GCC...

LaserPro

S400

\ User Manual
'Y Y Y

d
E
!
i
:
i
1
g
d
¢
I
]
Iz
1 2
'3
€
QENOBAS 1 2
NHNUNATNBA | S
www.delinitby 1
!

4F-1., No.236, Fude 2nd Rd., Xizhi Dist., New Taipei City 22151, Taiwan 886-2-6616-6692 Fax : 886-2-2694-6875




Dear Sir / Madam,

Thank you for choosing GCC LaserPro laser systems. You can be assured that this machine meets the
highest safety standards while using technological innovations shared by no other laser engraver. The

S400 model is backed by GCC, a truly international company that is dedicated to help your business grow.

We at GCC are proud to introduce the LaserPro S400 machine, our most technologically advanced laser
engraver to date. This easy to operate model has been designed with quality, productivity, and safety in
mind. With the Touch-screen panel, SmartAC™, closed-loop DC servo motor, and the new DuraGuild rail

motion System, S400 is clearly on the cutting edge of all laser systems.

GCC understands that a creative technical background is the key to successful growth in the ever-
changing information economy. We have a strong team of R&D experts who propel our company to new
heights.  From product development to manufacturing, our engineers are dedicated to innovation and

quality.

Guiding our solid technical base is a world-class management team. At GCC, our leaders bring together
marketing, technical support, research development and distribution experts to create an international
network to meet your demands. Over the years, this network has been able to span throughout the globe.
Our technical support staff is committed to provide you with impeccable service, and when your business is

ready to grow, our team will be there!

Sincerely,

Leonard Shih
President of GCC
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1.1 Principles of a CO2 Laser

LASER is the acronym for Light Amplification by Stimulated Emission of Radiation. A CO2 laser works
by electrically stimulating the molecules within a carbon dioxide gas mixture. When focused through a
lens, this highly-intense and invisible beam will vaporize many material. Depending on the speed and
intensity of the projected beam, a CO2 laser may be used to engrave or cut through a wide variety of
material.

1.2 Safety Ratings

The LaserPro S400 is equipped with a sealed carbon-dioxide laser that emits intense and invisible
laser radiation with a wavelength of 10.6 microns in the infrared spectrum. The laser system is
designed as a Class 1 laser device, meaning that the system is equipped with key safety features and
an enclosed laser head to completely contain the laser under normal use. One of the key safety
features found on the LaserPro S400 is a Class 2 red beam safety guidance pointer (similar to a
laser-pointer presentation pen) allowing the operator to see the exact location where the laser beam
will fire.

Even though the LaserPro S400 is equipped with the most powerful laser to date, through proper
usage and taking necessary hardware safeguards, will make it an extremely safe machine.

When the front door and back door are open, machine becomes a Class 4 equipment and users must
wear goggles to operate the machine.

1.3 The Safety Interlock System

The laser system is equipped with a safety interlock system utilizing magnetic sensors on the top
and side access doors, laser-activation and door LED lights on the control panel. The magnetic
sensors will deactivate the laser when either door is open. At this time, the “door” LED light found on
the Touch Screen will illuminate, indicating an open or improperly closed door. When the laser is in
operation, the “laser” LED will illuminate to inform the operator that the laser is activated. If at any time,
any of the access doors are open and the “laser” LED is illuminated, IMMEDIATELY unplug the laser
system and contact GCC service team for technical support and maintenance instructions.

DO NOT operate the laser system if any component of the safety system is malfunctioning.

DO NOT attempt to remove or modify any component of the safety interlock system.

4 232003110G (03)



1.4 Safety Label

According to CDRH standards, all fixed or removable covers that allow access to a laser beam must
have an appropriate laser warning label attached to them. These warning labels must be clearly
visible to the operator prior to removing the cover. Additional labels must be applied to the interior of
the machine and be visible in the event when the covers are removed. A label clearly displaying the
manufacturer’s name, date of manufacture, description of product, model number, serial number, and
compliance statement must be attached to the outer surface of the machine.

In compliance with CDRH standards, the required warning labels are affixed at the time of
manufacture to the LaserPro S400, attached on appropriate locations. These labels are not to be
modified in any way or removed for any reason. Please familiarize yourself with the specific labels
and their locations on the machine. Below is a list of all the safety labels and their locations on the
machine.

Product Label

This label is located at the right-back side of machine. All the product information such as Serial Number,
Model Numbers, Laser Power and Electric power can be found here. Before requiring any further tech
support, always provide the service person with the information on this label.

Serial Number

Q53444

LaserPro
Manufacturer Great Computer Corporation
Product Laser Engraver
Model S400
ModelNumber | S400-30V
Wavelength 10.57~10.63 pm
Power CO2 30W
Input 100-240VAC, 50-60Hz, Max 10A
Manufactured | May 2016

Class | Laser Product Complies with EN60825-1:2014, EN ISO 13849-1:2015

Class Il Laser Product Complies with CDRH

Made in Taiwan

€® 2

4F-1.,No.236, Fude 2nd Rd., Xizhi Dist., New Taipei City 22151, Taiwan

Serial Number

Q53444

LaserPro
Manufacturer Great Computer Corporation
Product Laser Engraver
Model S400
ModelNumber | S400-40Vi
Wavelength 10.57~10.63 pm
Power CO2 40W
Input 100-240VAC, 50-60Hz, Max 12A
Manufactured May 2016

Class | Laser Product Complies with EN60825-1:2014, EN ISO 13849-1:2015

Class Il Laser Product Complies with CDRH

Made in Taiwan

€® 2

4F-1.,No.236, Fude 2nd Rd., Xizhi Dist., New Taipei City 22151, Taiwan
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Serial Number

Q53444

LaserPro
Manufacturer Great Computer Corporation
Product Laser Engraver
Model S400
ModelNumber | S400-60Ti
Wavelength 10.57~10.63 pm
Power CO2 60W
Input 100-240VAC, 50-60Hz, Max 15A
Manufactured | May 2016

Class | Laser Product Complies with EN60825-1:2014, EN ISO 13849-1:2015

Class Il Laser Product Complies with CDRH

Made in Taiwan

€®E

4F-1.,No.236, Fude 2nd Rd., Xizhi Dist., New Taipei City 22151, Taiwan

Serial Number

Q53444

LaserPro
Manufacturer Great Computer Corporation
Product Laser Engraver
Model S400
ModelNumber | S400-60Ti93
Wavelength 9.23-9.31pym
Power CO2 60W
Input 100-240VAC, 50-60Hz, Max 15A
Manufactured May 2016

Class | Laser Product Complies with EN60825-1:2014, EN ISO 13849-1:2015

Class Il Laser Product Complies with CDRH

Made in Taiwan

€®E

4F-1.,No.236, Fude 2nd Rd., Xizhi Dist., New Taipei City 22151, Taiwan

Serial Number

Q53444

LaserPro
Manufacturer Great Computer Corporation
Product Laser Engraver
Model S400
ModelNumber | S400-80GT
Wavelength 10.57~10.63 pm
Power CO2 80W
Input 200-240VAC, 50-60Hz, Max 15A
Manufactured May 2016

Class | Laser Product Complies with EN60825-1:2014, EN ISO 13849-1:2015

Class Il Laser Product Complies with CDRH

Made in Taiwan

€®E

4F-1.,No.236, Fude 2nd Rd., Xizhi Dist., New Taipei City 22151, Taiwan

232003110G (03)



Serial Number

Q53444

LaserPro
Manufacturer Great Computer Corporation
Product Laser Engraver
Model S400
ModelNumber | S400-80Ti
Wavelength 10.57~10.63 pm
Power CO2 80W
Input 200-240VAC, 50-60Hz, Max 15A
Manufactured | May 2016

Class | Laser Product Complies with EN60825-1:2014, EN ISO 13849-1:2015

Class Il Laser Product Complies with CDRH

Made in Taiwan

€®E

4F-1.,No.236, Fude 2nd Rd., Xizhi Dist., New Taipei City 22151, Taiwan

Serial Number

Q53444

LaserPro
Manufacturer Great Computer Corporation
Product Laser Engraver
Model S400
ModelNumber | S400-100GT
Wavelength 10.57~10.63 pm
Power CO2 100W
Input 200-240VAC, 50-60Hz, Max 15A
Manufactured May 2016

Class | Laser Product Complies with EN60825-1:2014, EN ISO 13849-1:2015

Class Il Laser Product Complies with CDRH

Made in Taiwan

€®E

4F-1.,No.236, Fude 2nd Rd., Xizhi Dist., New Taipei City 22151, Taiwan

Serial Number

Q53444

LaserPro
Manufacturer Great Computer Corporation
Product Laser Engraver
Model S400
ModelNumber | S400-100TiF
Wavelength 10.57~10.63 pm
Power CO2 100W
Input 200-240VAC, 50-60Hz, Max 15A
Manufactured May 2016

Class | Laser Product Complies with EN60825-1:2014, EN ISO 13849-1:2015

Class Il Laser Product Complies with CDRH

Made in Taiwan

€®E

4F-1.,No.236, Fude 2nd Rd., Xizhi Dist., New Taipei City 22151, Taiwan
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Serial Number
GCC... Q53444

Manufacturer | Great Computer Corporalion

Product Laser Engraver

Model | S400

ModelNumber | S400-20JFL

Wavelength | 10.57~10.63pym

Power lcoz20w

Input | 100-240VAC, 50-60Hz, Max 10A

Manufactured May 20186
Class | Laser Product Complies with ENG0825-1:2014, ENISO 13848.1.2015

Class Il Laser Product Complies with CORMH CE A d
Made in Taiwan l_‘

4F-1., No. 238, Fude 2nd Rd., Xizhi Dist , New Taipel City 22151, Taiwan

Serial Number
GCC... Q53444

Manufacturer | Great Computer Corporalion

Product Laser Engraver

Model | S400

ModelNumber | S400-20RMZ

Wavelength | 10.57~10.63pm

Power 7 | Fiber 20W 7

Input [ 100-240VAC, 50-60Hz, Max 10A

Manufactured May 20186
Class | Laser Product Complies with ENG0825-1:2014, ENISO 13848.1.2015

Class Il Laser Product Complies with CORMH CE A d
Made in Tarwan l_‘

4F-1., No. 238, Fude 2nd Rd., Xizhi Dist , New Taipel City 22151, Taiwan

Serial Number
GCC... Q53444

Manufacturer | Great Computer Corporalion

Product Laser Engraver

Model | S400

ModelNumber | S400-30JFL

Wavelength | 10.57~10.63pym

Power [coz3ow

Input | 100-240VAC, 50-60Hz, Max 10A

Manufactured May 20186

Class | Laser Product Complies with ENG0825-1:2014, ENISO 13848.1.2015
Class |l Laser Product Complies with CORM CE @ 3

Made in Tarwan -
4F-1., No. 238, Fude 2nd Rd., Xizhi Dist , New Taipel City 22151, Taiwan
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Serial Number
GCC... Q53444

Manufacturer | Great Computer Corporalion

Product Laser Engraver

Model | S400

ModelNumber | S400-30RMZ

Wavelength | 10.57~10.63pym

Power 7 | Fiber 30W 7

Input [ 100-240VAC, 50-60Hz, Max 10A

Manufactured May 20186
Class | Laser Product Complies with ENG0825-1:2014, ENISO 13848.1.2015

Class Il Laser Product Complies with CORMH CE A d
Made in Taiwan l_‘

4F-1., No. 238, Fude 2nd Rd., Xizhi Dist , New Taipel City 22151, Taiwan

Serial Number
GCC... Q53444

Manufacturer | Great Computer Corporalion

Product Laser Engraver

Model | S400

ModelNumber | S400-50RMZ

Wavelength | 10.57~10.63pm

Power 7 | Fiber SOW 7

Input [ 100-240VAC, 50-60Hz, Max 10A

Manufactured May 20186
Class | Laser Product Complies with ENG0825-1:2014, ENISO 13848.1.2015

Class Il Laser Product Complies with CORMH CE A d
Made in Tarwan l_‘

4F-1., No. 238, Fude 2nd Rd., Xizhi Dist , New Taipel City 22151, Taiwan

Serial Number
GCC... Q53444

Manufacturer | Great Computer Corporalion

Product Laser Engraver

Model | S400

ModelNumber | S400-60JFL

Wavelength | 10.57~10.63pym

Power [coz60w

Input | 100-240VAC, 50-60Hz, Max 12A

Manufactured May 20186

Class | Laser Product Complies with ENG0825-1:2014, ENISO 13848.1.2015
Class |l Laser Product Complies with CORM CE @ 3
Made in Tarwan -
4F-1., No. 238, Fude 2nd Rd., Xizhi Dist , New Taipel City 22151, Taiwan

232003110G (03)



: Serial Number

GCC... Q53444

Manufacturer [ Great Computer Corporation

Product ' Laser Engraver

Model ' s400

ModelNumber | S400-120GT

Wavelength | 10.57~10.63pym

Power | coz120W

Input | 200-240VAC, 50-60Hz, Max 13A

Manufactured May 20186

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1.2015

Class |l Laser Product Complies with CORM (a
CEm® .
om—

Made in Taiwan
4F-1., No. 238, Fude 2nd Rd., Xizhi Dist , New Taipel City 22151, Taiwan

Serial Number

GCC.. g

Manufacturer Great Computer Corporation

Product ' Laser Engraver

Model | S400

ModelNumber | S400-30V/20JFL

Wavelength  10.57=10.63pym

Power | CO2 30W/ Fiber 20W

Input | 100-240VAC, 50-60Hz, Max 14A

Manufactured May 2016
Class | Laser Product Complies with EN80825-1:2014, ENISO 138408.1.2015

Class |l Laser Product Complies with CORM <€ ﬁ
Made in Tarwan -

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

Serial Number

6CC.. g

Manufacturer Great Computer Corporation

Product ' Laser Engraver

Model | S400

ModeINumber | S400-30V/20RMZ

Wavelength  10.57=10.63pm

Power ' CO2 30W/ Fiber 20W

Input | 100-240VAC, 50-60Hz, Max 14A

Manufactured May 2016
Class | Laser Product Complies with EN80825-1:2014, ENISO 138408.1.2015

Class |l Laser Product Complies with CORM <€ ﬁ
Made in Tarwan -

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

10
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GCC... Q53444

Great Computer Corporation

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Laser Engraver

| s400

| $400-30V/30JFL

1 10.57~10.63pm

' CO2 30W / Fiber 30W

| 100-240VAC, 50-60Hz, Max 14A

| May 2016

Class | Laser Product Complies with EN80825-1:2014, EN ISO 13848-1 2015 l

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Great Computer Corporation

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Laser Engraver

| s400

| 5400-30V/30RMZ

1 10.57~10.63pm

' CO2 30W/ Fiber 30W

| 100-240VAC, 50-60Hz, Max 14A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
L
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

Serial Number

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Great Computer Corporation

Laser Engraver

| s400

| 5400-30V/50RMZ

1 10.57~10.63pm

' CO2 30W/ Fiber SOW

| 100-240VAC, 50-60Hz, Max 14A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

11
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GCC... Q53444

Great Computer Corporation

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Laser Engraver

| s400

| $400-30V/60JFL

1 10.57~10.63pm

' CO2 30W / Fiber 60W

| 100-240VAC, 50-60Hz, Max 14A

| May 2016

Class | Laser Product Complies with EN80825-1:2014, EN ISO 13848-1 2015 l

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| s400

| 5400-40Vi/20JFL

1 10.57~10.63pm

' CO:2 40W / Fiber 20W

| 100-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
L
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

Serial Number

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Great Computer Corporation

Laser Engraver

| s400

| 5400-40VI/20RMZ

1 10.57~10.63pm

| CO2 40W / Fiber 20W

| 100-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

12
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GCC... Q53444

Great Computer Corporation

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Laser Engraver

| s400

| 5400-40Vi/30JFL

1 10.57~10.63pm

' CO2 40W / Fiber 30W

| 100-240VAC, 50-60Hz, Max 15A

| May 2016

Class | Laser Product Complies with EN80825-1:2014, EN ISO 13848-1 2015 l

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Great Computer Corporation

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Laser Engraver

| s400

| 5400-40VI/30RMZ

1 10.57~10.63pm

' CO2 40W / Fiber 30W

| 100-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
L
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Great Computer Corporation

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Laser Engraver

| s400

| 5400-40VI/SORMZ

1 10.57~10.63pm

| CO2 40W / Fiber SOW

| 100-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan
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GCC... Q53444

Great Computer Corporation

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Laser Engraver

| s400

| 5400-40Vi/60JFL

1 10.57~10.63pm

' CO2 40W / Fiber 60W

| 100-240VAC, 50-60Hz, Max 15A

| May 2016

Class | Laser Product Complies with EN80825-1:2014, EN ISO 13848-1 2015 l

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Great Computer Corporation

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Laser Engraver

| s400

| 5400-60Ti/20JFL

1 10.57~10.63pm

' CO2 60W / Fiber 20W

| 100-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
L
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Great Computer Corporation

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Laser Engraver

| s400

| 5400-60Ti/20RMZ

1 10.57~10.63pm

' CO2 60W / Fiber 20W

| 100-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

14

232003110G (03)



GCC... Q53444

Great Computer Corporation

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Laser Engraver

| s400

| 5400-60Ti/30JFL

1 10.57~10.63pm

' CO2 60W / Fiber 30W

| 100-240VAC, 50-60Hz, Max 15A

| May 2016

Class | Laser Product Complies with EN80825-1:2014, EN ISO 13848-1 2015 l

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Great Computer Corporation

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Laser Engraver

| s400

| 5400-60TI/30RMZ

1 10.57~10.63pm

' CO2 60W / Fiber 30W

| 100-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
L
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Great Computer Corporation

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Laser Engraver

| s400

| 5400-60TiI/SORMZ

1 10.57~10.63pm

' CO2 60W / Fiber SOW

| 100-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

15

232003110G (03)



GCC... Q53444

Great Computer Corporation

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Laser Engraver

| s400

| 5400-60Ti/60JFL

1 10.57~10.63pm

' CO2 60W / Fiber 60W

| 100-240VAC, 50-60Hz, Max 15A

| May 2016

Class | Laser Product Complies with EN80825-1:2014, EN ISO 13848-1 2015 l

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Great Computer Corporation

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Laser Engraver

| s400

| 5400-60Ti93/20JFL

1 10.57~10.63pm

' CO2 60W / Fiber 20W

| 100-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
L
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Great Computer Corporation

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Laser Engraver

| s400

| 5400-60Ti93/20RMZ

1 10.57~10.63pm

' CO2 60W / Fiber 20W

| 100-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

16

232003110G (03)



GCC... Q53444

Great Computer Corporation

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Laser Engraver

| s400

| 5400-60Ti93/30JFL

1 10.57~10.63pm

' CO2 60W / Fiber 30W

| 100-240VAC, 50-60Hz, Max 15A

| May 2016

Class | Laser Product Complies with EN80825-1:2014, EN ISO 13848-1 2015 l

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Great Computer Corporation

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Laser Engraver

| s400

| 5400-60Ti93/30RMZ

1 10.57~10.63pm

' CO2 60W / Fiber 30W

| 100-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
L
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Great Computer Corporation

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Laser Engraver

| s400

| 5400-60Ti93/S0RMZ

1 10.57~10.63pm

' CO2 60W / Fiber SOW

| 100-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

17

232003110G (03)



GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| s400

| 5400-60Ti93/60JFL

1 10.57~10.63pm

' CO2 60W / Fiber 60W

| 100-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with EN80825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| s400

| $400-80GT/20JFL

1 10.57~10.63pm

' CO2 80W / Fiber 20W

| 200.240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
L
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| s400

| 5400-80GT/20RMZ

' 10.57~10.63pm

' CO2 BOW / Fiber 20W

| 200-240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

18

232003110G (03)



GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| s400

| $400-80GT/30JFL

1 10.57~10.63pm

' CO:2 80W / Fiber 30W

| 200.240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with EN80825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| s400

| 5400-80GT/30RMZ

' 10.57~10.63pm

' CO2 BOW / Fiber 30W

| 200-240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
L
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

Serial Number

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Great Computer Corporation

' Laser Engraver

| s400

| 5400-80GT/50RMZ

' 10.57~10.63pm

' CO2 BOW / Fiber SOW

| 200-240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

19

232003110G (03)



GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| S400

| $400-80GT/60JFL

1 10.57~10.63pm

' CO2 80W / Fiber 60W

| 200-240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with EN80825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| S400

| 5400-80TiI/20JFL

1 10.57~10.63pm

' CO2 80W / Fiber 20W

| 200-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
L
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

Serial Number

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Great Computer Corporation

' Laser Engraver

| S400

| 5400-80TiI20RMZ

1 10.57~10.63pm

| Co2 8OW/ Fiber 20W

| 200-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

20

232003110G (03)



GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| S400

| 5400-80TI/30JFL

1 10.57~10.63pm

' CO:2 80W / Fiber 30W

| 200-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with EN80825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| S400

| 5400-80TI30RMZ
10.57~10.63pm

' CO2 BOW / Fiber 30W

| 200-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
L
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| S400

| 5400-80TI/SORMZ
10.57~10.63pm

' CO2 BOW / Fiber SOW

| 200-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

21

232003110G (03)



GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| S400

| 5400-80TI/60JFL

1 10.57~10.63pm

' CO2 80W / Fiber 60W

| 200-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with EN80825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| S400

| 5400-100GT/20JFL

1 10.57~10.63pm

| CO2 100W / Fiber 20W

| 200-240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
L
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| S400

| 5400-100GT/20RMZ

1 10.57~10.63pm

' CO:2 100W / Fiber 20W

| 200-240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

22

232003110G (03)



GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| S400

| 5400-100GT/30JFL

1 10.57~10.63pm

' CO:2 100W / Fiber 30W

| 200-240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with EN80825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

Serial Number

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Great Computer Corporation

' Laser Engraver

| S400

| 5400-100GT/30RMZ

1 10.57~10.63pm

' CO:2 100W / Fiber 30W

| 200-240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
L
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

Serial Number

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Great Computer Corporation

' Laser Engraver

| S400

| 5400-100GT/S0RMZ

1 10.57~10.63pm

' CO:2 100W / Fiber SOW

| 200-240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

23

232003110G (03)



GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| S400

| 5400-100GT/60JFL

1 10.57~10.63pm

' CO:2 100W / Fiber 60W

| 200-240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with EN80825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

Serial Number

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Great Computer Corporation

' Laser Engraver

| S400

| 5400-100TiF/20JFL

1 10.57~10.63pm

' CO:2 100W / Fiber 20W

| 200-240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
L
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

Serial Number

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Great Computer Corporation

' Laser Engraver

| S400

| 5400-100TiF/20RMZ

1 10.57~10.63pm

' CO:2 100W / Fiber 20W

| 200-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

24

232003110G (03)



GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| S400

| 5400-100TiF/30RMZ

1 10.57~10.63pm

' CO:2 100W / Fiber 30W

| 200-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with EN80825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

Serial Number

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Great Computer Corporation

' Laser Engraver

| S400

| 5400-100TiF/30JFL

1 10.57~10.63pm

' CO:2 100W / Fiber 30W

| 200-240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
L
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

Serial Number

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Great Computer Corporation

' Laser Engraver

| S400

| 5400-100TiF/50RMZ

1 10.57~10.63pm

' CO:2 100W / Fiber SOW

| 200-240VAC, 50-60Hz, Max 15A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

25

232003110G (03)



GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| S400

| 5400-100TiF/60JFL

1 10.57~10.63pm

' CO:2 100W / Fiber 60W

| 200-240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with EN80825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

Serial Number

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Great Computer Corporation

' Laser Engraver

| S400

| 5400-120GT/20JFL

1 10.57~10.63pm

' CO2 120W/ Fiber 20W

| 200-240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
L
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

Serial Number

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Great Computer Corporation

' Laser Engraver

| S400

| 5400-120GT/20RMZ

1 10.57~10.63pm

| CO:2 120W / Fiber 20W

| 200-240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

26

232003110G (03)



GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Serial Number

Great Computer Corporation

' Laser Engraver

| S400

| 5400-120GT/30JFL

1 10.57~10.63pm

| CO:2 120W / Fiber 30W

| 200-240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with EN80825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

Serial Number

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Great Computer Corporation

' Laser Engraver

| S400

| 5400-120GT/30RMZ

1 10.57~10.63pm

| CO:2 120W / Fiber 30W

| 200-240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
L
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan

Serial Number

GCC... Q53444

Manufacturer
Product
Model
ModelNumber
Wavelength
Power 7

Input

Manufactured

Great Computer Corporation

' Laser Engraver

| S400

| 5400-120GT/S0RMZ

1 10.57~10.63pm

| CO:2 120W / Fiber S0W

| 200-240VAC, 50-60Hz, Max 13A
| May 2016

Class | Laser Product Complies with ENG0825-1:2014, EN ISO 13848-1 2015

Class Il Laser Product Complies with CORM c€ ® ?
¥
—

Made in Tarwan

4F-1. No. 238, Fude 2nd Rd., Xizhi Dist , New Talpel City 22151, Taiwan
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Serial Number

Q53444

LaserPro
Manufacturer Greal Computer Corporaltion
Product Laser Engraver
Model S400
ModelNumber S400-120GT/60JFL
Wavelength 10.57~10.63 ym
Power CO2z 120W/ Fiber 60W
Input 200-240VAC, 50-60Hz, Max 13A
Manufactured May 2016
Class | Laser Product Complies with EN80825-1:2014, EN ISO 138481 2015
Class | 1 Product Compli ithCD >
n,"‘:d: ”‘LT.:-.:J” § omplies with CORM ce @ -'z
4F-1,No 238, Fude 2nd Rd., Xizhi Dist , New Taipel City 22151, Taiwan

CDRH Label

This label indicates the class level of CDRH.

LASER RADIATION-AVOID
DIRECT EYE EXPOSURE

LASER DIODE 0.9mW MAX
QUTPUT AT 640~660nm
GLASS 2 LASER PRODUCT

CE Label

This label indicates the class level of CE

LASER RADIATION -~
AVOID DIRECT EYE EXPOSURE
CLASS 2 LASER PRODUCT

LASER DIODE 0.9mW MAX
OUTPUT AT 640~660nm
Classified by EN 60825-1:1994+A1.2002+A2:2001  LASER APERTURE
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Laser Path Warning Label

LaserPro machines are very safe under normal functioning conditions. However, in case of any accident,
Laser Path Warning Label will be affixed on the possible laser path. When operators are nearby these
paths, they should be careful of the possible injury while the machine is operating.

CAUTION.

AVOID PLACING YOUR EYESIN
THE RED BEAM PATH«

Warning Label

Warning Label is written with all the necessary information to be aware of in every operation.

WARNING

Invisible laser radiation when door open and
interlock failed. Avoid eye or skin exposure
direct to laser radiation.

Do not leave the machine unattended during
operation,

Resuiting debris and scraps from laser
processing may cause fire hazard. Do not
leave debris and scraps inside laser
machine after job finished.

Please clean the bearings and motion system
tracks everyday.

Do not use refiective metals, heat sensitive
surfaces or materials that may produce toxic
substances or corrosion problems, such as
PVC and Teflon.

Please wear goggle to operate while door
open.

Dust mask required.

i Read and understand operator's
@ manual before using this machine,

YOOPapPep
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Warning Label — Avoid Injury

This label is located on the top lid, to warn & avoid injury when closing the door. When closing the door,
please ensure your hands on the top lid until the door is close completely.

- e

Avoid Injury
When closing, do not
take your hands off the

top lid before it is closed
completely.

Laser Path Danger label

This label indicates the laser path. Normally you can find this label inside of machine. Please take extra
caution of this area when you conduct maintenance.

DANGER.

INVISIBELE LASER RADIATION WHEM OPEM|.

AJOID EYE OR SKIM EXPOSURE TO
DIRECT OR SCATTERED RADIATION.,

Emergency Stop Label

This label indicates the emergency stop button. You can find this label on the right upper side of the
machine.

do %

w3

%
Q
&

Q’.Qer\c\l

Aperture warning stickers (mirror):

This label indicates the laser path. Normally you can find this label inside of machine or laser exit. Please
take extra caution of this area when you conduct maintenance or operate machine.

4 )
AVOID EXPOSURE -
VISIBLE AND INVISIBLE
LASER RADIATION IS
EMITTED FROM THIS
APERTURE
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Door open warning label

CAUTION

CLASS 4 VISIBLE AND INVISIBLE
LASER RADIATION WHEN OPEN
AVOID EYE OR SKIN EXPOSURE
TO DIRECT OR SCATTERED
RADIATION

Warning Label
This label is located on the laser outer case of 60W/80W/100W only

Protection Window Label
This label indicates the protection wavelength. You can find this label in the lower right corner of window.

OD7+ @ 10,600 nm
Protection Window
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1.5 Safety Measures

1.5.1 General Safety

 LASER RADIATION WARNING: Exposure to laser radiation may result in physical burns and
severe eye damage. Proper use and regular maintenance of this machine is important to the
safety of all people in the immediate area.

» Prior to operation, carefully read and familiarize yourself with the warning label located on both
your laser system and in this manual.

* Never leave the machine unattended during the laser cutting and engraving process. The laser
may ignite combustible material. A well-maintained fire extinguisher and operational smoke or
fire detector should be kept in the vicinity of the machine.

» Caution—Use of control or adjustments or performance of procedures other than those
specified herein may result in hazardous radiation exposure.

* Resulting debris from laser cutting are very dangerous and may cause fire hazard.
* DO NOT leave debris and scraps inside laser machine after job finished. Always keep machine

clean after job finished.

NOTE

SmartGUARD™ is an optional fire detection alarm system developed by GCC. Contact your local GCC
authorized distributor for more detail to have this safety option installed onto your system.

- Bwwwe

Resulting debris from laser processing are very dangerous and may cause fire hazard
- DO NOT leave debris and scraps inside laser machine after job finished. Must keep machine clean after job

finished.

- Always remove the vector grid to clean any small pieces that have fallen through the grid.

* Enable the SmartAIR™ nozzle when engraving or cutting materia that may easily ignite, such
as acrylic, wood, or paper.

* Always wear safety goggles when the laser system is in operation. Reflective materia such as
mirrors, enameled brass and anodized aluminum may partially-reflect some of the invisible laser
radiation. Severe eye damage may occur if proper safety goggles are not worn.

* Connect the machine to a properly grounded power outlet. Ensure the voltage of the power
source is identical to the voltage of the machine.

* Do not open the laser access panel when the machine is plugged in
* Do not attempt to modify or disassemble the laser module.

* Do not attempt to remove or modify any component of the machine’s laser interlock safety
system.
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e Ensure the immediate work area of the machine is well-ventilated. Odors, vapors, and dust are
by products generated during the laser engraving and cutting process. An exhaust system,
vacuum cutting box, and honeycomb table are recommended. Please contact GCC or your local
GCC distributor for more information.

* Do not laser heat-sensitive surfaces or materia that may generate toxic fumes, such as PVC
and Teflon.

* Regularly clean and maintain your machine according to our cleaning and maintenance
Instructions in Chapter 8. Doing so will ensure your machine will operate effectively and
safely over a long period of time.

1.5.2 Safety Notice for Class 4 Machine

When the optional Pass-Through door module is installed, the laser system becomes a Class 4

machine with front and rear doors open, machine operators must wear goggles and follow the safety

instructions to operate the machine.

Exposure to a Class 4 laser beam via direct radiation and indirect stray radiation may cause damage

to both skin and eyes. Exposure to the Class 4 laser beam may cause ignition of combustible

material which can lead to a fire. A proper and well-maintained fire extinguisher should keep on hand

next to the laser machine all the times.

The machine operator is responsible to take all necessary protective measures to prevent he

possible ignition or explosion of material by the laser beam. A Class 4 laser system should be

operated according to the following precautionary measures among others:

e The operator is obliged to appoint a trained Laser Protection Officer responsible for compliance
with the relevant regulations.

* Identify the danger zone by installing warning lights and warning signs outside the area.

* The danger zone must be secured against unauthorized access.

e The operator of a Class 4 laser system should always wear laser protection goggles suitable for
the laser wavelength in use and with optical density at least OD5+ within the danger zone.

* An additional warning light should a o be installed in a visible location to warn the machine

operator of any emerging laser radiation.
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1.6 Operating Environment

Please follow the guidelines when considering a suitable location to set the LaserPro S400. Improper
work environments may lead to operational malfunction and/or unsafe working conditions. The
LaserPro S400 should be placed and operated in a standard office-type environment.

* Avoid environments where the machine is exposed to high level of dust, temperature
(temperature exceeding 30°C or 85°F) or humidity (humidity exceeding 70% or where the ambient
temperature is near the dew point).

* Avoid small, enclosed areas with poor ventilation.

» Avoid areas with high level of noise and electrical noise.

» Select a location that is large enough to accommodate the LaserPro S400, an exhaust system,
a computer and a work or storage table.

» Select a location in which the ambient temperature remains between 15°C and 30°C (60°F to
85°F).

» Select a location in which the relative humidity remains between 30% - 40%.

« Select a location in which there is a short, direct path to the fume exhaust system.

» Set the LaserPro S400 on a floor surface that is completely even.

* Make sure your smoke or fire detection system in the immediate area is functioning.

» Setup the machine to be apart from the wall for at least 60 cm (2 feet).

1.7 Noise Test

Test Conditions: measured at a distance of 1 meter from the surface of the machinery and a height of
1.6 meters from the floor or access platform.
e S400 100W Sound Test Result: 70.2 dB
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1.8 EC-Declaration of Conformity
EC DECLARATION OF CONFORMITY

Applicant . Great Computer Corp.

Address of Applicant . 4F-1., No.236, Fude 2nd Rd., Xizhi Dist., New Taipei City
22151, Taiwan

Product Name : GCC LaserPro S400 Laser Engraver

Model No. o S400#H-XXXXXX/YYYYYY (# = none character, blank, II, IlI,
IV ... X, or A-Z; XXXXXX & YYYYYY= laser supplier tube
model or blank)

Directive . 2006/42/EC Machinery Directive
2014/35/EU Low Voltage Directive

2014/30/EU Electromagnetic Compatibility Directive

For the most specific risks of this machine, safety and compliance with the essential
requirements of the Directive has been based on elements of:
® ENISO 12100:2010 / Safety of machinery — General principles for design — Risk
assessment and risk reduction
EN ISO 11553-1:2008 / Safety of machinery - Laser processing machines - Part 1:
General safety requirements
EN 60825-1:2014 / Safety of laser products -- Part 1: Equipment classification and
requirements
EN 60204-1:2006+A1:2009+AC: 2010 / Safety of machinery - Electrical equipment of
machines- Part 1 : General requirements- Industrial electrical device
EN 61000-6-2:2005 / Electromagnetic compatibility (EMC) -- Part 6-2: Generic standards
- Immunity for industrial environments
EN 61000-6-4:2007/A1:2011 / Electromagnetic compatibility (EMC) -- Part 6-4: Generic
standards - Emission standard for industrial environment
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Chapter 2

Unpacking& Contents

Unloading and Unpacking
How to packing properly
Contents and Accessories Checklist

¢
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2.1 Unloading and Unpacking

The LaserPro S400 is shipped in one crate that contains the machine, the software, and all of the
necessary accessories. The following section shows detailed step-by-step instructions for unpacking
and assembly of the machine.

More than one person may be needed when loading and unloading the shipping crate in
order to avoid body injury or damage to the machine

NOTE

Please store the original shipping crate as it may be needed for transportation in the
future

5

For years, GCC LaserPro has been dedicated to reducing carbon footprint and becoming a greener
company in the industry.
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Installation location

Before unpacking the laser system, make sure the location in which you intend to install the laser system will

provide at least 2 feet (0.6meter) of clearance on all sides of the machine.

Unpacking and Unloading

Move the shipping crate close to the desired working location of the machine. Unpack following the steps
below.

!

T T T T 1T ] [NN/IN|

GCC...

LaserPro

www.GCCworld.com

11 1 1L 111 11 11 L1 11 11 Ul il 11 il

Step 1: Remove the 6 metal clips that secures the top panel to the crate by using a flathead

screwdriver

\
JL/—:’/FFFF

_—T% ’/—ﬂjﬁﬂ

0
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screwdriver to remove the brackets that secures the bars in place
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Step 4: Remove the top bars.

F

B I

Step 5: Use a flathead screwdriver to pry loose the side brackets and remove them.
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Step 6: Pull the front panel and lower it to an angle of about 45 degrees and then pull it away from

the crate. Do the same for the rear panel.
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Step 7: Remove the left and right panel in the same way after the front and rear panel has been removed.

Step 8: Unbuckle and remove the belts that holds the machine in place.
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Step 9: Use a Philips screwdriver to remove the brackets that holds the machine in place.

Step 10: Position the ramps as shown below and the machine can now be pushed off the base

board via the ramps. (The ramps are found in a box within the crate)
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2.2 How to Re-pack the Machine

Step 1: Set up the ramp with the base board and carefully push the machine onto the iron pallet.

NOTE: More than one person may be needed when loading and unloading the shipping crate in order to
avoid body injury or damage to the machine.

Step 2: Fasten the belts accordingly and make sure the machine is affixed on the iron plate.

Step 3: Insert four side boards on the slot of bottom plate.

Step 4: Fix the four side boards by four corner brackets.
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Step 5: Place the top cover on the top of the machine and fix it with the fixers.
The machine is now repacked and ready for shipping.
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2.3 Contents and Accessories Checklist

Please check to make sure that all of the following items are included within the shipping crate. If any
of the following items are missing, immediately contact your local GCC distributor.

GCC...

LaserPro

Accessory Check List

Model: [ ] s400
Wattage: [ ] 3ow [ J4ow [ Jeow [ ]sow [] 100w

Power Cord

Item Quantity  Item Quantity
[] Main Power Cord 1 Piece

Data Transmission Cable
[] use cabie 1 Piece

Cleaning Tools
[C] Mirror Cleaner 1Botte [ | Cotton Swab 1 Pack
I:] Cleaning Tissue 1 Pack D PS2 Lubrication Grease 1 Piece

Others
[[] 4" Hose Connector Set 1 Set [C] Thin Wrench 1 Piece

(Including M4 x 8 screws / Bpcs)
[[] co2Goggles 1Piece [_] SmanPIN Auto Focus 1 Piece
[:] Pencil Sample 1 Piece D Manual Focusing Tool 1 Piece
[[] users Guide CD (Driver included) 1Piece [_| Promise Card 1 Piece
[] Quick Operation Guide (incuding Sample) 1 Piece [ | Engraved Pencil Sample 1 Piece
[[] Laser Firing Control Key 2Piece [_] Magnet 3 Piece
[] V30 RJ-45 Laser Signal Cable 2100mm 1Piece [ | Ol Injector (Injector, tool & grease) 1 Set
[] star Type Wrench (T10) 1Piece [] Limit-baffie Set(Mx5,Lx5) 1 Set
[[] Hex Wrench @3 (M4) 1Piece [] USB Fixed Board 1 Piece
[[] Hex stand-off 2 Piece

Optional Items
[] Air Compressor 220v 1Piece [] CCD Module 1 Set
[:] Air Compressor 110V 1 Piece D External Signal Indicator 1 Piece
[[] Rotary Attachment 1Piece [_] DownVacuum Engraving Table 1 Piece
[[] smarnGUARD Fire Alarm 1 Piece

[2

www.GCCworld.com
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Chapter 3

Mechanical Overview

Front View
Top View
Right View
Left View

Rear View

47
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Please take some time to familiarize yourself with this section regarding the mechanical overview of
the LaserPro S400. References will be made back to the different parts of the LaserPro S400 in later
sections.

3.1 Front View

3.2 Top View

| Emergency Stop |

Light Signal

Touch Screen
Control Panel

Pass-Through Door
(Front)
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3.3 Right (Profile) View

Air Compressor Connector

CCD Connector Port

Ethernet Port

Power On/

Off Switch

USB Port

Power Cable

3.4 Left (Profile) View

Laser Access Panel |
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3.5 Rear View

Ventilation

Openin
pening Pass-Through

Door (Rear)
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Chapter 4

Setup and Installation

Machine Setup
- Powering Up the Machine
- Power Cable Connection

- Connecting the Computer

Graphics Software Setup
- Recommended Computer Configuration
- Installation of the LaserPro USB Driver

- Installation of the LaserPro Print Driver

¢
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4.1 Machine Setup
4.1.1 Powering Up the Machine

A\ cAuTION

Make sure both the LaserPro S400 and the computer are turned off before connecting

either to a power source.

1) Connect the male end of the power cord to a quality surge protector and then connect the
surge protector to a properly grounded outlet.

2) Do the same for the computer system.

3) Connect the air compressor and external air extraction system to the laser machine before
powering up. The connection and setup of air compressor and air extraction system refer to
Chapter 7 for detail.

4) Connect the female end of the power cord into the machine’s power cable inlet located on the
right side of machine.

NOTE

» The LaserPro S400 has been designed to automatically switch from 100-240 VAC.

» Make sure to supply 220 VAC of electricity to the LaserPro S400 with laser 80Watt and
above.

4.1.2 Connecting the Computer

The LaserPro S400 can communicate with a computer through a USB Port or LAN Port
connection interface. Regardless of the connection method chosen, you will need to connect
the respective connection cable from the LaserPro S400 to your computer.

USB Connectivity: Connect the included USB Cable to the USB Port on the right-hand side
of the laser system.

Ethernet Connectivity: Connect the Ethernet Cable in accessory to the Ethernet port on the
right-hand side of the laser system. Follow below instruction for Ethernet connectivity setup.

NOTE

1. Never leave laser system unattended during laser cutting, engraving, and marking
process, even with Ethernet or Wi-Fi connection setup, this requirement cannot be
avoided. Exposure to the laser beam may cause ignition flame to combustible material.

2. DO NOT connect USB cable when using Ethernet function for data transmission.

3. If you have purchased additional Optional Accessories for the LaserPro S400, please
refer to chapter VIl for instructions on how to properly setup your optional accessories.
These should be setup prior to working with your LaserPro S400.
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4.1.2.1 Networking Connectivity Setup

GCC laser engraver is built-in with LAN port to enable multiple laser engravers to be operated by one

PC and multiple PCs to share a single unit of laser engraver. Follow the setup instructions below.

Step 1. Connect LAN cable to the LAN port of GCC laser engravers and turn on machine

Step 2. Navigate the Touch Screen through <F4> Function=> <Machine Setting>—> <LAN Setup
Wizard>-> IP Address.

1P 192 168 100 138

MASK 255 255 254 000

GATE 192 168 100 254

Step 3. Go to Windows <Control Panel>-> <Hardware and Sound>-> <Printer>, and right click on

S400 printer to check printer properties.
Step 4. Go to <Ports> tab of S400 printer properties, and select <Add Port>, and follow the instruction

to enter the TCP/IP information received from laser machine Touch Screen in step 2.

General | Sharng | Ports | Advanced | Color Management | Securty | Option | Pen Advance | Paper | Language

¥ S400

Print to the following port(s). Documents will print to the first free
checked port.

Port Description Printer i

Printer Port %380 HYBRID-1.01-04
[]LPTZ2: Printer Port
[ LPT3: Printer Port
[] com3:  Serial Port
[] coma:  Serial Port
[] comi:  Serial Port JaguarlV-61, Adobe PDF
[] com2:  Serial Port

- Add Port... Delete Port Configure Port...

Enable bidirectional support

[ JEnable printer pooling

Corcel |
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Available port types:

Adobe PDF Port Monitor
Local Port

Standard TCP/IP Port
Ucp

MNew Port Type...

Welcome to the Add Standard
TCP/IP Printer Port Wizard

This wizard helps you add a port for a netwerk printer.
Before continuing be sure that:

1. The device is turned on.
2. The network is connected and configured.

To continue, click Mext.

Add port
For which device do you want to add a port?

Enter the Printer Mame or IP address, and a port name for the desired device,

Printer Name or IP Address: 192.168.100.103| \ |

]
Port Name: 192.168.100.103 / ‘
v

<Back || MNed> | | Cancel
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Additional port information required
The device could not be identified.

