

» Open the software cabLase 5 Editor.
» Move the mouse cursor to the main/working area and right mouse click.

New Job
Open Job...
Close Job

———— > Settings.. Fi1

Fig. 39  Select “Settings”

» From the submenu select the point “Page Setup”.

Job Settings

Page Setup ] Fiepeat Processl Step & Flepeatl External Start! 3

Mark, field page setup
| ] Use Page Setup to define the mark field boundaries for

b ark to:

Farmat:

Fig. 40  Selecting the label size

P Set the size of the label (work space).
P Place objects onto the work area and format them.

The object types, object formats etc. are explained in detail in the software description WinLase LAN User Guide.

[ Spaceshilieny - cab Produritechrk G cablaee Edtor S
() Bt viw _Comnctins Jb_Objcts Potes Toos Syt

73 o L) o

10 Camarkensiep e

P

120\pratEntickung\P FL\BIfedalbration Wl SSUDAL Scaiabon
>
P ——
i [2%] save Job As...
a
Speichem | layout ~| & B eF B
Name Anderungsdatum  Typ GroBe
Es wurden keine Suchergebnisse gefunden.
-
= Lz
A
§
{ & e
Accel e o s
= = Decel rate: [0 steps.
e { o —
e - s R — Datsiname:  [enter name here]
I Mark obies Paitradhus: o Y
5 Dat %
Lol e s FEST AT o - Is) stvp:  [Jobfies (i) |
7o o ot e

NG Gl =]alw]

Fig. 41 Save the print job as *.wlj files
P Save completed layouts as *.wlj files.
Note!

With the automation- and control- software cabLabelMarker objects can be edited and saved as separate
laser orders. [> cabLabelMarker —» Loading a print job (Auftragserfassung)
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The software cabLabelMarker (cabLase Automation) serves the purpose of processing laser orders and controlling
the laser marking system LM+ as well as transport, cutting etc.

6.1 Interface

1 Start | 4 SAP Daten drucken . Rl |
%’Kﬂ Produktion l Test I
= '
s ol 5 T
o | el |
i 9 b ©
PR 8 z
D Prioanzahi i
’ i - -
« =] v
10 mix Tpe teme e
13
dearevents |
11 @
] ————— '
Fig. 42  Interface cabLabelMarker
1. Start/Stop the marking process 8. Status LM+
2. Transport and synchronisation of the labeling 9. Offset and material selection
system. 10. Laser orders and printing list
3. Create and organize laser orders 11. Protocol
4. Data-import for preview 12. Preview window
5. Status of the extraction 13. Object list
6. Distance
7. Laser Status
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Automation with cabLabelMarker

Block A Button/display XXX V/ Function
1 Start/Stop Start/Stop of the laser marking order after the implementation of the order.
Cancel Cancellation of all running operations.
2 Synchronize Feed the label to the start position sensor. +/- SyncOffset
Feed Material is fed 10 increments forward.
The number of steps per millimeter can be determined in the cabLabelmarker.ini file.
Feed label Feed of one label length of the current order.
Feed cutting position Feed to the next cutting point of the current order.
3 Process laser orders Opens an extra window for order processing orders. Labels are loaded (cabLase.
wij-format) and a laser order is created and saves this in the print job.
Load print job Loads a pre made, saved printing queue from a text file.
Refresh Printing queue is refreshed.
Delete selected orders Only delete the selected orders of the print queue.
Delete all orders Deletes all order within a printing queue
Change priority Changes the order of the jobs within a printing queue.
4 Import data When activated the printing data from text files from folder 1 or 2 are imported.
Load layout Loads a layout.
Preview marking A loaded layout can be marked for test purposes.
5 Extraction Status of the extraction is visible in the operational display.
6 Distance / mm
7 Laser Status of the laser FL+ in the operational display.
8 Labelmarker Status of the laser marker LM+ in the operational display
9 SyncOffset Set the material by a set value when synchronizing.
X-Offset Moves the text in direction X.
Y-Offset Moves the text in direction Y.
Material sensor active Material sensor at the transport system of the laser chamber is switched on/off.
Endless material Selection between endless material / and labels

Table 13

Interface elements of cabLabelMarker
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Automation with cabLabelMarker

Loading a print Job

By using the interface element “Laserauftréage erfassen” (load print job) the following window is opened:

S T =

= Druckaufrtge erassen =) --@

Layout: I:l

rams\Spaceshuttie Z Laden [@f Auﬁraganlagen”x Eingabe laschen

C:\marker'jobltest_programs\Spaceshuttie.wj

0 Mittwoch , 17.  Mai 2017 [@v
Start SerialNr; Schritt: [ lalle abschneiden
al [labschneiden am ende

Variablen:

Objekt et

Columbia natkeraraphicswectortColumbia. dut (]

‘ ol * [zoom sichern

Fig. 43  Sub menu load print job
Load Laden Load layout

Create order Auftrag anlegen

Delete entry Eingabe I6schen
Amount Menge

Copies Kopien

Date field Datumsfeld
Delete last Letzten Auftrag
order I6schen
Variables Variablen

Cut all alle abschneiden

Cut at the end abschneiden am

Ende
Preview window Vorschaufenster

Order is placed in the laser order printing list.