The device is not found on the network. Be sure that:

. The device is turned on.

. The network is connected.

. The device is properly configured.

. The address on the previous page is correct.

If you think the address is not correct, click Back to return to the previous page. Then correct the
address and perform another search on the network. If you are si.;2 the address is correct, select the
device type below.

Device Type
(®) Standard Generic Network Card _

() Custom Settings...

Completing the Add Standard TCP/IP
Printer Port Wizard

You have selected a port with the following characteristics,

SMMP: No

Protocol: RAW, Port 9100
Device: 192.168.100.102

Port Mame: 192.168.100.103
Adapter Type: Generic Network Card

To complete this wizard, click Finish.
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General | Sharng | Pots | Advanced | Color Management | Securty | Option | Pen Advance | Paper | Language

g 5400

Print to the following port(s). Documents will print to the first free
checked port.

Port Description Printer

192,168.100.103 Standard TCP/IP Port
[] PORTPROMPT: Local Port

[ nulk: Local Port

[ xps Local Port

[] C\ProgramData... Local Port Snagit 12

[] Desktoph*.pdf Adobe PDF -

< >
Add Port... Delete Port Configure Port...

Enable bidirectional support

[]Enable printer pooling

Cancel Apply

4.1.2.2 Ethernet Connectivity Setup
GCC laser engraver is built-in with LAN port to transmit data from PC to laser engraver with ease and

higher speed instead of USB port option.

Step 1. Connect LAN cable to the LAN port of GCC laser engravers and turn on machine

Step 2. Navigate the Touch Screen through <F4> Function> <Machine Setting>-> <LAN Setup
Wizard>-> DHCP: OFF.

Step 3. Navigate the Touch Screen through <F4> Function> <Machine Setting>-> <LAN Setup
Wizard>-> IP Address.

Step 4. Enter 192,168,3.X (X refers to 1~255 value which can’t be the same value with IP address
setting in PC or Notebook) for IP, and 255.255.255.0 for MASK with UP/ DOWN keys.

IP Address
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Step 5. Go to <Control Panel=>Network and Internet->Network Connections> of computer, right click

mouse on the connected internet device, and choose <Properties>

' =
e

'|'_§' v Control Panel » Network and Internet » Network Connections v|'|'1-|| Search Net.. }‘J|

Organize ~ Connect To Disable this network device Diagnose this connection 2 jZ: > j 9

B Bluetooth @mEs "h- migEpEs ‘
e Not connected geo.com.tw
x 9 Bluetooth Device (Personal Area ... | -im Intel(R} Cent 'Jﬂ Disable
- meEmEe ) ;h misEsis Connect / Disconnect
= i‘ﬂ Not connected Not connect Status
K Microsoft Virtual WiFi Miniport A.. 3§ Microsaft Vi Diagnose

!fp‘ Bridge Connections

Create Shortcut

Delete
'U Rename
'-J;’ Prﬁeerties

Step 6. Choose the <Internet Protocol Version 4(TCP/IPv4)> and click <Properties> to open up the

setting window.

0 #5833 Properties G

Networking Sharing

Connect using:

li" Intel(R) Centrino(R) Advanced-N 6235

This connection uses the following items:

U:CIientforMicrosoﬂl\leh«forks -
| 45 Trend Micro NDIS 6.0 Filter Driver P
J%QOS Packet Scheduler L
| J%File and Printer Sharing for Microsoft Metworks I
hl wi Intel® Centrino® Wireless Bluetooth® + High Speed Protocol

fot—ririnterretProteceterstorr SR APwE—

P8 Internet Protocol Version 4 (TCP/IPv4) v

] | LLL P
Description

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

0K l l Cancel

Step 7. Enter the IP address and Subnet mask setting values, and choose <OK>
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Note the IP address 192.168.3.X (X value can be 1~255, while can’t be the same number as
machine Touch Screen setting in step 4)

Internet Protocol Version 4 (TCP/IPv4) Properties m

General

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

(") Obtain an IP address automatically

@) Use the following IP address:

IP address: 192 .168 . 3 . 10
Subnet mask: 255 .255.255. 0

Default gateway:

() Obtain DNS server address automatically

(@) Use the following DNS server addresses
| Preferred DNS server:

Alternate DNS server:

[ |validate settings upon exit

o) oo |

Step 8. Go to <Control Panel> - <Device and Printers> of computer and right click on the laser
machine printer, choose <Printer Properties>.
i Dweicus snd Printer

= = 4 i@ v Contesl Pasel + ANContes| Pasel Bems + Devioes sad Pentess

€
[+,
k-]

Bddd o dewiin bl a prister Sa what's plnting Masage delpaht peritesi Pl sofeni piopostas Berneet devce

L@

aF -—n =W Crim-a0-0) PCHO LIRS G- Hyma-m:- Hm:urr’ll-dm-\. ucm-r,um -1 u.:rwm Print bz
mﬂﬂ F-H-HI
BiLEan L mw.m:m I:'\-Ilmmm
peprnted o gperiterl oo

ﬁf’ o 2 2 2 2

l:n-un- St L0508 Spad L 54708 TS0 10500 Wl 20403 Lar B L HEESRN 40800

_ Progartie:
NH00M- 050 L [0

2000

w
SE00-1.00-98  Rdodet  S800:1.00. 14
7

Cotegery: Friste
ﬁ St () documenti]in getue

58 232003110G (03)



Step 9. Select <Add Pot> under Ports tab, and follow the instruction to enter the TCP/IP information

in laser machine’s Touch Screen in step 4.

Ganernl | Shaeng  Fomts | Advanced | Color Mansgement | Securty | Option | Fen | Advance | Faper | Lancusce

s 3400
Pririt ta the following ponfs). Documents will pind to the first free
checked pon.

Port Description Printer ™

Prirtes Pen XAED HYBRID-1.00-04

] P12 Prirter Part

] LPT3: Primter Par

[l ComE:  Senal Port

[l COME  Senal Port

] comni  Sensl Port Jaguartv-§1, Adobe POF

[JcoMmz  Senmal Port Al

Add Pon.. Dielete Post Configure Port...
Enabie biduectional tupport
[l Enabie printer pockng
| o Carced ooy

Available port types:
Adobe PDF Port Menitor

COCAr rore

Standard TCP/IP Port

LLoE
T

MNew Port Type... MNew Port... | | Cancel

Welcome to the Add Standard

TCP/IP Printer Port Wizard

This wizard helps you add a port for a network printer.
Before continuing be sure that:

1. The device is turned on.
2. The network is connected and cenfigured,

To continue, click Next.
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Add Standard TCP/IP Printer Port Wizard
Add pon
Forwhich device do you want o add a port? a ;

Enter the Printer Name or [P address, and a port name for the desired device.

Printer Name or IP Address:  1921683.10

Part Nanne: 192.168.3.10

Additional port information required
The device could not be identified.

The device is not found on the network. Be sure that:

. The device is turned on.

. The network is connected.

. The device is properly configured.

. The address on the previous page is correct.

If you think the address is not correct, click Back to return to the previous page. Then correct the
address and perferm ancther search on the netwerk, If you are si.ze the address is correct, select the
device type below.

Device Type

(@) Standard Generic Network Card

() Customn Settings...
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Add Standard TCP/TP Printer Part Wizard

Completing the Add Standard
TCP/IP Printer Port Wizard

You have selected a port with the following
charactenstics,

SHNME: Na

Protocol: RAW, Port 9100
Device 192.168.3.10

Port Mame: 192.168.3.10

Adapter Type: Generic Network Card

To complete this wizard, click Finish,

< Back Finigh Ceancad

General | Shamng| Pors | Advanced | Color Management | Secunty | Opbon | Pen | Advance | Paper | Language

ﬁ 5400

Prnt to the followmng port(s), Documents will print to the first free

checked port.

Port Drsscription Printer 3
192168100234 Standard TCP/TP Part  Ricoh CA200M {!
192168100246 Standard TCP/TP Part  Kyocera F5-20258

Sl 192.168.3.10 Standard TCR/TP Port
PDFCreator POFCreator Redirect..  POFCreator
XFSPort: Local Post Microsoft XPS D|
nul: Local Post Wiz E OneMote [_}

P T '

Add Port. Dedete Port Configure Port..

Enable printer pooling

Troubleshooting
While users configure the Ethernet setting precisely with DHCP = OFF (assign the machine a static IP)
referring to the manual, sometimes the communication might still not be able to work, at this time you can

refer to below actions to have a basic troubleshooting with IT technician.
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1. Verify the IP addresses you are using to see if they are valid.
i.  Open command line mode in your windows system (Press Windows key + R, the “Run” window will

appear, type “CMD” in the blank bar then press “OK” to open command line mode)

= A

=== Typethe name of a program, folder, document, or Internet
resource, and Windows will open it for you.

Open: |4l :j

He' This task will be created with adrministrative privileges.

0K Cancel Browse... l

Command line mode window

| o Admenistrator Clwindows \ system3 2 omd.exe

STEAL]
Corporation. ALl rights reserved.

Crsllsersslaphonso.lind g
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Type “ping x.x.x.x —t” after the prompt symbol, (x.x.x.x is the IP address you set on the laser

machine, ie: 192.168.100.101)., press “Enter” to run the “Ping” tool.

Administrator: G\windows\system32\cmd.exe - ping 192.168

C:sUsers™laphonso.lin?ping 192 _168_188_181 —t

Pinging 192_168_.108.181 with 32 hytes of data:

Reply from 192.168.180.181: bytes=32 time=Yms TTL=126
Reply from 192.168.180.181: bytes=32 time=3ms TTL=126
Reply from 192 _168.180_181: bytes=32 time=Zmsz TTL=126
Reply from 192 _168.180.1681: bytes=32 time=2ms TTL=126
Reply from 192_.168.180_.181: bytes=32 time=2ms TTL=126
Reply from 192_168.180_.181: bytez=32 time=4ms TTL=126
Reply from 192.168.180.181: bytes=32 time=3ms TTL=126
Reply from 172.168.180.181: bytes=32 time=Zms TTL=1Z6

If the communication is OK between your PC and Laser machine, you will see reply from the

destination IP.

If the communication is not ok, you will see “Request timed out” message from destination IP.

Administrator: C:\windows\system32\cmd.exe - ping

C:slUzersslaphonso.linXping 192.168.188.161 -t

Pinging 192.168.188.181 with 32 hytes of data:c
Request timed out.
Request timed out.
Request timed out.
Request timed out.

2. Diagnostics

a.

For cases the communication is not ok (can’t get response, just have “Request timed out” from
destination IP), you can look for two PC/Laptops which are original set in the LAN environment and
work ok (they can get normal response from each other by the command “PING”), note down the
TCP/IP configurations by running “ipconfig” on both PC/Laptops (press “Windows key + R” to call

the “Run” windows, type “CMD” in the blank bar, press enter to start command line mode,
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N A

=== Typethe name of a program, folder, document, or Internet
resource, and Windows will open it for you.

Open: S0l :j

He! This task will be created with administrative privileges.

QK Cancel Browse... |

Type “ipconfig” after the prompt symbol then press enter, the TCP/IP configurations of this

PC/Laptop will show as below)

Administrator: C:\windows\system32\cmd.exe

Microsoft Windows [Uersion 6.1.76811
Copyright <(c) 2809 Microsoft Corporation. All rights reserved.

C:“Users~laphonso.lin>*ipconfig

Windows IP Configuration

Wireless LAN adapter Wirelessz Metwork Connection:

Connection—specific DNS Suffix 3

Link-local IPve Address e = o « = feBB::eBbf:ed478:9347:efBexl2
IPv4 Address. . . . . . e e . - 2/192.168.43.98

Subnet Mask . . . =] 255 255 _255.8

Default Gateway . 192168 .43 .1

Set those two IP addresses to the laser machine and the PC/Laptop which you want to communicate
with laser.

Test Ping again to see if you can get normal response from destination IP, if the communication is
normal now (can get reply from destination IP), we can be sure the IP addresses we set originally are

invalid, ask the LAN administrator to provide us a proper one.

Directly connect the Laser machine and PC/Laptop using the RJ45 cable without any
router/switch..etc. in between, test PING and send files, if the files can be sent and the result of
PING is normal (can get response from destination IP), the Ethernet function of GCC laser is normal,
it should be something wrong in the LAN environment , ask the administrator of the LAN to solve the

problem.
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4.1.3 USB Storage Setup

GCC laser engraver is built-in with USB storage port allow you to transmit data from USB flash drive.
You can format and use a USB flash drive as an USB storage of GCC laser engraver.

USB flash drive minimum requirements

. Windows FAT16/FAT32 file system format

*  Amaximum of 32G of storage capacity

Following are our certified brands for GCC LaserPro USB storage

Brand Size Format
HP 16G
SanDisk 16G
PNY 8G
Kingston 8G/16G FATS2
Transcend 4G/ 16G
ADATA 8G/32G
NOTE

USB storage port of GCC laser engraver is compatible with USB 2.0.
Please use above certified brands for GCC LaserPro USB storage.

Using USB 3.0 or other brands which are not in the list may cause an exception.

Step 1. Make sure the page setup and orientation is match GCC LaserPro S400 Hybrid. Please refer
to Chapter 5.2.1 for page setup and orientation.

Step 2. Open the file in graphics software and click File = Print from menu bar, and the Print window
will appear

Step 3. From the navigation bar Printer. Click S400.

el Gave
Frint
B Save as —
— spwz |1
i Open
— [
0 Clade
Pri
wile inter
g SA00-1.01-14
Recent = =
Mew
_ e
i Prant All Pages .
Save & Send - —
Fag
Help Print Cine Sided
) Opticns
Collated
Bt o) 3 i wr
Portrait Cirantaticn -
'
-
Custom Maigens =

1 Page Per Sheet -
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Step 4. Checking the Print to file checkbox and click the Print button.

Step 5. Select the save folder and define file name, then click “Save” to convert

Print To File X
“ v P » ThisPC » Desktop » Temp v O Search Termp o
Organize « Mew folder f=z - o
SmartVISION Pre ™ Mame Date modified Type
Spirit Series (51 L
No items match your search,
Tax
BEAEE

e Creative Cloud Fil

#3 Dropbox
f@ OneDrive
[ This PC
] Desktop
[ . L' BN 4 >
Save as type: | Print File (*.prn) ~
~ Hide Folders save || Cancel

Step 6. Move the file to the USB flash drive

Step 7. Insert USB flash drive to the USB Storage port of GCC laser engravers.

NOTE

» USB storage function only supported for the PRN format, you can convert the file to PRN
format from the GCC LaserPro printer driver.
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Step 8. Navigate the Touch Screen through <F4> Function—-> <File Management>—> <USB Drive File>

B X @& = K

File Nanogement Rachine Setting

i O
@ j B o
rs

Myvanced Option Information a4

Step 9. Choose the file and press Enter button from Touch Screen to transmit the file to laser engraver.

@ IBER. PRN
M3ROTARY. PRN

100. 0%

wer: b0, 0%

ONLYFI 1. PRN =00 : 00

ONLYFI 2. PRN |ee »>|
Prevrile | Mext File |

| B * s
!,:"'h e th & ¥ hxis control, . Delete

Step 10. Press START button on Touch Screen to begin laser jobs.
NOTE

» File cannot be write to laser machine, please do not remove the USB flash drive if you want
to keep process the job.
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4.2
The

Graphics Software Setup

LaserPro S400 is compatible with graphics software that can output HPGL commands, such as

CorelDRAW, Adobe Photoshop, AutoCAD, lllustrator etc.

Supported Graphic Software
*  Photoshop

*  CoreIDRAW

e lllustrator

*  AutoCAD

Other software such as EngravelLab and PhotoGrav may work with the LaserPro S400, but LaserPro
does not guarantee 100% compatibility for those software and will not provide technical support for them.

4.3
1)
2)

NOTE

Technical support will not be offered, if you experience output problems with
non-supported graphics software.

4.2.1 Recommended Computer Configuration

The LaserPro S400 operates under Windows operating systems and is designed to work on a
computer that meets the following minimum requirements.

Computer Compatibility

« CPU - Pentium 90 (or equivalent) or greater
« RAM - 32 MB or higher
« HDD - 1.2 GB Hard Drive or greater

« SVGA - 15" Super VGA Monitor

* On Board Parallel Mode (Enabled from motherboard’s BIOS)
« SPP - Preferred Mode
« ECP - Cable (Less than 1.8 meters)

Software Compatibility

» The LaserPro S400 drivers are designed for Windows Vista, 7, 8, or other operating systems
developed subsequently.

Installation of the LaserPro Print Driver

Insert the LaserPro CD.

From the auto run menu, select Model Nante, LaserPro Driver to begin the LaserPro Print
Driver installation.

When the Add Printer Wizard menu comes up, click Next to continue.

At the Local or Network Printer page, select <Local printer attached to this computer>, then click
Next to continue.

At the Select a Printer Port page, select <Use the following port> and select the port that the
LaserPro S400 will be attached to, then click Next to continue.

The next screen will prompt you with a list to select the manufacturer and model of your printer.
From this menu, click Have Disk. Another menu will now pop up for you to indicate the location

of the print driver. With the LaserPro CD still in your drive, click Browse, select the LaserPro S400
driver folder and locate the GL345.inf file. Click OPEN to have S400 displayed as a valid printer.
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7) Now select S400 from the list of printers (S400 should be the only printer displayed on the
list) and click Next to continue.

8) If a screen comes up informing you of the detection of a previous driver and asks to keep
the existing driver or use the new one, select <Replace Existing Driver> and click Next to
continue.

9) This screen will prompt you to provide a printer name. Simply type in <S400> and select

Yes or No if you want to use this printer as the default printer and click Next to continue.

NOTE

When working with the LaserPro S400 Print Driver within your graphics software, you
will need to have the S400 set as the default printer to get proper output. If you select to
not have the S400 be the default printer, please remember to manually change this

on your own from within the graphic software printer selection area or from the Windows
Control Panel _, Printers and Faxes section.

) At the Printer Sharing screen, select <Do not share this printer> and click Next to continue.
11) Select <No> when asked if you want to print a test page and click Next to continue.
) Now simply click Finish to complete the Add Printer Wizard.

) Now the installation will proceed, if you get a Hardware Warning about the software you are
installing for this hardware has not passed Windows Logo testing, simply click Continue
Anyway to ignore this warning.

14) Congratulations, your printer driver has been successfully installed!

4.4 Paralle Desktops for MAC Users

MAC users can use GCC LaserPro machines by purchasing the Paralle Desktop software which allows you
to install Windows OS in MAC computers and run Windows based software under MAC computer and
output with GCC print driver.

1) Purchase Paralle Desktops on its official website.

Parallels Desktop- 8 for Mac
The #1 choice of customers worldwide to rund

Parsfieis Desklop B v W
Weodown i Mau aonle ao

wid Ooogv Chrome O3
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2) Install Paralle Desktops under Mac OS environment.

FAVERTIY

5 NI Ny Ties
< ArOrep
Fu Apwiaarurs
s Derktog
& Dowimments
© Oomniosds
1] Mavies

55 Mk

G Perurns
L) UmON An
Lo Sheeters
o Sheetecs

Ty

o Ramote D

3) Read Software License Agreement and press “Accept” to continue installation

4) Enter your Mac OS X User Name and Password then press “OK”
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6)

7)

Press “Active”

Activation key

Paraliels Desktop” 8 for Mac

OO0 0000 K000KE 000K K000

Press “OK” when activation is complete.

Paswhats Ouwshsop

The cupy of Pasall
sucressfulty sctivared

Activation key

Paraliols Desktop” 8 for Mac

FOOOOL OO0 IO0OO0E IO0000L 000K

Register Paralle Desktop

o s Dheaatag

71
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8) Press “Register” and “OK” to complete the installation of Paralle Desktop.

n

adets Owibrogp

Far
Thank you far registering yowr Cogry of Paraliels
Deshrap

9) Open Paralle Desktop (in the Applications folder) then choose File — New

@8 Parallels Desktop WIS Window Help

Open...
Migrate...

Uninstall Kaspersky for Mac...
Convenience Store...

» Window

10) Press “Install Windows from DVD or image file” then press “continue” to install windows OS

Parabiely Wizacd
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11) Select CD-ROM drive with the Windows installation CD

nNnn Pacallehy Wizaid

12) Enter the Windows OS product key

a0 Parabiels Vesraced

E ald crosof!
FOCKXX=XMIN =K XL XK XXKK XXX XK

B 11 BB R

LTIRTTY
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13) Select how you would like to run your Windows program.

=% a!

Paraliels Wirard

i

14) After the prior setting is complete the windows OS installation procedure will start
automatically.

A yow  VetwdMuin  Orynts Wiy s _ BB Q.0 4 W & Huiimees Duirir Q

. Pushuis Ombiog (i v Velue Matonn Orymas, Wt o B8 Q.0 ¢ ¥ & Mot beeee Dulidi G
o R )

L

~

f
|

. /1
ol |
§
!
I'A

15) Windows OS installation is complete then you can refer to “4.6 Installation of the LaserPro
Print Driver” to install GCC LaserPro Print Driver.

16) Install the AP that you want to use after the above installation is complete.
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4.5 Using Adobe’s AP with GCC LaserPro machine

The Adobe’s AP (e.g. lllustrator, Photoshop or Acrobat reader) processes files via its Advanced Printing

Features; users should firstly deselect Enable Advance Printing Features; otherwise the machine is unable to

recognize or read general files when uploaded.

® Deselect “Enable Advance Printing Features”

1) Click to select - Touch Screen - Devices and Printers

Tj Administrative Tools
oM Color Management
3 Device Manager

File Explorer Options

z a‘ AutoPlay

ail Credential Manager

% Devices and Printers

& File History

Backup and Restore

< (Windows 7)

Date and Time

Display

Flash Player (32-bit)

2) Select your printer (for example, S400), right-click your mouse and choose Properties to enter S400

Properties setup

—_— S

= =T

3
FMC280-3.01-02 FUJI XEROX
DocuPrint CP213
w
Microsoft XP5S S5290L5-RMZ-1.01
Document Writer -03

T500-1.03-03

4

SpiritGL5-4.05-01

=

GL5-Hybrid-1.01- GL5-Hyhbrid-1.02- GL5-Hybrid-RMZ

Mercurylll-4.05-0 Microsoft Print to
1 POF

=

SpiritCCD-1.01-0

=

03 02 -1.01-02
3 See what's printing
Set as default printer
Send To OneNote SmartC; inti
G Printer properties
Create shortcut
_:S‘ ; G Remove device
— Troubleshoot
T500-1.04-02 Venusll-4. Properties

03-03 ¥380RX-4.03-02
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3) The click the Advanced tab, then deselect Enable Advanced Printing Features, now all files can be

recognized and uploaded.

® File Transfer

1) Select your working object, and then at the upper toolbar please choose File - Print.

File Edit Object Type Select Effect View

New... Ctrl+N
New from Template... Shift+Ctrl+ N
Open... Ctrl+O
Open Recent Files

Browse in Bridge.. Alt+Ctrl+ O
Close Ctri+W
Document Setup... Alt+Ctrl+P
Document Color Mode >
File Infe... Alt+Shift+ Ctrl+|
Print... Ctrl+P
Exit Ctrl+Q

2) At the print setup screen, at Print Preset please select Custom, and choose your printer (e.g. S400)
Print Preset: Custom

Printer: S400-1.01-17

ISR LU

T500-1.03-03
SpiritGL54.05-01
SpirtCCD-1.01-01

General

Copies

Snagit 12

SmartControl

Send To OneNote 2016
Media Size: Defined by Driver

Artboards:

76 232003110G (03)



Document: 610 mm x 460 mm.
Media: 460 mm x 540 mm

Setup...

4) After all preferences are set, click Print to send file to the machine for print out.

g: Do Not Scale

Ty
% e

4.6 Using Autodesk Inventor with GCC LaserPro machine

1. Start drawing.

d I Create diew Fie “l
=
4§ Terpintes
kK ¥ Pt -Creste 0 ard 2 byt
A Metne «_—(;- A
b Mokd Desgn i i ,’)
Sheet  Standtardgt
Metal gt
¥ Assesbly ~ Assetde 20 arvd X0 conponents
b &
Sandard sam Weldment iaen
¥  Drawwyg - Creale s arvotated docesent
Sandard dag Landred dn N — .
e !l |
| C/Users/ Pubic/ Documenty Autodest. Inventor 2015/ Termplatey Landeed dwg
v T T RO bk ad 4 ! 1
| S =
2 wio
Sandardpn : " 4
—_—
1. — »
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2. Delete border and title block by right clicking on sheet1 and selecting delete.
EPe = = w~Aasd 5.

B O QR B e o @
Base Pogyecied Sambary Secten Deted Overlay Deaft  Erwok Bensh Ot Shee Cinp Hercoets) Nt New Lee
- Sartch

Coante Megs Saetch  Sheets

-
z i = Y 2

‘ E Sy Right click and delete sheet.

L7 o Cr g Resasows

= T (If you would like border and title
- (5 M2+ Lorge block sent to the engraver

skip this step.)

E

3. Set sheet size to match working area of engraver. Engraver working area can be found on the paper tab of
the windows driver.

P S oY B o

an Projected Auxiliary Section Detal Overlay Deaft | Break Break Out Slice Crep Horzontal

2 L.

Create

=~ ___ Drawng Resources
i~ o Sheet Formats
+ ) Borders
- 3 Tite Blocks
I [ Sketched Symbols
¥~ &) AutoCAD Bloda
EE=m

Right click and
select edit sheet.

Select custom size
and input dimensions
found on paper tab o
windows driver.

Ready

4. Start sketch.
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5. Engraving

. Finish sketch.

. Right click on sketch and select properties.

. Line Type: By Layer

. Line Weight: By Layer

. Set color to match one of the 16 colors available in the pen tab of the windows driver.

® Q0T

-

/0O O .
A Tet «

Stant lne Crche A Rectangle

Sketch - P b . + Pout

Sketch

oloe
18y Layer Automatc
Saac colors:
ErEEFEEE
ErEEEEEN
EEEEEEEN
ErEEEEEN
et EEEEEEEN
i u‘a EEEEET N
Right click and ez aps
select properties Select color that matchesone || LT T LT T
of the 16 available colors in , A
the pen tab of the windows Ly uben ot D 2 e
driver. o

6. Cutting
a. Finish sketch.
b. Right click on sketch and select properties.
c. Line Type: Continuous
d. Line Weight: .001 in.
e. Set color to match one of the 16 colors available in the pen tab of the windows driver.
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Start Une Cucle Arc Rectangle

A Tet «
Sketch +- Pomt
Sketch Create ~ Modify | Pattern Constrain « 1211
- v

o
]

C

|

N Oramng$
=~ . Drawing Resources
2 Ll Sheet Formats
+- 5 Borders
+- [ Title Bocks
K Seetched Symbols
o [R5 AutoCAD Bladks
= [l Sheetil
- e

81

EERT

ERERTT
TEEEENR

EEREREN
THAEREEN

/
Right click and
select properties

7R
LY
|

ek

Change line type to continuous. :
Set line weight to .001.

Select color that matches one
of the 16 available colors in
the pen tab of the windows
driver.

Note: All objects created in one particular sketch will have the same properties meaning all will engrave or all will cut.
If you would like to engrave and cut in the same job you will need at least two sketches, one with all the engravings
and another with all the cuts, to do so properly.

4.7 Using eCUT Plug-in with GCC Lasers

eCut is an inexpensive and powerful plugin work under CoreIDRAW or lllustrator software with GCC laser systems.
It increases the functions Corel Draw or lllustrators doesn’t have or simplifies the operations workflow. eCut detai

and operation videos can be found on http://eng.e-cut.ru/

eCut unique feature list:
* Nesting
e Puzzles

» Material usage calculation

AutoText to import files including image, text, QR code, and barcode etc. to the linked variable columns.

Slice/ Tile function

CAD editing function

Sign box and packaging box aided design
2D barcode

QR code
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Chapter 5

Operating LaserPro S400

Using the Hardware
- Laser Key Switch
- Graphic Touch Screen Overview (Description)
- Graphic Touch Screen Navigation Chart

- Graphic Touch Screen Function Pages

The LaserPro S400 Print Driver
- Page Setup and Orientation
- Color Management
- Using the LaserPro S400 Print Driver
- LaserPro S400 Print Driver >> Options Page
- LaserPro S400 Print Driver >> Pen Page
- S400 Print Driver >> Advanced Page
- S400 Print Driver >> Paper Page
- S400 Print Driver >> Language Page

¢

AEMNOBASI

NHNUNATNBA
www.delinit.by
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Once you have installed the LaserPro USB Driver (for use with USB connection), LaserPro Print
Driver,and have connected the LaserPro S400 to your computer, you will need to familiarize yourself
with the LaserPro S400 Touch Screen and LaserPro Print Driver. The print driver will be where
specific laser parameters for your jobs are configured, while the Touch Screen will allow you to set
repeat times, manipulate file order, perform auto / manual focusing, and more.

5.1 Using the Hardware

5.1.1 Laser Key Switch

Turn the key-switch to the “ON” position BEFORE powering on the machine. If the key-switch
is turned to the “OFF” position, the laser will be disabled meaning that the laser will not fire
although the XY motion system will still move. The laser firing will need 8-10 seconds to warm
up if turning to off, and turn on later, therefore, please wait 10 seconds before pressing
STRART button for laser work.
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5.1.2 Touch Screen Overview
The Digital Touch Screen

The Touch Screen on the LaserPro S400 provides an easy access to all the manual control
needed for cutting and engraving. The liquid crystal display (LCD), functional, directional and
selection buttons make navigating through the machine’s manual control easy to do.

Signal Light
Error/Door/Power/Laser

Touch Panel

LED Indicator Lights

The four indicator lights on the LaserPro S400 Touch Screen are part of the system’s safety
interlock system.
e Error - The power light will illuminate when machine finds any error.

« Door - The door light will illuminate when either the top lid or external pass through doors on
the LaserPro S400 are open or improperly closed.

* Power — The power light will illuminate when the LaserPro S400 is powered on.

* Laser — The laser light will iluminate when the laser is active and in operation.

- Bwwwe

DO NOT attempt to remove or modify any component of the safety interlock system.
If at any time, any of the access doors are open and the “laser” LED is illuminated, unplug
the laser system IMMEDIATELY and contact GCC technical support for service instructions.

DO NOT operate the laser system if any component of the safety system is malfunctioning.
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5.1.3 Home Page

Empty

Speed: Empty DPI: Empty
Power: Empty PPI: Empty
Empty Empty

|ee b .

Prev File | Next File gles Auto Focus

Prev File — Able to go back to previous file when select this button.
Next File — Able to go next file when select this button.

Func (Function) — The Func. Button allows you to select various functions that contain four
categories — File Management, Machine Setting, Advanced Option and Information.

Auto Focus — After you have positioned your material and moved the lens carriage head to the
area you want to engrave, press this button and the system will automatically adjust the optimal
vertical focal distance for the laser.

Axis Control — To manually adjust the X, Y- axis position of the lens carriage and the height of
the work table (Z-axis)

Delete — Provides quick access to delete the current job.

Start / Stop — Allows you to start or stop engraving jobs, once those jobs have been
successfully loaded onto the system.

NOTE

There is an 8-second warm up period after the door LED is triggered for systems
equipped with Synrad laser tubes. i.e. opening the top lid or the external pass through
doors of the machine. Operator must wait for 8 seconds before the laser tube can

begin to work.

84 232003110G (03)



5.1.3 Touch Screen Navigation Chart

Main Work Page

Functions Page

File Management

Machine Setting

Advanced Option

Information

L

File Management

SelectLens

Administrator Setting

Tune auto-focus

SmartGUARD

Table Down

Machine Status

Red Beam

Carriage Free

Command Mode

File Save Mode

Set Standby Mode

Save Position

\ector Mode

LAN Setup Wizard

Scaling

Other

Reset

85
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5.1.4 Touch Screen Function Pages

When the LaserPro S400 is powered on, the machine will perform a series of safety checks and
initialization routines. The LCD display screen will display the GCC copyright, LaserPro logo,
and machine initialization pages before going to the main work page.

Main Work Page

Empty

Speed: Empty DPI: Empty
Power: Empty PPI1: Empty
Empty Empty

PP > o O

Prev File | Next File Func Auto Focus

* ..
Q‘ ﬁ Delete u Start/Stop

The main work page is the page that the LaserPro S400 will default to upon startup and will be
the “home base” for when navigating through the various functions of the control panel. This
will be the page that is displayed when you are processing your jobs. This page contains
specific job information such as the current job’s name, Speed, Power, PPI, DPI, processing /
remaining times, and jobs loaded.

Main Work Page

Prev File Scroll through previous jobs

Next File Scroll through next jobs

Func Go to Functions Page

Auto Focus Initiate the auto focus function

Axis control Man.ually adjust thfe X, Y-axis position of the lens
carriage and the height of the work table (Z-axis)

Delete Delete the current selected job

Start/Stop Start / Stop the current job
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Carriage / Work Table Adjustment Page

@ Navigating to this page:

Main Work Page

v

Axis Control

The Carriage / Work Table Adjustment Page allow you to manually increase and decrease the
height of the work table (Z-axis). In addition, you can manually adjust the Y-axis and X-axis of
the lens carriage.

Carriage / Work Table Adjustment Page

Home Back to Main work page

Up Manually decrease the height of the work table (Z-axis)
Down Manually increase the height of the work table (Z-axis)
A\ |V Directional Manually adjust the Y-axis position of the lens carriage
<]/ > Directional Manually adjust the X-axis position of the lens carriage
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SmartCENTER Page

03: Untitled—1 Navigating to this page:
Speed: 100. 0% B Al

.'—l‘)

Main Work Page
Power : 4. 0% 53 B 400

00:00:00 000/001 g pesss

|ee b 0 SmartCENTER Page

Next File Auto Focus.

Q:‘ Axis control

Smart Center
Pl Pas: P2 Pog:
P3 Pes: P4 Pos:

Center Located

Under SmartCENTER mode the job will begin after the system positions the carriage to the

center position between two points or four points indicated by the user. The SmartCENTER
mode has to be enabled through the driver.

SmartCENTER Page

Back Back to previous page
Reset Reset all saved positions
Set Set Smart Center position
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Functions Page

The Functions Page allows you to edit file management and machine settings. From this page,
you will be able to access the File Management, Machine Setting, and Machine Information
pages.

(i) Navigating to this page:

@ * Main Work Page

File Nanagement Machine Setting

®
o . Functions Page

Advanced Option Information

* File Management Page — this page allows you to manage the files that you have loaded
onto the LaserPro S400.

*« Machine Setting Page - this page allows you to access and modify various machine
settings, including: Set Lens, Tune Auto Focus, Set Table Down, Set Red Beam, Carriage
Lock, Set Command Mode, Set File Save Mode, Set Vector Mode, LAN Setup, Other,
Reset.

* Advanced Option Page- this page allows you to enable different optional usages for the
laser machine, such as roll to roll auto-feeder, CCD calibration for contour cutting,
SmartGUARD fire alarm etc.

* Information Page — this page allows you to view information regarding the system

such as the GCC logo, machine name, firmware version, and other information.

Functions Page

Home Back to main work page

Return Return to previous page

F4 (Recall)* Recall the saved position as origin for subsequent jobs
Auto Focus Initiate the auto focus function

*refers to Machine Setting Page for save position and recall position functions.
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Back

File Management Page

g System File

(i) Navigating to this page:

Main Work Page

v

l USB Storage

File Management Page

The File Management Page allows you to manage the files from system or USB drive.

File Management Page

Back to previous page

Home

Back to Home Page
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System File Page

. i ) Navigating to this page:
01: Graphicl gaing ¥

Sneed: (0. 0-100)

Main Work Page

Power : (0-100)
PPI: (30-1525) - = ¢

Repeat No: Functions Page

v

File Management Page

v

System File

44 >
Prev File Next File

The System File Page allows you to manage the files that you have loaded onto the LaserPro
S400. You can scroll through your jobs, delete a selected job, delete all jobs, and go to the Link /
DLink Page to set and arrange multiple loaded jobs into a single job queue for processing.

System File Page

Back Back to previous page
Home Back to Main work page
Prev File Back to Previous File
Next File Go to Next File
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USB Drive File Page

@ Navigating to this page:

@ FIBER. PRN
Main Work Page
M3ROTARY. PRN 6

ONLYFI 1. PRN ¢

Functions Page

ONLYFI 2. PRN /“ ¢

Prev File Next File File Management Page

USB Drive File

The USB Drive File Page allows you to load file from USB storage. You can scroll through your job
to processing.

USB Drive File Page

Back Back to previous page
Home Go back to Main work page
Prev File Go back to previous file
Next File Go to next file
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File Information Page

(0. 0-100)

Repeat No:

Prev File Mext File

The File Information Page allows you

(i) Navigating to this page:

Main Work Page

v

Functions Page

Select<File Manage-
ment>from the menu

File Management Page

Select a job file and
oress Enter

File Information Page

to view the speed, power, DPI, and PPI settings of the

selected job. In addition, you will be able to go to the File Management Edit Page from this menu
to change raster/ vector speed and power settings for the selected job.

File Info

rmation Page

Back Back to previous page

Edit Go to the File Management Edit Page for the selected
job

Return Back to Main Work Page

Home

Back to Home Page
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File Management Edit Page

(i) Navigating to this page:

Main Work Page

02: 8#vaqessgsuen (X
15

Speed:
Power: I Functions Page

PPI: ¢

File Management Page

v

File Information Page

v

File Management Edit

The File Management Edit Page allows you the choice to modify your raster or vector settings for
the selected job, as well as setting the number of times to repeat the process of the selected job.

USB Drive File Page

Back Back to previous page
Home Go back to Main work page
Prev File Go back to previous file
Next File Go to next file
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File Edit Raster Page

(i) Navigating to this page:

Main Work Page

v

Functions Page

v

File Management Page

v

File Information Page

v

File Edit Raster Page

The File Edit Raster Page allows you to edit the raster power and speed settings, as well as enable or disable
SmartACT for the selected job. These settings correspond to the same settings found on the LaserPro S400
print driver. This page allows you to easily adjust these values to make immediate adjustments while
processing your loaded jobs, even when you have disconnected your computer from the LaserPro S400.

¢ Raster Power: 0.0% - 100%
» Raster Speed: 0.0% - 100%
« SmartACT: YES/ NO

File Edit Raster Page

Back Back to previous page

Home Go back to Main work page
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File Edit Vector Page

(i) Navigating to this page:
Vector PEN: . - .

; ' Main Work Page
Speed: (0. 0-=100)
Power: ) ¢

Functions Page

v

File Management Page

v

File Information Page

v

File Edit Vector Page

The File Edit Vector Page allows you to edit the vector pen, vector power, vector speed, and vector PPI, and
power ramp settings for the selected job. These settings correspond to the same settings found on the
LaserPro S400 print driver. This page allows you to easily adjust these values to make immediate
adjustments while processing your loaded jobs, even when you have disconnected your computer from the
LaserPro S400.

* Vector Pen: 1-16

*  Vector Power: 0.0% - 100%
* Vector Speed: 0.0% - 100%
* Vector PPI: 30 - 1524

*  Power Ramp: YES/ NO

File CoreIDRAW Vector Page

Back Back to previous page

Home Go back to Main work page
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Machine Setting Page

)

Select lens

V.‘

h 4
Tune
Autofocus

¥

L]
Table dowm

Navigating to this page:

Main Work Page

1

1IN
Red Beam

!

File save

¥

Carriage free

Set stabdby
mode

C:\

Command mode

&

Save
position

Functions Page

Machine Setting Page

Vector Mode

-
“ow

LAN setup
Wizard

o

Scaling

The Machine Setting Page allows you to access and modify various machine settings, including: Set Lens,
Tune Auto Focus, Set Table Down, Red Beam on/ off, Carriage Free, select Command Mode, File Save, Set

Stabdby mode, Save position, Select Vector Mode, LAN setup Wizard, Scaling, Other, and Reset etc.

Machine Setting Page

Back Back to previous page
Home Go back to Main work page
Prev File Go back to previous file
Next File Go to next file
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Machine Setting- Select Lens Page
(i) Navigating to this page:

Select Lens

Main Work Page

v

Functions Page

v

Machine Setting Page

v

Set Lens Page

The Select Lens Page allows you to modify the lens settings after you have changed to a different
focal lens. Remember to save your settings after you have made the proper changes. After that,
pressing the Auto Focus button on control panel, the laser machine will conduct auto focus
accordingly using the new lens setting.

GCC LaserPro S400 machine include different mode which equipped different laser tubes, make
sure the laser tubes installed with your machine before making adjustment.

e CO2 Laser Focal Lens: 1.5"/ 2.0"/ 2.5"/ 4.0" (Default 2.0”)

\J 1.9" | 20" | 125" | 40"

Lens
° |
0.0029" | 0.0039" | 0.0048" | 0.0078"
‘i I'- (0.073mm) (0.08989mm) {0.121mm) (0. 198mm)
Spot Size |

Go to Chapter 7.3 for different lens detailed information.

Set Lens Page

Back Back to previous page

Save Save your current settings
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Machine Setting- Tune Auto Focus Page

(i) Navigating to this page:

Main Work Page

v

Functions Page

Table Moving ¢

Lens

Machine Setting Page
+000. 0 9749

Z—axls ¢

mim

Tune Auto Focus Page

The Tune Auto Focus Page allows you to manually adjust the auto focus default value, or distance
from lens carriage to the worktable (Z-axis) when the Auto Focus button is pressed.

GCC LaserPro S400 machine include different mode which equipped different laser tubes, make
sure the laser tubes installed with your machine before making adjustment.

Tune Auto Focus Page

Back Back to previous page
Save Save your current settings
A | 'V Directional Manually adjust the height of the work table (Z-axis)
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Machine Setting- Table Down Page
Navigating to this page:

Table Down ; Main Work Page

Zaxis 0 ¢

Functions Page

v

Machine Setting Page

v

Table Down Page

The Set Table Down Page allows you to select whether or not the LaserPro S400 displays a table
moving down warning message at startup. If the Table Down selection is set to <YES>, the
LaserPro S400 will display a warning message at startup stating: “Table will move down and
remove objects on table”. Pressing the Enter key at this point will confirm the prompt to move the
work table to its lowest position. If the Table Down is set to <NO>, the LaserPro S400 will not
display the warning message at system startup.

* Table Down: YES/ NO
» Distance: 0 - 165 mm (165mm for S400, S400 mode, and 177mm for S400 Hybrid mode)

Table Down Page

Back Back to previous page

Save Save your current settings
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Machine Setting- Red Beam Page

Navigating to this page:

Main Work Page

Red Beam: ¢

Functions Page

v

Machine Setting Page

v

Red Beam Page

The Red Beam Page allows you to turn on or off the red dot laser pointer on the lens carriage.
Enabling this function will indicate the exact area the engraving laser will fire upon.

¢ Red Beam YES /NO

Red Beam Page

Back Back to previous page

Save Save your current settings
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Back

Machine Setting- Carriage Free Page

(i) Navigating to this page:

Main Work Page

Carriage Free: ‘NO ¢

Functions Page

v

Machine Setting Page

v

Carriage Free Page

The Carriage Free Page allows you to decide whether the lens carriage to be locked or free for
hand movement. If the Carriage Free setting is set to <YES>, then you will be able to manually
move the lens carriage along the X and Y axis by hand with the top door open. Whereas setting
the Carriage Free to <NO> will lock the lens carriage and movement or positioning can only be
done by the Touch Screen arrow keys.

» Carriage Free YES / NO

Carriage Free Page

Back to previous page

Save

Save your current settings
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Back

Machine Setting- Command Mode Page

(i) Navigating to this page:

Main Work Page

v

Functions Page

v

Machine Setting Page

v

Command Mode Page

The Command Mode Page allows you to configure vector settings when outputting in Default or
HPGL mode. Default mode refers to output the file through standard Windows print driver and a o
recognized by the most popular graphic software programs such as CoreIDRAW, Photoshop,
Illustrator, and more. Whereas, HPGL mode is a less common output format generated from some
RIP applications (signage industry). Regardless of which format you will be working with, both
output formats are supported.