All entries in the window order acquisition are deleted.

Enter the amount of labels to be printed.

Number of copies per serial number.

By standard definition the current date is entered. The date can be changed
for the print job to enable a custom date to be applied to the label.

The last entered laser order will be delete from the print list.

All objects in the layout without a # in front of the name will be marked for

editing. The value can be edited.
Cut after every label.

Cut after the end of the order group.

To preview the order

Error Messages cabLabelMarker (cabLase automation)

Error message

Possible cause

Solution

Shutter of the Laser FL+ is not

© © e Push the

B e open. _ ‘“‘: @ Shutter Open
l o © ‘ ’ button.
o
Shutter not open
R5232 Fehler B e The switch auto/manual is set to Set the switch
auto <= manuell
RS232 Error manual. auto/manual
to auto

Laser marker system is not ready

Laser marker system LM+ is not
switched on.

Check the power cable and switch the
device on.

Table 14 Errors and solutions
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Fundamental settings are altered in the cabLabelMarker.ini.

[LABELMARKER]

SYNC_TIMEOUT=1000
The time in ms that the LM+ waits for the material to be synchronized.
If this time is exceeded the LM+ is stopped and an error is shown.

CUTPOSITION=16
The distance to the cutter.

FUME_EXTRACTOR_TIMEOUT=60
The time in seconds until the extractior is switched off in the idle state.

METER=0,416

The amount of labeling material in meters that have been processed by the device. These values are entered by the
program.

X_LEFT=4

X_RIGHT=120

Y_BOTTOM=10

Y_TOP=128

The restriction of the marking area in millimeters.

RESOLUTION=6,1
The resolution of the LM+ drive of increments per millimeter.

[COUNT]
NAME=Serialnummer
The name of the serial number.

SEQ=0123456789
The counting order of the serial number.

[LAYOUTS]
Path=c:\cablaser\layouts\
The directory of the layouts.

[GRAPHICS]
PATH=C:\cablaser\layouts\
The directory to the used graphic files.

[LASER]
LOCALADR=192.168.1.10
The IP address of the network card of the PC that is connected to the Laser.

DEVICEADR=192.168.1.11
The IP address of the laser system.

ONTIME=0,027
The time in hours that the Laser actually marked. This is logged by the program.
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[DB]
FILE=c:\cablaser\laser.accdb
The path and name of the access database file of the internal print job storage.

[TEMP]
MAX=30.4
The maximum temperature of the housing interior of the laser beam source.

[WS]
PORT=8080
The port of the web service.

[MAIL]

HOST=127.0.0.1

PORT=2025

USER=cabcab

PASS=cabcab

SENDER=labelmarker@cab.de
RECEIVERS=name@service.de

Login data for sending an email in the case of an error.

[DATA_1]
Path=c:\cablaser\data1\
Path 1 for print data files.

[DATA_2]
Path=c:\cablaser\data2\
Path 2 for print data files.
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Technical Data

Laser System: LM+

F-theta lens mm 160.1 2541
Marking area mm 112 x 112 120 x 180
Working distance fixed adjustable by mechanical hand wheel
Working distance nominal mm 202 +4 305 +-4
Laser protection window mm 100x 50

Foil Transport System:

Aperture extraction system DN 50

Positioning accuracy mm +0,2mm

Positioning repeatability mm +0,5mm

Speed material transport mm/s 200

Type of material wound roll die cut or continous foil

With of material mm 25 -120mm

Thickness of material mm 0,055-0,3

Weight of material g/m? 300

Length of single label mm 4 -1000

Outer diameter of roll mm max. 300

Core diameter of roll mm 40/76

Winding inside or outside

Foil Cutter mm CU4LF

Interfaces:

Control and data interface serial RS232

Marking Laser

Fiber laser FL+ series

Operating Data:

Main supply connection

100 - 240V £10% AC
50/60Hz / 1,4A/ Fuse Typ B

Max. Power Consumption

100W ( without Laser Marking Laser )

Operating temperature

Grad Celsius

10 - 35°C

Air humidity 30 - 85 % not condensing

Laser safty class (EN60825-1) class 1

Certification CE

Noise level dB (A) <64

Net weight kg 22 ( without Marking Laser)
Dimensions LxBxHmm 802 x 375 x 408 802 x 375 x 583
Dimensions ( with exhaust connector | Lx B x H mm 802 x 440 x 520 802 x 440 x 730
and laser system mounted )

Placing desktop

Chassis / colour

steel plate / anodized clear / RAL 9005

Fig. 44  Technical data

Note!
o For additional technical data of used laser systems and exhaust units, refer to additional operating

manuals of these devices, please.




7

Technical Data

Marking laser | FL*10R | FL*20R | FL+30R | FL*50R

Ytterbium fiber laser, pulsed, air-cooled Software cablase Editor 5
cw output power max. W 10 20 30 50 Characters
Puls energy mJ 0,6 1 Fonts All TrueType fonts installed in Windows,
Wave length nm 1064 filled or as outline, laser specific single, double
Beam g“lity M2 <1,8 and triple line fonts. All fonts can be freely scaled
Pulse width ns 90-120 80-120 and ,wobbled",
Pulse frequency kHz  20-80 2200 Alignment Any alignment aqd direction of rotation,
Fiber coupling m 45 25 circular arc marking
Scan head Character spacing  Stretching and compressing
Mounting horizontal/vertical Graphics
Marking speed mm/s ~5000 Graphic elements  Lines, circles, rectangles, polygones; Hatching of
Pilot laser all filled surface elements
Wave length m 650 Graphic formats  PLT, DXF, BMP, JPG, PCX, WMF, EPS, TIF;
cw output power mw <1 All graphic elements cgn be soaled,l moved,
Elesiierics rotated, grouped or mirrored. Special tools are
. available to align the objects.
Processor 32 bit clock rate MHz 600
= Barcodes
Main memory (RAM)  MB 256 .
Linear Barcodes  Interleaved 2/5 Codabar
Data memory (Flash) MB 512 Code 39 Code 93 EAN
Extensions (Flash) USB memory stick Code 12é UPC
Rlmerionsince Hack 2D-Codes Data Matrix, ECC200, QR-Code
Cenilie: Ll R8T mm e A c Y All codes are variable in height, module width and
weight kg 16 ratio. Optionally: check digits, inverted codes
Scan head HxBxT mm 110x170x330 Additional features
weight kg 7 Serial number, time, date
Coielipansl Variable fields
Key switch - Laser source ON/OFF Insertion of graphic data out of Windows programs
Push button  pilot laser ON/OFF Programmable laser parameters
shutter open OPEN/CLOSE ,
- — - Storage of process and parameter files
Indicator emission Laser source active o
Control of digital in- and outputs
laser error Laser source error o " . .
Control and monitoring of additional axes, e.g. lifting, rotary and linear
ready Laser source ready
power Power supply ON
pilot laser ON
shutter open Safety lock open
Connector service USB mini
data memory USB

FL*10R FL*20R FL*30R FL*50R
100-240 VAC - 50/60 Hz

Operating data
Operating voltage/frequency

Power ON/OFF

Power standby W 65

consumption max. W 150 175 200 250

i e operation 5-40 °C/10-85 % not condensing

huriicity stock 0-60 °C/20-80 % not condensing
transport —25-60 °C/20-80 % not condensing

Approvals CE, FCC class A, ICE S3

Performance level d

Laser safety class EN60825-1
laser source
pilot laser

Class 4
Class 2

100.1 160.1 254.1 420.1

Plano-spherical lens

Working distance mm 1412 202+4 = 302+4 541+10
Marking field mm  69x69 112x112 180x180 290x290
Spot diameter um ~25 ~35 ~50 ~85
2 Resolution dpi 1000 725 500 300

Tabelle 1 Technical data
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cab

we ,m/e«,é@ 22700E

EU Declaration of Conformity

We declare herewith that the following device as a result of design, construction and the version put in circulation
complies with the relevant fundamental regulations of the EU Rules for Safety and Health. In the event of any alteration
which has not been approved by us being made to any device as designated below, this statement shall thereby be

made invalid.
Device: Laser Marking System
Type: LM+ P /FL+/AF

Applied EU-Directives and Standards

Directive 2006/42/EC on machinery e ENISO 12100:2010

e ENISO 13857:2008

* EN 349:1993+A1:2008

e ENISO 13849-1:2008

e ENISO 11553-1:2008

 EN 60825-1:2006+A1:2008 +A2:2011

 EN 60825-4:2006+A1:2014

* EN 60950-1:2006
+A11:2009+A12:2011+A1:2010+A2:2013

Directive 2014/30/EU relating to electromagnetic compatibility |+ EN 61000-3-2:2014

 EN 61000-3-3:2013

 EN 61000-6-2:2005

e EN 61000-6-4:2007+A1:2011

Directive 2011/65/EU on the restriction of the use of certain « EN 50581:2012
hazardous substances in electrical and electronic equipment

Person authorised to compile the technical file : Norbert Schulmeister
cab Produkttechnik GmbH & Co KG

Wilhelm-Schickard-Str. 14
D-76131 Karlsruhe

Signature for the producer :: Karlsruhe, 27.06.2016

e,

|
cab Produkttechnik GmbH & Co KG
Wilhelm-Schickard-Str. 14 Klaus Bardutzky

D-76131 Karlsruhe Company Management
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