* Mode: Default / HPGL

* Vector Pen: 1-16

*  Vector Speed: 0.0% - 100%
* Vector PPI: 0.0% - 100%

* Power Ramp: YES /NO

Command Mode Page

Back to previous page

Save

Save your current settings
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Back

Machine Setting- File Save Mode Page

(i) Navigating to this page:

Main Work Page

v

Functions Page

v

Machine Setting Page

v

File Save Mode Page

File Save:

The File Save Mode Page allows you to set whether or not the LaserPro S400 automatically
deletes each job file after processing. Setting File Save to <NO> will automatically and
immediately delete each job file from the LaserPro S400 after the engraving or cutting process.
Setting File Save to <YES> will retain the job files on the LaserPro S400.

¢ File Save: YES / NO

File Save Mode Page

Back to previous page

Save

Save your current settings
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Back

Machine Setting- Set Standby Mode Page
(i) Navigating to this page:

Main Work Page

v

Functions Page

v

Machine Setting Page

v

Set Standby Mode Page

The Set Standby Mode page allows you to configure the laser machine automatically enter into
power saving if machine is idle for a specified time.

When entering into the Set Standby Mode function, you can use Left or Right arrow keys to scroll
between <Enable> or <Disable> the function. The Time function is to determine after how long
the laser machine is idle, it will enter in power saving automatically. The default time is 4 minutes.
The Enter Standby function will turn the machine into power saving immediately after selected.

« Standby: Enable/ Disable
e Time: 4-30 mins. (Default 4 mins.)

« Enter Standby: YES/ NO

Set Standby Mode Page

Back to previous page

Save

Save your current settings
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Machine Setting- Save Position Page

(i) Navigating to this page:

to save the current Main Work Page

X—axis and Y—axis ¢
position of the lens

carriage to be the Functions Page
origin for subsequent H‘ ¢
jobs.

Press the save bottom "

Machine Setting Page

v

Save Position Page

The Save Position Function allows you to save the current X-axis and Y-axis positions of the lens
carriage to be the origin for subsequent jobs.

@; THD o

OOOOOOOOOOOOOOOOOOOOOOOO

This is an excellent function to use when you are processing identical items or
engraving relatively smaller objects positioned away from the default start
position (top left) of the work table.

OOOOOOOOOOOOVIVOOOGOOOOOOOIVOOOOVOOOOVOVIGOGOOOOOCOOOIGOBOOOOOOIOOVGGOOOOOOOOOOGIIOOOOOOIIDOOIGOOOOOOOIDOOOOOOOCOOND

Recall Position

@ Navigating to this page:

Main Work Page

B % |

File Management Nachine Setting

Functions Page

o i '

Advanced Option Information

Recall Position

To recall the saved position, simply go to Functions page and press F4 again to recall the saved
position. The lens carriage will be moved to the saved position and start subsequent jobs from this
origin.
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Machine Setting- Vector Mode Page

@ Navigating to this page:

Main Work Page

v

Functions Page

v

REBOOT Machine Setting Page

v

Vector Mode Page

The Vector Mode Page allows you to adjust and balance vector mode’s quality and speed settings
based on your specific job. Speedy Vector Mode offers the highest output speed, sacrificing
quality. Whereas Quality Vector Mode offers the highest quality, sacrificing output speed. Keep in
mind that speed and quality are usually at a tradeoff. The system’s default is Production Vector
mode.

* Modes: Quality, Production, Speedy

[Slower speeds / higher quality -------------=--=--- Faster speeds / lower quality]

The machine will reboot automatically after clicking <Save> button for the change.

Vector Mode Page

Back Back to previous page

Save Save your current settings
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Back

Machine Setting- LAN Setup Wizard Page

@ Navigating to this page:

Main Work Page
IP Address ¢

Functions Page

v

Machine Setting Page

v

LAN Setup Wizard Page

The LAN Setup Wizard Page allows you to connect the laser machine with ethernet to transmit files
from computer to laser machine for processing jobs. When selecting the DHCP to <ON>, the
network is set tup to dynamic IP address, the IP address will automatically retrieve from network;
while DHCP <OFF> is to apply static IP address, and you need to further enter the IP address,
MASK, and GATE information. Using Left or Right directional keys under dynamic IP setting page to
scroll between different columns to enter the address, and use Up or Down keys to change the
numbers.

+ DHCP: NO/ OFF

Please refer to Chapter 4.1.2 for ethernet connectivity setup in Windows driver.

LAN Setup Wizard Page

Back to previous page

Save

Save your current settings
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Machine Setting- Scaling Page

(i) Navigating to this page:

Manual Scaling

Main Work Page

v

Functions Page

v

Machine Setting Page

v

Scaling Page

The Scaling Page allows you to fine tune the laser machine output scale to precisely fit the original
graphic file design scale when precision output is requried to your application.

Please reboot the machine after clicking <Save> button for the change.

Scaling Page

Back Back to previous page

Save Save your current settings

<1/ > Directional Adjust the X axis scaling numbers
A\ [V Directional Adjust the Y axis scaling numbers
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Back

Machine Setting- Others Page
(i) Navigating to this page:

Main Work Page

v

Functions Page

EOF Alarm:

Alr ¢

delay Machine Setting Page

v

Others Page

The Others Page allows you to change various settings that correspond to the control panel. The
Language setting will allow users to change available languages displayed on the control panel.

The Unit setting will allow you to change whether the units displayed by the Touch Screen is in the
metric or imperial system. The EOF (end of file) Alarm setting will enable or disable an audible
notification when jobs are complete. The Air Delay setting allows you to specify the delay in
seconds of the SmartAIR air-assist after the point of laser firing.

* Language: ENGLISH (others dependent on Firmware)
* Unit: METRIC/ INCH
* EOF Alarm: YES/ NO
* Air Delay: 1-100 seconds
/

Depending on the material you are working with, your laser settings, and the
desired results, please experiment with the air delay to achieve your desired
results.

OOOOOOOOOVOOOOOOOOOOOOOIOOOOOOOOOOOOOOOOV

OOOOOOOOOOOOOOOOOOOOV OOOVOOOOOOOOOIOOOOOOOOOOOOOO

Others Page

Back to previous page

Save

Save your current settings
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Back

Machine Setting-Reset Page
(i) Navigating to this page:

6 Main Work Page

Factory Default ¢
A Functions Page

v

Machine Setting Page

v

Others Page

The Reset Page will restore machine settings back to factory default. Press ENTER to confirm the
change, and restart the machine.

Reset Page

Back to previous page

Home

Return to Main Work Page
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Advanced Option Page

(1) Navigating to this page:

@A |EZ |
@] (” @\ Main Work Page

administrator | SmartGuard Nachine

setting Status ¢

Functions Page

Option>from the menu

¢ Select<Advanced

Advanced Option Page

The Advanced Option Page allows you to access multiple setting for laser machine optional
periphera , including SmartGUARD, Auto-Feeder, and CCD Calibration.

Auto-Feeder and CCD Calibration options are only available for those S400 machines with CO2
laser tube configuration.

Advanced Option Page

Back

Back to previous page

Home

Back to Home page
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Back

Advanced Option- SmartGUARD Page
@ Navigating to this page:

samr tGUARD : “Enable

Main Work Page

v

Functions Page

Select<Advanced
Options>from the menu

Advanced Option Page

Select<SmartGUARD>
from the menu

SmartGUARD Page

After optional SmartGUARD hardware installation, please enter the function menu on the Touch
Screen to enable the SmartGUARD fire alarm. Note SmartGUARD fire alarm system is not a fire
extinguisher, but an fire detecting and alarm system.

SmartGUARD Enable/ Disable:
Press directional key (Left or Right) to enable the SmartGUARD device or disable it.

Sensitivity :

Press directional key (left or right) to set the sensitivity of SmartGUARD. There are five sensitivity
settings (1, 3, 5, 7, 9 seconds) that can be selected. Sensitivity defines the delay time from when a
fire is detected until the fire alarm alerts user, and automatically stop laser firing. For example, if
the sensor delay switch is set to the 3-second position, the SmartGUARD will start an alarm and
automatically stop laser firing after detecting a fire for 3 seconds.

Stow Carriage :

This function will decide if the lens carriage stay in the last position (set to <NO>) or move to the
opposite direction (up or down) when fire alarm is initiated. The default is <YES>, the lens carriage
will move to opposite direction when a fire detected.

SmartGUARD Setting Page

Back to previous page

Home

Back to Home page
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Information Page
@ Navigating to this page:

‘ Main Work Page
cu ]

LaserPro *

Functions Page

v

Information Page

GCC Laser Pro
S400
Copyright 2018

Board: 5272V3
Firmware:01. 01-02
ERGAN 3, 0105
Toueh V1 01=0]

LaserPro

The Information Page allows you to view information regarding the system such copyright, laser
machine name, firmware version, and other information.

Information Page

Back Back to previous page

Home Return to Main Work Page
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5.2 The LaserPro S400 Print Driver

With the LaserPro S400 print driver successfully installed, you will need to adjust the printer and page
size default settings before you can begin editing and completing jobs. By doing so, you will be setting
the work area in your graphics software to match the work table area.

NOTE

Please make sure the LaserPro S400 is set to the default printer before proceeding to
the page and layout setup.

Ensure that the LaserPro S400 has been selected as the DEFAULT PRINTER. You can do so by
going into your Windows Touch Screen — Printers and Faxes. If the LaserPro S400 is not selected as
DEFAULT PRINTER, you may set it up through the graphics software as well. The following example
takes CorelDRAW to demonstrate how to set up LaserPro S400 as the Printer

1) From the primary menu, click FILE — PRINT SETUP.
2) From the navigation bar Name, click S400 — OK

Destination
Neme: | BRI | | rroperties
Status:  Ready
Type: S400
Where:  LPTI:
Comment;:
OK Cancel ] Help ]

5.2.1 Page Setup and Orientation

The first thing you must do before working with the LaserPro S400 Print Driver will be to make
sure the page and layout settings are properly configured within your graphics software. You
will need to access and edit the Page Setup or Layout page of your graphics software to set
your graphics software’s page layout to match the LaserPro S400’ work table’s dimensions and
orientation.
From your graphic software’s Page Setup page:
» Set the page orientation in the graphics software to Landscape mode.
» Set page size to match laser machine work area size.

S400: 880x610 mm (34.6"x20")
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CorelDRAW Example (Page Setup and Orientation)

The following is an example of how to set the Page Setup and Orientation in the graphics
software. CoreIDRAW is the designated graphics software used for this example. For other
graphics software, you will need to access the corresponding Page Setup page.

—_

) From the primary menu, click LAYOUT — PAGE SETUP.

) From the navigation bar on the left, click DOCUMENT — PAGE — SIZE.
) Ensure that NORMAL PAPER and LANDSCAPE are selected.
)

Ensure the Paper Width and Height dimensions match the LaserPro S400 work area
dimensions

S400: 880x610 mm (34.6"x20”)
5) Click OK to end the paper size adjustment.

AW N

@; TP

OOVVOOODOOOOOOOOVOOOIDOOOOOs

Instead of manually selecting the Landscape and setting the Paper Width and
Height, you can simply click the Set From Printer function and CorelDRAW
will automatically set the proper orientation and dimensions based on LaserPro
S400" work table. (You MUST have the S400 set as the default printer prior to
doing this.)

OOOOOOOOOOOOOOOOOOOOOOOVOVOOOOOOOOOOOOOOOOOOOOOOOV OOV OOOOOOOOOOOOOOOOOO OO0

OOOOOOOOOOV

5.2.2 Color Management

The LaserPro driver uses pen color settings to control laser engraver’s engraving and cutting
parameters. In addition to having your Page Setup and Orientation properly set in your
graphics software, you will a o need to make sure Color Management is DISABLED prior to
working with the LaserPro S400 Print Driver.

From your graphic software’s Color Management page:

» Disable Color Management or set Color Management to Off.

CoreIDRAW Example (Color Management)

The following is an example of how to properly disable Color Management in the graphics
software. CoreIDRAW is the designated graphics software used for this example. For other
graphics software, you will need to access the corresponding Color Management page.

1) From the primary menu, click TOOL — COLOR MANAGEMENT and CorelDRAW'’s Color
Management will appear.

2) Under the Style pull down menu, select COLOR MANAGEMENT OFF.
3) Click OK to complete the color management adjustments.
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Color Management

(%)

R VAL
Generc Profie v
ot @/""’
Generx internal RGE profile v
Generic CMYY printer profile v Generkc offset separations profie v
“ -

Generk Profile v

Color Managesent Off v EE [ oK ] | Carcel ] ﬁ MHelp ]

5.2.3 Using the LaserPro Print Driver

Now after you have properly set the Page and Layout and Color Management of your graphics
software, you are ready to configure the detail of your actual job through the LaserPro print
driver. The LaserPro print driver allows you to adjust your engraving / cutting options. After you
have setup your image, design, or text to be engraved in your software application, you can
access the LaserPro S400 print driver by going to <FILE> — <PRINT>— <PROPERTIES>.

NOTE

CorelDRAW was used as the software application for this screenshot example.

The LaserPro S400 Print Driver consists of seven primary sections (pages) in which you will be
able to choose various engraving / cutting options and settings:

* Options Page

*  Pen Page

* Advanced Page

* Paper Page

* Language Page

» Raster Page (appears only in Black & White Mode)
« Stamp Page (appears only in Stamp Mode)

The following sections describe the specific functions for each of the settings
found in the LaserPro S400 Print Driver. If you are new to laser engraving, it is

OOVVOOODOOOOOOOIICOOIOOOOCOOIIVOOOOOOOOOCIIDOOOOOOD

recommended that you first familiarize yourself with the general principles of
the laser process in Section 6, especially the Vector Cutting and Raster
Engraving concepts. This will make it easier to understand the various
descriptions and terminologies used in this section.

OOOOOOODOOOOOOOOVOOOIDVOOOOOIOOOOODOOOOOs
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5.2.3.1 LaserPro S400 Print Driver >> Options Page

oS00 10014 Progedtee x

Dptent Pgn  Adwercs Pager  Lorguace  Radber

HEEE@

Load

4 =) (@

Save To Defaait  Parameier RORT

Higdoary Fibe

5] oo
Mode Setting (OPTIONS PAGE) [DEFAULT SETTING: Black & White]

You can select from four primary mode settings, depending on your application or results you
would like to achieve.

Black & White:

Select this mode when using clipart images or drawings with several colors, shades of gray, or
many outlines. This mode outputs in a method similar to that of a black and white laser printer.

The GCC LaserPro print driver will interpret colored and shaded areas as 256-level shades of
gray by producing a halftone effect while engraving. Instead of engraving only solid lines, gray or
halftone areas will be a collection of dots with varying density.

The entire selected image will be engraved using a single set of power and speed settings (the
black pen from the PEN menu. Please refer to the next section of the detail regarding the PEN
functions). The resolution and depth of these halftone areas can be adjusted with the DPI setting
found on the Options page. Please note that selecting the Black & White mode will add a new
Raster page to the menu. The Black & White mode dithering settings can be changed from the
Raster page. (Please refer to the Raster section below for detail). Experiment with different
dithering settings to attain the desired results.

@’.’. Tip

The Black & White mode interprets the processed image by the varying colors

OOVIOOODVOOOOCOOIOOOODOOOOOs

OOVVOOOIVOOOOOOOIOOOODOD

and shades. For the best results, we suggest you convert the image to a
grayscale image with your graphics software prior to engraving in the Black &
White mode.

OO OOOOOOOOVOOOOOOOOOOOOOOOOOOOOOOOOOOO OOOOOOOOOOOOOOOOOOOOOOOOOOO OOV VOOV OOV GOV OO OOV OO0
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NOTE

Selecting the Black & White mode will enable the Raster page on the GCC LaserPro
Print Driver, allowing you to adjust advanced stamp-related settings.

Manual Color Fill:
Specify laser type to different color pens. The GCC LaserPro print driver allows a maximum of 16

pen parameters to be set. It will help user to set different parameters easily in one file.

Pen Mo, Color Speed Powwer FFI Raster Wector Ar  AF  Defocuz Brndge Repeat
1 [ 50.0 50 400 YES YES MNO WO 00 g 1 A
2 | 50.0 50 400 YES YES MO WO 00 I 1
3 0 50.0 50 400 YES YES MO WO 00 I 1
4 ] 50.0 50 400 YES YES MO NWO 00 I 1
5 [ | 50.0 50 400 YES YES MO HNO 00 a 1
B [ 50.0 50 400 YES YES MO NO 00 1] 1
7 ] 50.0 ] 400 YES YES MNO WO 00 a 1
g ] 50.0 50 400 YES YES MNO WO 00 I 1
1% ] 50.0 50 400 YES YES MO WO 00 1 1
10 ] 50.0 A0 400 YES YES MO WO 00 I 1
11 [ 50.0 50 400 YES YES MO NWO 00 I 1
12 1 50.0 50 400 YES YES MO NO 00 1] 1 ¥
Speed <€ > 500 Raster
Power. € * =0 Vectar

. N [ Air

PFI: 400 Auta Foous

Defocus 0o mm Defocus

Bridge : 1] mm [] Bridge Cutting

Repeat:
3D Mode:

3D Mode allows the naked eyes to visualize the curvatures of the 3D effect by applying 200
grayscale power level technology to create different depth of engraving.

Mode Setting
{) Black & White
) Manual Color Fil
O 30Mode
O Stamp Mode

Q Raster&Stamp
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Stamp Mode:
The stamp mode is one of the more dynamic functions of the LaserPro laser engravers by
applying 200 power level to create different steps.
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Selecting the Stamp mode will enable the Stamp page on the S400 Print Driver,
allowing you to adjust advanced stamp-related settings.

Raster & Stamp Mode:

Select this mode when you would like to engrave image on stamps. The Raster & Stamp mode
combines the 256 level gray scale image processing technology and 200 power level stamp
steps production requirement to create slopes.

DPI (Options Page) [DEFAULT SETTING: 500]

DPI (dots-per-inch) represents the number of times the laser will fire over a one-inch path. This
setting determines the image resolution and quality when performing raster engraving functions.
Higher DPI settings result in cleaner and deeper engravings, but require more time to complete.
Lower DPI settings result in coarser and shallower engravings, but require less time to complete.
The LaserPro S400 offers 8 DPI options: 125, 250, 300, 380, 500, 600, 760, 1000, and 1500
experiment with different settings to get your desired effect.

Below is a chart for your convenience detailing the Set DPI (your input setting) vs. Actual DPI
(your output results).

[S)gtl 125 250 300" 380 500 600" 760 1000 1500
AgtF‘fla' 127 254 381 381 508 762 762 1016 1524
NOTE

Outputting a full-table (25.1" x 18.1") job using 300 or 600 DPI will result in a truncation
error; this is due to the large differences in set DPI vs. actual DPI output for those two
particular DPI settings. Therefore, when processing a 25.1" x 18.1" job using 300 DPI,
we recommend you move to the next higher DPI setting of 380. Similarly, for a 25.1" x
18.1" job using 600 DPI, we recommend you use 760 DPI.
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Mirror (Options Page) [DEFAULT SETTING: Unselected]

Checking this box will automatically engrave your image with a mirrored effect. This setting will
flip the image along the Y-axis from left to right and vice-versa.

OOVOCOOOOOOOOOOIIOOOIODOOOOOIIVOOIGOOOOOOOIDOOOIOOOICOOIIGOOOOOOOOOOIIIOOOOOOD

When engraving a stamp, via the stamp mode, the stamp image needs to be

engraved in reverse (mirrored) for the final stamp to be correctly laid out.

OOOOOOOOOOOOVIVOOOGOOOOOOOIVOOOOVOOOOVOVIGOGOOOOOCOOOIGOBOOOOOOIOOVGGOOOOOOOOOOGIIOOOOOOIIDOOIGOOOOOOOIDOOOOOOOCOOND

Invert (Options Page) [DEFAULT SETTING: Unselected]
Checking this box automatically inverts / reverses the color of your image (the white areas
become black and vice versa). The Invert option is not available if disabled while Manual Color

File mode is selected.

OOVVOOOIVOOOOOOOIOOOODOD

Invert mode is useful when creating a stamp in Stamp Mode, as inverting your
normal image will set the negative space to be engraved out, with the remaining

positive space (your stamp design) protruding out.

VOOV OOOOOOOOOOOOOOOO OO OOOOOOOOO OOOOOOOOOOOOOOOOOO VOOV OGOV VOOV VOOV OGOV OOOOOOOOOOOO OOV GOV OO OO0 00O

Print Immediately (Options Page) [DEFAULT SETTING: Unselected]

Checking this will instruct the LaserPro S400 to immediately begin the laser engraving process,
when you select Print from your graphic software program. If Print Immediately is not checked,
then selecting Print will transfer the job file to the LaserPro S400 system and will need to be

initialized from the LaserPro S400 control panel.
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SmartACT (Options Page) [DEFAULT SETTING: Unselected]
By eliminating unnecessary travel of the lens carriage at the expense of some quality,
SmartACT reduces the acceleration area to save of time to process a job~!

[E] miror
2] wwen

* [T printimmessstey *

Smart ACT

3 1 : L [] proview !
[#———— complete path of lens cariage ————fpf [ unsitrectionsi Engravisg |#— Compiete path of lens cariage —pp|

OOVIOOODVOOOOCOOIOOOODOOOOOs

There is a greater performance gain when enabling SmartACT for designs that
are vertically longer than they are horizontally wide, as the SmartACT
optimization modifies the movement of the X-axis of the lens carriage.

OOOOOOOOOOOOOOOOOOOOV OO0

OOOOOOOOOOV

Preview (Options Page) [DEFAULT SETTING: Unselected]

Users can use the Preview function to check a simulated output of the job. An estimated
working time will a o be shown. Please make sure to set the file printing option to “print to file” in
order to activate the Preview function.

File Function (Options Page):
The file function section allows you to manage various laser parameters. It can save all your perfect

parameters to be used for next time.

File Function
Histaory File
'?n." MDF engraving GLSRM ~
MOF cutting (3mm). GLSRM
Original Delete Marble engraving GLSRM
Maple engraving. GLSRM

Acnlic cutting [10mm).GLSEM
Acnlic cutting [2mm) GLSRM
Z+ply laminate cutting GLSHM v

Save To Default Parameter

* SAVE: This function will save the current print driver parameter settings to a file and location on
your computer of your selection. (Saved parameter setting files will be tagged with the .Spi
extension)

* ORIGINAL: This function will load the print driver’s original factory parameter settings.

« DELETE: This function will delete the file you select from the History File section. Please note the
Delete function only removes the file from the history file section, it does not remove the .Spi file
from your hard drive, if you wish to completely remove the file from your hard disk, then you will
have to manually delete the file from your operating system.)
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» LOAD: This function allows you to load those previously saved print driver parameters.

 SAVE TO DEFAULT: This function allows you to save your current print driver parameters as the
default startup settings.

» PARAMETER: The material database consists of pre-built-in parameter settings to work with a
wide variety of material including wood, acrylic, glass, 2py-laminated plastic, marble, tiles, rubber,
coated metal, and more. With this convenient function, users can easily set up their tool by
selecting the appropriate job type (engraving or cutting) and material categories for the
corresponding parameters to be applied.

Parametor Setting

| “Clawnification

i Zoly iamvnuie —F
l Acrylic /k‘ ey
Metal # ,

Paper Engrrmag

Rubber

Stone [ M‘"ﬁ

Toxtilo Speed
Wood [

Powar

Customize

» History File: This section contains a list of the recent files you have recently created and worked
with.

NOTE

If you are using Windows 2000 or above as your operating system, make sure you log
in with an administrator or administrator-rights account in order to properly save laser
parameter settings.

@.’. Tip 0000 5000055845000055540000555000 50005005

LaserPro material database settings allow you easy to load the several parameters.

If you are loading LaserPro parameter database as your operating parameter, please
click <Parameter> under OPTIONS page, and direct load from several build-in

Qarameter folders.
OGOV OGO OO IO GOOONONOOOU POV II OGO OO
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5.2.3.2 S400 Print Driver >> Pen Page

The LaserPro S400 incorporates the use of 16 different colors to represent 16 different laser
power and speed settings when cutting and engraving. These colors are referred to as “Pens”.
Think of each pen as a designated laser setting, rather than as a color. As an example, a black
and white image will use only one power and speed laser setting (Black). An image that is
made up of black, red and blue colors will be processed using the laser settings designated for
each particular color. In order to utilize up to 16 different pens (laser parameter settings), make
sure your graphics software can recognize and utilize the 16 pen colors designated by the
S400 print driver.

Option  Pen Advance Paper Language Raster

PenMo. Color  Speed  Power PPl Raster Vectmr A AF  Defocus Biidge Fepeat

12 50.0 50 400 YES YES NO  NO 00

Speed: < > 50O Ragter
ectr

O air

[ Auta Focus
Defocus 0o o Defocus

Bridge il . [ Bridge Cutting

Repeat:

0 (WO

Power € > 0

PRI € > am

ok ][ caon

If you would like to specify your own colors to designate to a particular laser setting, then all
you have to do is to double-click on that particular pen color from the pen menu and a color
manager window will open where you can select “define custom colors” to define your own
color (shown in the picture below). This is useful when your image is composed of colors that
are not part of the pen menu’s default color selection, and instead of modifying your image, you
simply assign the laser settings based on the existing colors depicted from your current image.

NOTE

The S400 print driver cannot store more than 16 pen colors or different laser parameter
settings per file.

Speed (Pen Page) [DEFAULT SETTING: 50]

The speed slider control the laser’'s speed during operation (engraving speed) with settings
ranging from 0.1 — 100%. Keep in mind, the speed setting refers to the lens carriage moves at
when cutting or engraving straight lines. The machine will automatically slow down when
processing curves.

Cutting / engraving depth and quality are determined by a combination of power

OOVOCOOOOOOOOOOIIOOOIODOOOOOIIVOOIGOOOOOOOIDOOOIOOOICOOIIGOOOOOOOOOOIIIOOOOOOD

and speed. Slower speeds at higher power will produce deeper cuts and
engravings, whereas higher speeds at lower power will produce more shallow
cuts and engravings.

COOVVOIVOOOOOOOVICOOIOOOOOO OO BOOOOOIOVVIGOGOOOOOCOOOOGOOOOOOOIIOOPGOOOOOOOVOOOOIOOOOOOOIDOOD GOOOOOOOIDOBOOOOOOOCOIGGOOOOOOIOOOOIOOOOOOOOIOOO GO
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Power (Pen Page) [DEFAULT SETTING: 50]
The power slider controls the laser’'s power during operation (engraving power) with a range
setting from 0 — 100%. The percentage setting represents the power for each laser pulse fired.

PPI (Pen Page) [DEFAULT SETTING: 400]

PPI (pulses-per-inch) represents the number of times the laser pulses (fires) per linear inch,
exclusive for vector cutting. Higher PPI settings will generate deeper, overlapping laser pulses,
resulting in cleaner cuts. Lower PPI settings (lower than 150) will result in the individual laser
pulses being spread apart, resulting in a perforated effect (similar to the perforation in the paper
between mailing stamps).

If you drag the PPI slider to the furthest right (maximum), the value will change to X. This
completely disables the PPI control and continuously fires the laser non-stop, without pulsing.
Think of setting PPl to X as being equivalent to turning a water faucet on with the water
continuously flowing out. This an disables the power ramp functionality, which automatically
control the PPl depending on the speed of the lens carriage (such as vector cutting around the
corner of a square).

/

Cutting / engraving depth and quality are determined by a combination of power
and speed. Slower speeds at higher power will produce deeper cuts and
engravings, whereas higher speeds at lower power will produce shallower cuts

and engravings.

OOVIOOOGOOOOOOOIIOOOOOOOOOODD

OOOOOOOOOOOs

Raster / Vector (Pen Page) [DEFAULT SETTING: Selected]

Checking the Raster checkbox will process only the raster functions for the areas of your design
that correspond to that particular “pen” color.

Checking the Vector checkbox will process the vector functions for the areas of your design that
correspond to that particular “pen” color.

As an example: a particular “pen” color may be assigned to areas in your design containing color
fills (raster engraving) and very thin lines (vector cutting). By checking / unchecking the Raster
and Vector will force the driver to process / ignore the color fills / thin lines.

Vector Checked Vector Unchecked

Processes both Vector and Raster Processes only the Raster functions for

Raster Checked functions for that particular color that particular color (Vector functions
ignored)

Raster Processes only the Vector functions Does not process Vector or Raster

for that particular color (Raster functions for that particular color
Unchecked . .

functions ignored)

Waveform (Pen Page) [DEFAULT SETTING: Unselected]

GCC Fiber Laser is equipped an unique Waveform function to give users greater control over laser
pulse parameters that can lead to more efficient and effective processing. An example would be the
use of low repetition rate, high-energy pules to rough out and remove the bulk of the material while a
higher frequency shorter pulse with less energy can subsequently be used in a polishing pass yielding

a better surface finish.
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Remember to select “Fiber Laser” first for the desired Pen No. before enable Waveform function.
The Waveform value will turn into “1” when the option is enabled.

To achieve a high quality finish, Waveforms are used to maintain control of the engraving process.
When engraving starts, a less aggressive pulse is initially used in order to avoid a perimeter ridge
around the engraved area. Then the Waveforms can be switched to a long high energy pulse with its
higher material removal rate. Throughout this process, a short pulse Waveforms is regularly used to
clean the engraved area which helps to remove dross and debris. After the engraving process has
finished, the surrounding area is Laser cleaned using a short Waveforms to remove any surface
deposits. Note that there is a trade-off between material removal rate and engraving quality.

Below is the waveform parameter table for different fiber laser model:

20RMZ 30RMZ 50RMZ
Waveform
Number Pulse FUES Pulse Energy Pulse Pulse Pulse Energy Pulse Pulse Pulse Energy
Durati Frequenct ) Frequenct . Frequenct
uration (ns) (kH2) (mJ) Duration (ns) (kHz) (mJ) Duration (ns) (kH2) (mJ)
0 260/40 20 1 260/40 30 >1 260/40 50 >1
1 40/26 90 0.2 40/26 140 >0.2 40/26 250 >0.2

Air (Pen Page) [DEFAULT SETTING: Unselected]

This checkbox control the SmartAIR air-assist function (if you have the optional air compressor
installed). By selecting a pen color and checking this box will enable the SmartAIR air-assist
function for that particular pen color. As an example, if you are performing a combination of both
surface raster engraving job and deep vector cutting on a material such as acrylic, you may want
to enable the SmartAIR air-assist for the vector cutting sections to get the cleanest cuts. To do
this, you would simply need to select the pen color that you have assigned to the sections to be
cut and select the Air checkbox for those particular pen colors.

NOTE

In order to use the Air Delay function under the firmware or the Air assist function in the
driver, make sure that the optional air compressor is connected to the power outlet
located in the lower machine cabinet. There are two power outlets located in the right
hand side of the lower machine cabinet, make sure that the air compressor is connected
to the power outlet towards the left which is closer to the fuse.
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Auto Focus (Pen Page) [DEFAULT SETTING: Unselected]

This checkbox sets the Auto Focus for that particular job. With the Auto Focus button checked,
the S400 will automatically initialize the auto focus procedure before starting the job. This will
ensure the focal distance is properly set based on the particular material you are working with
and the focal lens you have installed.

Defocus (Pen Page) [DEFAULT SETTING: Unselected]

This function allow users to set the defocus or out of focus distance for a particular job. One of

application is polishing, the acrylic can be polished after engraving.

PenMao. Color  Speed  Power Freq AF PRI Defocus Repeat  waveforn  Laser
[l 50 A00 coz
2 B &00 50 30 NO 400 0.0 1 i coz
3 [ 500 50 el NO 400 0.0 1 0 coz
4 ] 500 50 30 NO 400 0.0 1 0 coz
] B 500 50 30 NO 400 0.0 1 0 coz
E (] 50.0 80 30 NO 400 0.0 1 1} coz
7 (] a0.0 a0 il NO 400 n.o 1 0 coz
8 [ soo 50 30 NO 400 0.0 1 0 coz
9 [] 500 50 30 NO 400 0.0 1 0 coz
10 ] 500 50 el NO 400 0.0 1 0 coz
1 B 500 50 30 NO 400 0.0 1 0 coz
12 [ 500 50 30 NO 400 0.0 1 0 coz v
Spesd: € Raster
Power. € > &0 Vectar
[ i
Freq: £l [ &t Focus
PPl < > 400 Defacus
Defocus: € > |40 |
- " W avefarm
[ Fiber Laser
Repeat

Bridge Cutting (Pen Page) [DEFAULT SETTING: Unselected / 0.0 mm)]

Checking the Bridge Cutting checkbox will allow users to easily create perforation lines
(dash-line). Once seethe line color along with another corresponding pen can be used in
tandem to indicate the length of the gap and the uncut part of a perforation line. (If Pen 1 is
selected for bridge cutting, Pen 9 will be reserved to the length of the connected lines of the
perforation. If Pen 2 is selected, Pen 10 will be reserved and so on...)

Optoen Pen  Advanced Paper Languoge Raster

PeriNo. Cole Speed Power FPP1 Rasee Vet Ar  AF  Defocus Badge Repest
2 0.0 0 400 TES ES NO NQ 00 0 1
3 W %0 0 400 YES YES NO MO 00 0 1
¢ [ %o S 40 YES YES NO MO 00 [ 1
5 W w0 50 40 YES YES NO NO 0D [ 1
& W 0 %0 400 YES YES NO NG 0O [ 1
7 B 500 50 40 YES YES NO NO 0O [ 1
8 B 0 0 400 YES YES NO MO 0O a 1
3 B %0 « 00 YES YES NO N 00 1 1
0 C] %90 © 400 YES YES NO NO 0O a 1
n B o0 %0 400 VES VES NO NO 00 o 1
12 iS00 = 400 YES YES NO NO_ 00 o 2 R/
Speed ¢ > 50 FARaste
Powe € > % E3Vecta

A=

R € > W

Delocus o ped

v < » [ [BEetE

Regest !
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5.2.3.3 S400 Print Driver >> Advanced Page

o= 5400-1.01-14 Properties

Option  Pen Advance Paper Llanguage Raster

Scaling
x ol
» EOECE

Position Mode

Q; Home

Q; Without Home

© Relative

Q; Center

D Use start point D SmartCenter
X ID.DD mm
Y: ID.DD mm

Image Output Direction

QL Top To Bottom

) Bottom To Top
Drilling
D Enable Drilling

Time: ﬂ j

Border

D Use Border

Horizontal Margin:

Vertical Margin:

Vector Function

Q; Normal

© AnlRaster

Q Inside out cutting

Q', Cutting path optimization
© Dpecal Cutting

Cluster

D Use Cluster
Distance X: I‘ID.DD mm

Enhanced Vector Mode

D Enhanced Vector

D True Image

Cancel |

Scaling (Advanced Page) [DEFAULT SETTING: 0]

In some cases you may find a slight output inaccuracy in the actual output compared to what you
have set in the computer. This margin of error or offset is extremely small (approximately 1/300).
What this means is that there may be a 1-unit offset for every 300 unit increments. As an example,
if you engrave a 300mm straight line, it may end up measuring only 299 mm or 301 mm in the
final output. In this case, you will want to set the scaling setting to +1/1000 or -1/1000
respectively to compensate. A general rule of thumb is for every 300 unit increment, you will want
to adjust the slider by +1 if the final output is 1 unit increment shorter or -1 if the final output is 1
unit increment longer than your graphic design setting.

Position Modes (Advanced Page) [DEFAULT SETTING: Home]
These selections allow you to control the positioning of the laser head after each job completion
and before the next subsequent job.

* Home: Resets the positioning of the laser head to the ‘home position’ (upper-right) before and
after each job.

*  Without Home: The laser head will start the next job based on the position from its graphic
application software setting, from the last position of the previous job. Upon completion of the
current job, the laser head will remain at the last position of the previous job.

* Relative: This mode sets the current laser head position to correspond to the origin (top left)
position of the graphic software. Therefore, the laser head will process the job from its current
position relative to its setting in the graphics software.
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» Center: Sets the current position of the laser head as the center point for your subsequent job. As
an example, if the subsequent job is to vector cut a circle and you have the Position Mode set to
Center, then the S400 will vector cut a circle around the initial position of the laser head.

« SmartCENTER: The SmartCENTER function is a quick and easy way to precisely locate the
center point between two points or four points.

Postion Mode
() Hoeme
O Witheut Horme
» Belatie P Tae :
Pl 2ea (K
% 000 i ‘.59.“:.- kousiies | U
vy 000 mm

OOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOVOOOOOOOOOOIOOOOOOOOOOOOOOOO

O
The SmartCENTER function is a quick and easy way to precisely locate the
center point between two points or four points. It is a great tool for users
whose jobs often require engraving on specific locations such as on award

signs and plaques.

OOOOOOOOOOOOVIVOOOGOOOOOOOIVOOOOVOOOOVOVIGOGOOOOOCOOOIGOBOOOOOOIOOVGGOOOOOOOOOOGIIOOOOOOIIDOOIGOOOOOOOIDOOOOOOOCOOND

OOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOVOOOOOOOOOOIOOOOOOOOOOOOOOOO

It is highly recommended you enable the red dot laser pointer when setting /
adjusting the Position Modes, as this will ease your job positioning with
enhanced accuracy.

000

OOOOOOOOOOOs

Image Output Direction (Advanced Page) [DEFAULT SETTING: Top to Bottom]
These selections allow you to control the direction in which the system processes an engraved

image.

Vacuum , ; Vacuum

Image Dutput Direchion TE

O] B.ul.tom TaT

=
; -

Top To Bottom Bottom To Top
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» Top To Bottom: Selecting this will force the system to process the current task by moving the lens
carriage from the top to the bottom of the image (rear end to front end of the work table).

» Bottom To Top: Selecting this will force the system to process the current task by moving the lens
carriage from the bottom to the top of the image (front end to rear end of the work table)

Normally, the LaserPro S400 engraves from left to right, top to bottom. Selecting Bottom Up will
alter the engraving sequence and the engraving will start from the bottom and work its way to the
rear of the working table.

@’:_ THD  coconsemamsccssomsecsscssamsocosamsesssansansssnsansossssmsosossosinsosnsansosossmsomssmosssusosimsisossonisssoss
In situations where the material you will be working with may produce a lot of
dust byproducts and you are utilizing the optional air extraction system, it is
recommended that you select the Bottom To Top image output direction option.
This will minimize the amount of dust byproducts lodged in the engraved
sections as the air extraction system is vented from the rear of the machine, the
same direction as the image is processed.

OOOOOOODOOOOOOOVICOOIOOOOCOOIIOOOOOD

COOIVOOGOOOCOOOVICOOOOOOOCOOVGOOOOOVOOIDIDOOOOOOIOOOD

Border (Advanced Page) [DEFAULT SETTING: Unselected]

In cases where you are working with a negative image (negative outline areas of your image are
engraved, rather than the positive areas), you may wish to include a border around your image.
To properly add a border, you will first need to Invert your design from the Options Page, then
check Use Border and specify a value for the thickness of the border you would like to add to
your design. This mode is useful for engraving rubber stamps, as it allows you to create the
outline around your stamp image.

NOTE

If you wish to use the Border and Cluster function simultaneously, the Border
Thickness value must be less than the Distance value specified in the Cluster setting.
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Vector Function (Advanced Page) [DEFAULT SETTING: Normal]

* Normal: This selection will not apply any special advanced vector function to your job. This is the
default Vector Function setting.

» All Raster Output: This selection will instruct the print driver to process your entire image as a
raster engraving. Any vector lines within the image will be treated as raster data and outputted as
a raster engraving, similar to a dot-matrix printer.

‘Wector Function

() Mormal
mp s =
() Cuiting path Optimezalion
() Decal Cutling

Vector Processing Raster Processing

* Inside out Cutting: This setting will always automatically direct the laser to cut from the inner most
vector shape and move outwards.

Layer1 Layer 2

Vector Funchion

O Noemal

(LAl Ragte

(®) Ineads out cuting
TG B3 OBt son
) Decal Cuttng

Layer 2 Layer1

*  Optimization Sorting: This is a setting that will minimize your process time. When selected, the
print driver will analyze your image and automatically determine the most efficient processing
path to process your image.

Vechor Funclion
() Nomal
() ANl Raster

CFTecal Tufing
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Decal Cutting: this function is developing to reduce material weeding job after laser cutting for
multiple layers adhesive material , such as lettering vinyl, heat transfer film, and twill film. This
function allows allocating different parameters for corresponding decal layer numbers to do
die cut (cut through media) for the unwanted parts, and kiss-cut (half cut) for the kept

material parts, after the laser cutting, users can just peel off the material to get rid of waste
parts.

DIEGO COSTA

19

Black Line:
Decal fayer No.1: Kiss-cutting pen (half cut)

J nE@%}@ éi@gm SeteT
Ot '
o ;:::f:m No. 2: Die cutting pen {Cut through|

You are welcome to visit below link for easy understanding:
https://www.youtube.com/watch?v=YgGTMHqtWqE&feature=youtu.be

Decal layer No. 2:

Die cuttina pen (Cut throuah)

___— | Decal layer No.1:
Kiss-cutting pen (half cut)

Enhanced Vector Mode (Advanced Page) [DEFAULT SETTING: Unselected]
This setting allows you to improve the cutting quality at the expense of speed. Your engraving

speed will be dropped by 50%, to maximize the cutting power. We recommend that you enable
this function when cutting thicker material.
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Drilling (Advanced Page)
The drilling function is available only for use with AutoCad. Users can insert dots from AutoCad’s
tool bar and use the drilling function to set the drilling time required to create holes.
Use the default “dot” tool ( * ') from the tool bar to create dots which will be interpreted as drilling
locations.
Use the adjusting bar on under the “Drilling” function to set the drilling time (spot delay) required.
The size of the drilled hole can be adjusted by deploying a longer or shorter drilling time.

L
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Use Cluster (Advanced Page) [DEFAULT SETTING: Unselected]

This setting allows you to change how the S400 interprets and processes individual /
independent areas of an image in order to minimize job-processing times. The Cluster function is
only applicable when multiple areas of an image are broken down and isolated from each other
(areas not touching each other, blank space in-between). Another condition that must be met for
the Cluster function is that these individual areas of your design must have some X-axis overlap,
meaning that they should be to some extent side-by-side with empty spaces between them. The
distance value can be set by the user and represents the limit or cutoff point in which side-by-side
objects will be processed in Cluster mode or not. If the distance between side-by-side objects is
greater than the set distance value, then the individual areas will be processed in Cluster mode.
Conversely, if the distance between side-by-side objects is lesser than the set distance value,
then the individual areas will be processed normally (not via Cluster mode).

An example of an image that would benefit from the Cluster function would be: 2 squares to be
engraved, side-by-side on the X-axis with a 20 cm gap in between them. In this scenario, you
would want to enable the Cluster setting and set the distance to a value less than 20. By doing so,
the laser will completely process one square and “leap-frog” to the second square, rather than
processing both squares simultaneously. The resulting processing time is minimized by
eliminating the unnecessary travel distance the laser head needs to make across the X-axis in
between squares, if they were to be processed simultaneously.

NOTE

If you wish to use the Border and Cluster function simultaneously, then the Border
Thickness value must be less than the Distance value specified in the Cluster setting.
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True Image Mode (Advance Page) [DEFAULT SETTING: Unselected]

This setting allows you to improve the engraving quality by reordering the line by line output
sequence and by doing so masking the banding problems. This feature is only suitable for
engraving large sized graphics. Note: The overall working time will be increased.

True Image is a function that will shuffle the normal engraving sequence to produces a nicer
engraving output by reducing possible banding occurrences.

Normal
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5.2.3.4 S400 Print Driver >> Paper Page

o= 5400-1.01-14 Properties X

Option  Pen Advance Paper Llanguage Raster

Paper Size Unit

P ISSB.DD mm Q‘ Metric (mm)
Y. |B1D.DD mm Q Imperial (inch)

[] extena Image Tuning

Kl m o
Rotary Parameter

Optional ltem
Offset: |0.00

D Rotary Fixture

[] ceo

Cancel

Paper Size (Paper Page)
The paper size represents your total work area. Ensure that the paper size is never set greater
than the working area. The X value represents the length and the Y value represents the width.

NOTE

When using the optional rotary attachment system and with the Rotary Fixture option
checked, the X value represents the length of your working piece. The Y value will be
changed to Diameter, which represents the diameter of your working piece (at the
position you wish to engrave).

Unit (Paper Page) [DEFAULT SETTING: Metric (mm)]
Here you can set your preferred measurement standard in which you would like to use with the
S400 print driver. You can choose between metric or imperial standards.

Image Tuning (Paper Page) [DEFAULT SETTING: 0]

In the event that you are processing extremely fine and detailed designs requiring near-
microscopic edge-to-edge precision, you will need to adjust the image tuning setting. To adjust
this setting, we recommend that you engrave a small black square design as a sample and use a
magnifying glass to view the engraved results.

When you look at your engraved test square under a magnifying glass, you may notice the edges
of your square may be slightly offset, with every consecutive engraved even or odd line
protruding past the square’s ideal edge. This occurrence may occur on the left or right side of the
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square and can be compensated for by the image tuning setting. In the diagram below, the
arrows refer to the direction the laser head is moving to generate that engraved line. If the first
and every other line protrude to the left of the square’s ideal edge, you will want to set the image
tuning to a negative value. If the first and every other consecutive line protrude to the right of the
square’s ideal edge, you will want to set the image tuning to a positive value. The further the
protruding lines are from the square’s ideal edge, the larger you will need to set the Image Tuning
value to compensate.

Square’s Left Edge Square’s Right Edge
~
pd \\
- ———
— -
— 1
S <}
Set Image Tuning to NEGATIVE Set Image Tuning to POSITIVE

The following is an example that has the proper image tuning, and demonstrates this significance
when engraving fine, small, intricate text. The following two pictures show engraved text
magnified with no image tuning (left picture) and image tuning enabled (right picture).

Extend (Paper Page) [DEFAULT SETTING: Unselected]

If you are processing a very large area requiring the maximum work table area, you will want to
enable this mode. Enabling this mode will extend the S400 maximum work area to 40" x 24"
(1016 mm x 610 mm) from the default 36" x 24" (916 mm x 610 mm). This function is enabled at
the expense of some quality loss, usually on the left and right edges of your full-size engraving.
Usually the quality loss is minimal and may not be apparent, depending on your design.

NOTE

With the Extend function enabled, the following functions are disabled: 3D mode
(Options Page), Stamp Mode (Options Page), SmartACT (Options Page), Disable Skip
White (Advanced), Auto Focus (Pen Page), and Rotary Fixture (Paper Page).
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Rotary Fixture (Paper Page) [DEFAULT SETTING: Unselected]
NOTE

This option is only to be used with the Rotary Attachment optional accessory properly
set up. For instructions on how to set up the Rotary Attachment, please refer to
Chapter VII of this manual.

You will need to select this option when processing a job with the optional rotary attachment
system to engrave on round or cylindrical objects. When you have your material and rotary
attachment properly set up:

1) Check the Rotary Fixture function and notice the change in the Paper Size fields under Paper
Size, the X value represents the length of your work piece. Enter the length of your work piece
in this field.

2) Under Paper Size, the Diameter value represents the diameter of your working piece (at the
position you wish to engrave). Enter the diameter of your work piece in this field. Again,
remember the proper diameter value would be the diameter location, at the point of engraving
on your work piece.

3) Under Rotary Parameter, the Offset value represents distance from the open end of your work
piece to the base of the padded rubber wheel. This value will be displayed on the LCD panel.
Enter the proper offset value in this field.

Roll to Roll Autofeeder® (Paper Page) [DEFAULT SETTING: Unselected]

This option is only to be used with the Roll to Roll Autofeeder optional accessory properly set up.
The Roll to Roll Autofeeder function is allow laser system to work with roll media continuously,
when laser machine finishes the work, the Roll to Roll Autofeeder will automatically to wind up the
processed material and load another frame of unprocessed material for laser processing.

For instructions on how to set up and operate the Roll to Roll Autofeeder, please refer to its
accessory manual along its package.

CCD* (Paper Page) [DEFAULT SETTING: Unselected]

This option is only to be used with the CCD optional accessory properly set up. The CCD optional
module allow you to laser contour cut the printed image, the CCD module will find the registration
marks printed around the image, and position the laser contour cutting line automatically. For
instructions on how to operate the CCD, please refer to its manual along with package.

NOTE

1. This option is only to be used with the CCD optional accessory properly set up.
2. When activate CCD selection in print driver, the paper size will be reduced.

5.2.3.5 S400 Print Driver >> Language Page

This page allows you to specify the language displayed by the S400 Print Driver. Current
language options allow for: English, Spanish, French, Chinese (Simplified, Traditional),
Japanese, and German. Remember to select “Save to Default” on Options Page to save the
specified language.
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o= 5400-1.01-14 Properties

Option Pen  Advance Paper Language Raster

Language

Version
5400

Copyright (¢} Great Computer Co.

All Rights Reserved.
B4V1.01-14

[ —————

i geoword. com |

P Parameter Backups |

— File Function

Save |

Load |
Origina\

Save To Default | |

Delete |

History File

Parameter
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5.2.3.6 S400 Print Driver >> Raster Page

o= 5400-1.01-14 Properties

Option  Pen Advance Paper Language Raster

N

Contrast
Dark (-50) Light (+50)

4 |

Halftone Dithering

O pitheri Dithering Matrix

Q Dithering g v
Q, Error Diffusion Pattern Type Dat
D Enhance Dithering

oK || Ccancel

Dithering [DEFAULT SETTING: 0]
This option control the way a raster-engraved image is processed. Each pattern type uses a
different shape and arrangement of dots to compose the shading effect of a raster image.

45 degree

Dithering
Dithering Matrex | 8+8
Pattern Type Dot
[T Enhance Dithering
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NOTE

The Raster Page is only available when Black & White Mode Setting is selected from
the Options Page, this page offersa number of advanced Raster Engraving output
options.

Contrast (Raster Page) [DEFAULT SETTING: 0]

This provides a quick and easy way to immediately adjust the contrast of an engraved image.
Moving the slider to the Dark setting will increase the contrast level of the engraved output,
whereas moving the slider to the Light setting will decrease the contrast level of the engraved

output.

@’(_ TP coovusscsossosconomscsnmsscossssssnssnsnssoninssssssssinsissonsssinssioiosioimssoimmimnsiooio:

There are other ways to adjust an engraved image’s contrast such as: adjust
the power / speed settings or simply adjust the contrast of the image in software
with the graphic software application.

COOVVOIVOOOOOOOVICOOIOOOOOO OO BOOOOOIOVVIGOGOOOOOCOOOOGOOOOOOOIIOOPGOOOOOOOVOOOOIOOOOOOOIDOOD GOOOOOOOIDOBOOOOOOOCOIGGOOOOOOIOOOOIOOOOOOOOIOOO GO
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Halftone (Raster Page) [DEFAULT SETTING: Dithering]

This option control the way a raster-engraved image is processed. The “digital image to engraved
output” process can be processed via two methods: Dithering or Error Diffusion. Each offer
additional output options yielding different output effects, style, and quality.

» Dithering: Interprets and outputs the raster engraving via the dithering method. This mode will
allow you to select the Pattern Type and Dithering Matrix, and Enhanced Dithering.

- Pattern Type: Dot, Bayer, Corner, 45 Degree [DEFAULT SETTING: Dot]

Each pattern type uses a different shape and arrangement of dots to compose the
shading effect of a raster image.

The following diagram is an example of the raster effects when using the different
pattern types.

Corner

- Dithering Matrix: Variable depending on the Pattern Type selected. [DEFAULT
SETTING: 8x8]

This control the resolution (dot size) and the number of dots the image is broken down
into for the dithering process. As an example, selecting 2 x 2 will shade with a 5-grade
halftone, where as an 8 x 8 Dithering Matrix will dither with a 65-grade halftone.

The following diagram is an example of the raster effects when using the different
dithering matrices.

2 X 2 Enhance
Dithering Dithering

- Enhance Dithering [DEFAULT SETTING: Unselected]
Selecting this will produce a finer dithering output.

- Error Diffusion (Raster Page): Interprets and outputs the raster engraving via the error
diffusion method. This mode will allow you to select from three diffusion types: Floyd,
Stucki, and Jarvis.

- Diffusion Type: Floyd, Stucki, Jarvis [DEFAULT SETTING: Floyd]

Each diffusion type presents the shade of image as different spread halftones instead
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of dots to compose a raster image.

The following diagram is an example of the raster effects when using the different
diffusion types.

There is no “correct” or “best” setting when using the Raster options. The most
appropriate settings will be based on a variety of factors: your design, the
material you are engraving on, and the results you wish to achieve, etc. Please
take some time to experiment with the multitude of raster options to get the one
you feel is the best for your piece. This is where much of the fun in engraving

is....experimentation!

OOOCOOOODOOOOOOOIVOOOIVIOOOOOICOOOIGDOOOOOOVIOOOIOOOOOOOIIOOOOOD

COOIVOOGOOOCOOOVICOOOOOOOCOOVGOOOOOVOOIDIDOOOOOOIOOOD
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5.2.3.7 S400 Print Driver >> Stamp Page

Producing stamps require different operational steps than your standard engraving or cutting
jobs. The Stamp page offers dynamic options allowing you to customize your stamp production

process.
/ Base of bridge (pitch)
Pitch  [0.35 - mm
Bridge: contact area of the
stamp
. Shoulder Level
Slope of bridge
“l |“ IIIIIl/ (shoulder level)
|I||||II|||| || I
Adjusting Bar J J J J '
NOTE

The Stamp page will only appear and be accessible when you have selected the
Stamp Mode from the Options Page.

@I' Tip o

Functions located on the other pages that are useful when making a stamp: Set

OOVVOOODOOOOOOOOVOOOIDOOOOOs

Shoulder, Pitch, Border, Invert, and Mirror.

OOOOOOOOOOOs

Pitch (Stamp Page)

Your stamp will be a reversed image composed of engraved depressions and ridges. Think of
these ridges as the “contact sections” of the stamp. If the ridges of these contact sections are too
thin, they may break. The Pitch setting allows you to increase the width of the ridge base, hence
creating more stable “contact sections” and longer lasting stamp. The pitch value setting allows
you to adjust the base width of the ridge. Broad pitch gives the maximum amount of support for
each ridge. Experiment with different pitch value settings in order to produce the stamp that is
best suited for your application.

OOVVOOOOOOOOOOOOIOOOO

000

Adjustment Bar/ Power Level (Stamp Page)

Another important aspect of creating a stamp is setting the slope level of the shoulder. The
shoulder is the section from the “contact section” of the stamp to its base. This function allows
you to adjust the slope for the shoulder sections of your stamp. By sliding the sliders or directly
input of power level, you will be able to change the slope of the shoulder.

NOTE

The visual representations of the Pitch and Shoulder Level in the S400 driver are an
exaggerated representation to allow for easy visual guidance and precise input.
Remember we are working with distances less than 1 mm here.
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Chapter 6
Engraving and Cutting Techniques

Raster Engraving
Vector Cutting
Vector and Raster
3D Tips

Modify Image Setting of a Picture for Better
Engraving Quality
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6.1 Raster Engraving

A CO2 laser engraver can process text, scanned image, digital picture, or design by “laser firing” grids
/dots of individual pixels into a raster image. Think of this as simply “printing” your job onto any
particular material. An example of a raster engraved piece would be a photo engraving on tile, as shown
in the picture below.

6.2 Vector Cutting

A CO2 laser engraver can process text, design, and images composed of lines through
continuous-firing of the laser to cut out various shapes. When performing vector cutting operations,
imagine the laser head as a pair of scissors cutting out the lines specified in your design. An example
of a vector cut piece would be a customized dining mat, as shown in the picture below.

S L P

']
. o - =
e o B

The S400 Print Driver determines which sections should be raster engraved or vector cut based on
the outline width of that particular area or section of the design. In order to prep a particular section for
vector cutting, you will need to set that object’s fill color to white and set its outline thickness between
0.001" (0.025 mm) to 0.004" (0.1 mm) via the graphics software.

Below is an example of how to prep an area (in this case, we will use a section of text) for vector
cutting. CoreIDRAW will be used as the selected graphics software.

1) With the text function, create a string of characters and select those characters by clicking on
the text.
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2) Change the text fill color of the selected characters to white by left clicking on the white color
from the CoreDRAW Color Palette (located on the right hand side of the screen)

3) Change the outline color of the selected characters outline by right clicking on the desired
color from the CoreIDRAW Color Palette.

4) Change the selected characters outline thickness to the thinnest width by right clicking on the
selected text select <Properties> — Click on the <Outline> tab and change the Width to its
thinnest dimension. Click on “OK” to apply the changes.

5) Now your string of characters has been properly designated as an area to be vector cut.
Simply “print” your job (output the file to the S400) and watch as your string of characters is
vector cut.

6.3 Vector and Raster

In some cases, you will want to process both raster engraving and vector cutting tasks within a
single project. For example, if you wanted to engrave a design onto a particular material and then cut
a particular shape around that engraving. The picture below is an example of engraving on a piece
of leather which has then been cut out: The picture below is an example of an engraving on a piece of
cork, which has then been cut out with a square shape:

In these situations when there are raster engraving and vector cutting operations on a single project,
the LaserPro S400 driver will interpret between raster sections and vector sections by the types of
lines and line widths of your design. Areas of your design with line widths set between 0.001" (0.025
mm), 0.004" (0.1 mm) will be designated for vector cutting, and the other areas will be designated for
raster engraving.
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6.4 3D Tips

3D Mode is one of the functions of GCC CO2 laser engraver. Instead of traditional two dimensional graphic
processing, 3D Mode allows the naked eyes to visualize the curvatures of the 3D effect by applying 200 power
levels technology to create different depth of engraving. Although it is easy to produce 3D samples with LaserPro

Engraver, production of the 3D graphic can be a hassle for our users.

Principle for 3D production by laser

3D processing uses degrees of the gray level to adjust the output energy of the laser. Take the figures below as an
example. When the color of a certain block is set as 100% black, the laser output energy for processing will be at
100%. The processing depth will be fairly deep. When the gray level is set as 50% black, the laser output energy

will be adjusted to a smaller value accordingly so that the processing depth is not as deep.

By specifying the degrees of the gray level in this way, various energy output is achieved and the 3D effects are

produced.

100% Black :> :

50% Black :>
Material

7 Engraving Depth

By specifying different levels of black in design software, the corresponding laser power energy
will generate different depths of engraving result.

Introduction to software for 3D graphic production

Many ways to produce 3D graphics are available. If you are familiar with or frequently use one of the 3D software in
the market like Laser Type, EngravelLab, 3D Studio etc., you may use it for the production of 3D graphics. After
completion, save the 3D images as one of the formats that is compatible with the Laser Engraver (such as JPG or
BMP) and let the machine begin the engraving. If you are not familiar with any 3D software, some editing software
specific for laser in the market an o have 3D mode functionality, which could be a handy tool for you to produce 3D
objects. Of course, you may also use Photoshop or CoreIDRAW, which you might be using on daily basis, for the
production of 3D objects. Ways to produce 3D graphics with this software are not the same. In the following

section, we will give you simple illustrations with respect to how this software works.
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Laser Professional AP

Currently, quite few laser professional application softwares like Laser Type, 3D studio, EngravelLab are available
in the market. You can not only create all kinds of vector images with these AP but a o convert these vector images

into 3D module, which is a great way to produce 3D graphics.

As illustrated in the figure below, all you need to do is to choose the direction of the vector and then set the length

and shape of the convex or concave surface. The software will automatically generate the 3D graphic for you.

) & > >
f;

Concept illustration of 3D graphic production with Laser Professional AP

After the graphic is completed, you can output the 3D graphic directly to the laser machine through GCC LaserPro
driver, which is very handy. Or you can export the 3D graphics as JPG or BMP format and edit with frequently used

CorelDRAW or lllustrator software, then output the graphic to GCC laser system.

Photoshop & CoreIDRAW

The way to produce 3D graphics with Photoshop and CorelDRAW is very similar. Fill in the desired gray level
colors to each of the drawn figures, and proceed with further arrangement and combination. Then you may output
the 3D graphic to the laser for the production of the 3D object. Take the figure below as an example. After
producing two graphs in gray level, proceed with the arrangement and combination. Then you may let the laser

proceed with 3D mode.

Both Photoshop and CoreIDRAW may produce 3D graphics in the manner of combination.
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A way to produce 3D graphics

For the production of 3D graphics, in addition to the requirement of having great familiarity with the software, a
significant amount of time is required to design and arrange the layout. Thus, we use a relatively simple graphic for

illustration so that you would understand how to produce 3D graphics better.

www.laserpoi.com

Take the graphic above as a production example. CoreIDRAW is used for the production of the 3D graphic.

Step 1. Produce the gray level background

2

@ i Uniform Fill..

) & P Fountgin Fill.
Patteh fFill.
ADraw a rectangular box with the ASelect Fountain Fill to fill in the
drawing tool gray level
Type: Linear Vv Options y

Centa Linear Angle: ‘ 98 o
Radial ' F—
Conical 258, 3

HoriZ Square

Uertical: @ 2ty sl v %
ASelect Linear as the type of the ASet the gray level angle as 90
gray level degrees

149 232003110G (03)



Color Blend 5

Two color () Custom
L 2

To L
Mid-point:

ASelect Two color as the type of
the gray level

J

N

Color Blend
® Two color

) Custom

AClick OK to complete the editing

150

Color Blend
® Two color

() Custom

ASet the From color as 0% Black

Color Blend
® Two color ([ Custom
From v

i

To: -,y

Mid-point: E sg |

ASet the Mid-point as 30

AA gray level graphic Is finished

232003110G (03)



If you need to produce circular 3D graphics, you only need to select Radial as the gray level type in the pull-down

menu of Type. Then, a circular 3D graphic may be produced.

Type: | Radial V

Centd Linear
Radial
Conical

Horiz Sqguare

Uertical: @ Ll 2

Step 2. Produce three-dimensional characters

1 2

% LaserPro LaserPro

L4
AEdit the word with the Text toolbox AUse the Color toolbox on the right to
fill the white color Into the characters
0 Arial !v,}[xza ot |wv] |
ASelect the desired font and size ABold and italic style may also be used
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AOnN the palefte, set the exterior frame
as 10% gray level (Right click the mouse
to set the color of the line for the
exterior frame quickly)

Color:
Width:

[Sm- Imllineters

ASet the width of the line for the
exterior frame

% Cancel | Help

AClick OK to complete the text
editing

Step 3. Edit the characters for the website

Nal O Outune\ffin.-
9‘ % Outline'-sblor..

& X Hone
P

AClick on the Qutline Pen toal

ehind Fill
le image

ACheck the Behind Fill option

9 10

AThree-dimensional characters
are completed

2

[0 Ar1a1

e .
% - www.laserproi.com

14
AEdit the word with the Text toolbox

fv§| 1230t |v| I

www.laserproi.com

ASelect the desired font and size
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Step 4. Combine the 3D images

After finishing the production for each of the objects, you may proceed with the combination of the objects. The

combined graphic may be output with the laser engraver.

. -1 | #

www.lasarprol.com www.laserproi.com
www.laserproi.com

Output the 3D graphic

After selecting the graphic to be output, set the Mode as 3D Mode in the driver. After setting the engraving

parameters, output the 3D graphic.

<" Mode Setting

() Black & White

&) Manual Color Fill

Q) 30 Mode
L) stamp Mode

Q‘ Raster&Stamp

Tips for engraving 3D graphics

LaserPro Application Lab provides a few reminders that may require your attention during the 3D engraving in

order to improve the result of the engraving.

Turn on the Air Assist function

When the engraving is done along with Air Assist, the depth of the engraving would be deeper. Set Air assist inside

the driver by checking the box.
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Speed: < 1l > 508 Raster

Uector
Power: < i > 58 ;
Air
PPI: < I > 488 duto Focus
Polish

Dust will accumulate during the engraving when acrylic is engraved. The acrylic can be polished after the
engraving. After the processing, don’t remove the engraved object. Use the Touch Screen to lower the platform (for

about 7~8 mm) and then engrave once again to achieve the better finish.

After Polishing

You are welcome to clink below link for easy understanding:

https://www.youtube.com/watch?v=gFXTC5dSYwg&feature=youtu.be

After engraving the wooden objects, please use a toothbrush with some clean water to remove the dust on top of

the object.

A Before cleaning A After cleaning
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6.5 Modify Image Settings of Picture for Better Engraving Quality

Connect your digital camera to the computer by USB cable.
Download the picture from the digital camera to the computer

Select the picture that you want to engrave.

W=

Import the image from the folder where the picture is located by selecting File/Import

CorelDRAW 12 - [Graphicl]
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5. Convert the image to Bitmap by selecting the image and click on Bitmaps/Convert to Bitmap
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|M B Edl Yew Loosl Amop  Effech | Bemaps | Ted  Tools  Windome (el

DFGAXBBE- @0 o DE e ||e
o |z1.|:‘1|,|rn FH %8, 30 mm, | (1000 X & ol 1} q
_'f.i RS, 12 i

Iz (100 S B 3 11}
i ; ¥ I Iree Bimey i) 1
3 Erngle
Mugs "
Lglake By ¢

HE|

b

x>

-

Eitmay Color Hak

0 Bt

A Stmbksy

B

Caern

Coje Trasshm
Cardoar
Cpestiye
Eitant
Henae
Eharpen
Ehugrln

o P w oW oW oW wm owm oW W

FErRAgESORE

155 232003110G (03)



6. Change the Bitmap settings by setting “Color” to Grayscale (8-bit) and “Resolution” to 300 dpi and
click OK.

%| CoreIDRAW 12 - [Graphicl]

™ Fle Edit ¥iew Layowt Amsnge Effects  Bitmaps Text Tools Window  Help

DpRaXBRe- - @%la-"o v |8 4

x:[121.131 rn_m_l wilgs.382mm| | [10001% @ | oo |o | =7 zenl 5
yi1119.13mm | ¥ 122,798 mr| | (1000 % ‘ OM <D B REH H =
S0 100

|
0 150 200 250 300
P R 1

I

e EIEOLORR O
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7. Finally, Invert the image by selecting Effects/Transform/Invert

CorelDRAW 12 - [Graphicl]
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8. Now you are ready to output the modified image by clicking File/Print
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NOTE

This instruction is a simple example for general use. There are many tips and tricks to
achieve a good engraving quality. It takes a lot of practice and experience to achieve a

good engraving quality. Different picture may need different modifications and different
material may need different parameters.
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Chapter 7

Optional ltems

Fume Extraction Unit Option

Air Compressor Option Items

Focus Lens Option

Pass-Through Door Option

Grid Cutting Table / Honeycomb Table
Rotary Attachment Option
SmartGUARD Fire Alarm Option
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Several optional items are available to enhance your experience with the S400 system. If anytime after
the purchase of your S400, should you ever consider to purchase any optional item, please contact
your local authorized GCC distributor.

7.1 Fume Extraction Unit

To properly remove dust, vaporized material and chemical smoke from the working area and machine,
it is necessary to install a suitable air extraction system. The air extraction system and other
components are readily available from your local authorized GCC distributor or you can elect to
purchase and install one yourself with components found at your local industrial supply store.
LaserPro's Fume Extraction Units are specifically designed to prevent personnel from inhaling
hazardous fumes and dust generated by the laser process. Available for all LaserPro engravers, the
LaserPro Fume Extraction Unit represents the latest in exhaust extraction and odor reduction
technology for all types of applications. Quiet operation, high vacuum capacity, compact design and
long life expectancy are but a few outstanding features. Each LaserPro Fume Extraction Unit is
powered by a maintenance-free, continuous-running turbine. In order to ensure personnel safety and
legal compliance, the LaserPro Fume Extraction Unit is CE-compliant for Europe. To purchase a
LaserPro Fume Extraction Unit, contact your local authorized GCC distributor.

INSTALLATION (Self-Assembled Unit):

1) If you purchase an exhaust system at your local industrial supply store, we suggest that you
have a contractor install the exhaust system. We highly recommend you to install the exhaust
system outside of the building for both noise considerations and if it does not possess filtering
capabilities.

2) Mount the fume ventilation system in an obvious and accessible location, not too far from the
GCC LaserPro machines, so it can be routinely switched on prior to laser engraving. The
maximal distance you should mount the exhaust system away from the S400 depends on the
blower’s vacuum capacity. We recommend that you consult with the vendor regarding the unit’s
vacuum force, maximal distances, based on the available mode .

3) Connect rigid and smooth walled tubing such as PVC or sheet metal with a 4” diameter to the
ventilation opening located on the rear side of GCC LaserPro machines. (As shown in the
picture below). Try to keep this tubing as straight as possible as bends reduce the exhaust
efficiency. Use the appropriate sized tube clamps and sealants to ensure a tight and secure
attachment.

4) There are two exhaust openings on the rear side of GCC LaserPro machines, you can connect
the top or bottom one, or both for application requirements. The top ductwork is suitable for dust,
smoke generated on material surface when doing laser engraving, which will reduce residue
left on material surface; while the bottom ductwork is recommended for laser cutting jobs.
Optimum down vacuum is critical for clear cutting edge when laser cutting material.

|

Ventilation |-
Opening 1
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7.2 Air Compressor

Specifically designed for laser engravers, the air compressor utilizes an oil-free diaphragm.
The air compressor helps to eliminate harmful and potentially damaging moisture from the laser optics,
maximizing life of the laser optics. In addition, the air compressor provides an optimal airflow to the
SmartAlIR nozzles to minimize flaming, suppress working temperatures, and blow away dust and particle
by products generated from the laser process. GCC LaserPro S400 provides an air control by pen color
function in Windows driver to enable or disable air assist automatically per different pen jobs. Refer to Chapter
5.2.4.2 about driver operation in pen page.

Power Cord B

Power Cord A

INSTALLATION:

1) Remove the plugs on the air compressor to expose the air inlets.

2) Fasten the included air tube fastener valve to the outgoing air inlet (indicated by 2a) and the
air filter into the ingoing air inlet (indicated by 2b).

Plugs

3) Connect a 1/4" tubing to the air tube fastener valve on the air compressor.
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NOTE

It is important that the 1/4" air tubing has clean, straight cuts on each end. Jagged or

slanted cuts will not produce adequate sealing capabilities.

4) Please fine the Air Assist Valve which is located in the right side of machine.

Air Assist Valve

AC Internal
Power Sockets

5) Plug the air compressor’s power cord A into the AC internal power socket.

6) Plug the female end of power cord B to the AC internal power socket and the male end to

an external power outlet.

Power Cord B Socket
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7) Take the unattached end of the 1/4" air tubing (other end already connected to air compressor) and
connect it to the air tube connector on the air assist valve. Make sure you press down on the air tube
fastener when inserting the 1/4" air tubing, to form a tight, secure attachment as indicated in the
diagram below.

(D)

Air Flow Regulator:

Turn Clockwise — Air Tube Fastener
to increase

airflow

Turn Counter- 2
Clockwise to
decrease ___—1| Air Tube Connector

8) Congratulations, you have finished setting up the air compressor. Make sure you have the proper
SmartAIR nozzle installed (depending on your application), before you turn on and utilize the air
COMpressor.

OPERATION:

Switch on the air compressor unit and make sure that the airflow regulator on the air assist value is opened
(turn clockwise to increase the airflow, counter-clockwise to decrease the airflow). The air nozzle under the
laser head should emit a steady flow of air.

With the SmartAIR nozzle and air compressor properly installed and operating, all configurations and
settings relating to air-assist functions are controlled through the LaserPro S400 print driver and hardware
control panel. Please refer tothe LaserPro S400 PEN page on print driver section of this manual for
detail on how to enable and configure air-assist functionality.
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7.3 Focus Lens Options
7.3.1 CO2 Laser Focus Lens

GCC offers four different focal lenses namely the 1.5”, 2.0”, 2.5, and 4.0” for different applications. The
number description, 1.5, 2.0”, 2.5”, and 4.0” signifies the distance of where passed through beam will
converge. For example, when a laser beam passes through a 2.0” focus lens, the beam will converge at a

2.0” distance resulting in a concentration of energy at that spot.

The resulting spot size from the different focus lens are a o different and the following chart shows the

different spot sizes achieved from the different lenses.

e 1.5” Lens: The 1.5” lens is best when used for engraving of very fine detail
* 2.0” & 2.5 Lens: The 2.0” & 2.5 lenses are good for normal engraving and cutting of up to 10mm
thick acrylic.

* 4.0” Lens: The 4.0” lens is good for 10mm and above acrylic cutting.

\/ 1.8" 20" 2.5" 4.0"

Lens
"|°|" 0.0029" 0.0039" 0.0048" 0.0078"
(0.073mm) (0.099mm) (0.121mm) (0.198mm)
Spot Size

Unscrew the three thumb screws on
lens carriage to remove the carriage
panel. Take out the lens carriage and
insert the optional one for different
applications.

Thumb Screw

163 232003110G (03)



Engraving effects achieved with the different lenses

158" L

< vasa LAS E RP&
2.0” Lens

0.7mm

2.5” Lens
0.7mm

Cutting edges achieved with the different lenses

|
I N l
2.5" Lens . 40" Lens
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7.4 Pass-Through Door Options

Warning Light

Pass-Through Door Switch Key

GCC S400 laser systems are designed to be Class |l safety requirement, the laser would stop firing if any
door open during operation to protect operator safety. For users installed optional Pass-Through Door
switch module, GCC laser system will be converted to Class IV safety machine, operators must follow the

safety notice stated in Chapter 1.5 of this manual.

How to Install Pass-Through Door Switch Option
Step 1. Open the top window of laser machine then lower down the work table of laser system to the
bottom.

Step 2. Locate the Pass-Through Door switch key connector at the top-right corner of machine chassis

Step 3. Plug the Pass-Through Door switch key to the female connector
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Step 4. Locate the external signal connector on the rear-right of laser system, and plug the warning light to

this port. Put the warning light on top of laser machine with high visibility as class IV safety

requirement.

7.5 Honeycomb Table
INSTALLATION

1) Open the front pass-through door and lower the work table to the lowest possible position
through the control panel.

2) Remove Aluminum grid cutting table and attached honeycomb table through the open front
pass-through door onto the work table, with the air extraction opening facing towards the back
end of the S400. Ensure the rear and left side of the cutting box is aligned to the edges of the
left and right rulers on the work table.

3) Lift the honeycomb table to find the four screw holes at the bottom of the cutting box. With the

included thumbscrews, secure the cutting box to the work table and close the honeycomb
table.

Congratulations, you are now ready to position your thin, flexible material on top of your
honeycomb table and commence your tasks.
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7.6 Rotary Attachment & Rotary Chuck

The rotary attachment and rotary chuck options provide the S400 with the ability to engrave on
cylindrical or spherical objects. In addition to the standard X, Y, Z axis, the rotary attachment and
rotary chuck allow for a fourth axis which rotates your object 360° to allow for engraving on cups,
wine glasses, and even ball. Users can choose rotary attachment or rotary chuck according to their
applications.

Rotary Attachment Specification

Diameter (if engraving at ')

* Point of Engraving
Positional l ) Mounting
Inclicator Adjustable End Screws
> Lever
L S 1
Base of the padded<+— \ .
rubber wheel Length of the work piece

—*  Open end of the work piece

Medium Rotary Attachment for S400 model :

Work Piece Limitations

Maximum Length 450 mm (17.71 inches)

Maximum Loading Weight 4 kg (8.8 Ibs.)

Minimum Inner Diameter (Large conical fixture)] 50 mm (1.96 inches)

Maximum Inner Diameter (Large conical fixture] 76 mm (2.99 inches)

Minimum Inner Diameter (Small conical fixture)| 12 mm (0.47 inches)

Maximum Inner Diameter (Small conical fixture) 46 mm (1.8 inches)

Maximum Outer Diameter 176 mm (6.9 inches)

Large Rotary Attachment for S400 model:

Work Piece Limitations

Maximum Length 650 mm (25.59 inches)

Maximum Loading Weight 4 kg (8.8 Ibs.)

Minimum Inner Diameter (Large conical fixture)| 50 mm (1.96 inches)

Maximum Inner Diameter (Large conical fixture]) 76 mm (2.99 inches)

Minimum Inner Diameter (Small conical fixture)| 12 mm (0.47 inches)

Maximum Inner Diameter (Small conical fixture) 46 mm (1.8 inches)

Maximum Outer Diameter 176 mm (6.9 inches)
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Exchange the Conical Fixtures:

A. Remove the 2 screws shown in the picture below.

Remove these screws

B. Detach the circular cylindrical cone by moving it in the direction of the arrow as shown below.

T ey
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D. Use the flat surface as shown in picture below as a reference point and tighten the first screw against it.
After doing so, tighten the second screw and the rotary attachment is ready for use.

Flat surface

169

1. Tighten this against the flat surface

2. Tighten the second screw
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Rotary Chuck Specification:

GCC LaserPro offers different design options to work with cylindrical objects. The Rotary Chuck can hold smaller
diameter of working object tightly, tilt with different angles for laser processing.

/:..T:—
é,

Work Piece Limitations
Maximum Length 410 mm (16.14 inches)
Maximum Loading Weight 4 kg (8.8 Ibs.)
Minimum Diameter 0.5 mm (0.02 inches)
Maximum Diameter 120 mm (4.7 inches)

INSTALLATION for Rotary Attachment and Rotary Chuck:

1) Turn off the power of the engraver before installing the Rotary option (Rotary attachment and
Rotary chuck.) and table down.
2) Remove Aluminum grid cutting table.

3) Connect the Rotary cable.

4) Set the rotary option onto the engraving table so that the bottom mounting screws correspond
to the positional holes on the engraving table. In addition, the top end of the rotary option must
be leveled against the engraving table with the rotary’s positional indicator (center point of the

top of the rotary) aligned to the center position on the engraver’s Y (vertical) axis.
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5) With the rotary properly positioned, tighten the mounting screws to secure the rotary.

6) Turn on the power of the engraver.

171 232003110G (03)



OPERATION of Rotary Attachment and Rotary Chuck:

1) Use a ruler to measure the diameter (at the point on the work piece you will be engraving) and

length of the work piece you will be engraving. Make a record of this.

2) Load the work piece onto the rotary attachment
a) First list the lever on the rotary attachment, unlock the adjustable end of the rotary attachment.
Slide the adjustable end to accommodate the length of the work piece. Load the working piece
by centering the open end of the work piece against the rubber wheel and slide the adjustable end
to fit the bottom of work piece firmly. Now simply lower the lever to secure the work piece with the
rotary attachment.
3) Load the work piece onto the rotary chuck
a) Unlock the adjustable rear end of the Rotary Chuck, load the work piece onto the Rotary Chuck
by centering the object to the clamping end and adjustable rear end. Adjust the leveling screws on
the rear end of Rotary Chuck to make sure the work object is centering to the clamping end, thus
work piece is horizontally leveling to the laser carriage in X axis. Slide the adjustable rear end to
accommodate the length of the work piece firmly.
b) To load the object, you can use the enclose too to widen or tighten the metallic claws. Simply
insert the two metal pins into the holes on the turn-dial and turn it to widen or tighten the claws to

hold the engraving object.

There are two different ways that the rotary attachment can hold an object, by sliding the clamps

inwards or outwards to hold the object as shown below.
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The clamps on the rotary attachment can be detached and reverted for better fitting of objects of

different sizes. Note that the clamps should be assembled by lining up the correct numbers.

Please remember to lubricate the detachable clamps along the groove with machine oil regularly

after each use.
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The rear end of the Rotary Chuck a o can be locked or unlocked to slide its position by using an
Allen key as shown below.

Dial the lever indicated with red arrow below to move up or down the rear end which will adjust its
leveling to match clamping end. The red circle marked leveling screws can be removed and

reassembled to different height level of openings with Allen key.

& CAUTION

If your work piece is small, please apply 4" focal lens for operation to prevent the

lens carriage from colliding with the rotary attachment.

4) Manually move the laser carriage to the proper X/ Y location on the work object where you will do
laser engraving or cutting. Hit the Auto Focus button on Touch Screen and the laser machine will now

properly focus at the location to be laser engraved or cut.

5) Prepare the graphic you would like to work with the Rotary Chuck, print it to GCC laser Print

Driver, and go to “Paper” page of the Print Driver.
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Options | Pen Advanced | Paper | Language | Raster

Paper Size Uit
b4 ¥ Metric [mm)
NS ™ Imperial [inch)
Ratary Parameter Image Turing
0.00 i o
Offzet: i
o = ©
[ Rotary Fisture

6) From the Paper Page, the first thing you must do is to check the Rotary Fixture.

7) Size options and Rotary Parameter will change to allow for proper input based on your rotary attachment.
a) Under Paper Size, the X value represents the length of your working piece. Enter the length
of your work piece in this field.

b) Under Paper Size, the Diameter value represents the diameter of your working piece (at the
position you wish to engrave). Enter the diameter of your work piece in this field. Again remember
the proper diameter value would be the diameter location on your work piece you will be
engraving.

c) Under Rotary Parameter, the Offset value represents distance from machine default origin to

where you would like to start laser job. The default value is zero.
8) Go back to other pages of GCC Laser Print Driver to set up laser parameters like speed, power, dpi etc.
(refer to Chapter V of user manual of laser machine for detail ) and click “OK” to print your design to laser

machine for starting job

9) Despite the dummy-proof installation design, please ensure that the rotary device is installed correctly

before turning on the machine
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7.7 SmartGUARD Fire Alarm Option

Laser cutting and engraving operations using the SmartGUARD device protects the operator,
machine, produced and the work products from potential fire hazards. During the engraving process,
flames may be produced when working with combustible or easily-flammable material, such as paper
or wood. The SmartGUARD is an optional item that can be set to notify the operator through audio
warnings and automatically shut down the laser firing as a safety precaution.

Note that SmartGUARD fire alarm is an fire detecting and alarm system, not a fire extinguisher.

INSTALLATION:

If you have purchased your system with SmartGUARD, then no installation is required, as your

system will arrive with SmartGUARD pre-installed.
For system owners that did not initially purchase this option, but would now like to add the
SmartGUARD, they will need to contact your local authorized GCC distributor to have this great

feature installed.

1. Fix the SmartGUARD with screws.

2. Then make the cable go through to the rear.
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3. Remove the protective cover from the rear.

4. Place the SmartGUARD sensor board on the reserved place.

5. Connect the wire from the SmartGUARD sensor board to the Y motor PCB.
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6. Gently cover the SmartLID.

A
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OPERATION MENU:
(i) Navigating to this page:

SamrtGUARD:

Main Work Page

v

Functions Page

Select<Advanced
Options>from the menu

Advanced Option Page

Select<SmartGUARD>
from the menu

SmartGUARD Page

After optional SmartGUARD hardware installation, please enter the function menu on the Touch
Screen to enable the SmartGUARD fire alarm. Note SmartGUARD fire alarm system is not a fire
extinguisher, but an fire detecting and alarm system.

SmartGUARD Enable/ Disable:
Press directional key (Left or Right) to enable the SmartGUARD device or disable it.

Sensitivity

Press directional key (left or right) to set the sensitivity of SmartGUARD. There are five sensitivity
settings (1, 3, 5, 7, 9 seconds) that can be selected. Sensitivity defines the delay time from when a
fire is detected until the fire alarm alerts user, and automatically stop laser firing. For example, if
the sensor delay switch is set to the 3-second position, the SmartGUARD will start an alarm and
automatically stop laser firing after detecting a fire for 3 seconds.

Stow Carriage :

This function will decide if the lens carriage stay in the last position (set to <NO>) or move to the
opposite direction (up or down) when fire alarm is initiated. The default is <YES>, the lens carriage
will move to opposite direction when a fire detected.

SmartGUARD Setting Page

Back Back to previous page

Home Back to Home page
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7.8 SmartAIR Fine Nozzles Option

The SmartAIR™ Fine and Ultra Nozzles minimize flaming, suppress working temperatures, and blow
away dust and particle byproducts generated from the laser process.

The SmartAIR Fine Nozzle is recommended for engraving or cutting thin material such as textile. The
smaller caliber nozzle is positioned closer to the object for a concentrated blast directed over a small
area to eliminate burning on the cutting edge. The vertical design of the SmartAIR Fine Nozzle
produces a concentrated airflow to blow away dust and unwanted residue, leaving a clean product
surface.

The SmartAIR Ultra Nozzle is recommended for cutting thick material such as acrylic. The larger
caliber nozzle produces strong airflow over a wider area to prevent flaming when the laser is cutting at
slower speeds.

NOTE

- The S400 comes standard with the SmartAIR Standard Nozzle, but for specialized
jobs on specific material, we highly recommend the use of the SmartAIR Fine
Nozzles.

INSTALLATION:

1) Unscrew the thumbscrews securing the front plate of the laser head, and remove the
faceplate.

2) Remove the currently installed nozzle by simply sliding it outwards (towards you).

3) With the SmartAIR Fine, simply slide into the slot (where you removed the original nozzle),
with the pointed end face down.

4) Position the faceplate back onto the laser head and screw the thumbscrews back into place.

OPERATION:

1) With the air compressor unit and applicable SmartAIR Nozzle properly installed. Switch on the
air compressor unit and make sure that the airflow regulator on the air assist valve is opened
(turn clockwise to increase the airflow, counter-clockwise to decrease the airflow). The air
nozzle under the laser head should emit a steady flow of air.

2) With the SmartAIR nozzle and air compressor properly installed and operating, all
configurations and settings relating to air-assist functions are controlled through the LaserPro
S400 print driver and hardware control panel. Please refer to the LaserPro S400 print driver
and graphic Touch Screen sections of this manual for detail on how to enable and configure
air-assist functionalities.
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Chapter 8

Basic Maintenance

Suggested Cleaning and Maintenance Supplies

Maintaining the Work table and Motion System
- Accessing the Work table and Motion System
- Cleaning the Work table and Motion System

- Lubrication of the Y Axis

Cleaning the Optics System
- Removing the Mirrors
- Cleaning the Mirrors

- Removing and Cleaning the Focal Lens

¢

AEMNOBASI

NHNUNATNBA
www.delinit.by

181 232003110G (03)



Keeping your LaserPro S400 clean and well maintained will ensure quality output, consistent
reliability, and extended product life. Smoke, dust or residue build-up inside the laser system or the
mechanical components can cause a reduction in the laser power, irregularities in the motion system,
reduced product life cycle, and a host of other avoidable problems. This section will cover how to
perform regular maintenance on the work table, motion system, mirrors, and focal lens.

The frequency of the cleaning schedule will depend on number of variables such as the types of
material you work with, the immediate work environment, the frequency of use, the quality of the
exhaust system, etc.

- Bwewne

Electrical shock may occur if you do not turn off and unplug the S400 before cleaning.
Damage may occur to the system if you do not turn off and unplug the S400 before
cleaning.

Always turn off and unplug the S400 before cleaning!

8.1 Suggested Cleaning and Maintenance Supplies

Cleaning / Maintenance Tool Special notes

Soap Solution or All-Purpose Cleaner

Paper Towel

Cotton Cloth

Denatured Alcohol DO NOT use alcohol on any painted surface,
plastic, or the laser system.

Acetone ONLY to be used on the work table

Vacuum Cleaner with a Flexible Nozzle Only to be used in and around the work table and
motion system

Lubrication syringe Supplied

Cotton Swabs Supplied

Lens Cleaner Supplied 1pc. Local supply is suggested.*®

Lint Free Lens Tissue Supplied

#2 Phillips Screwdriver

Allen Wrench .050”

*The recommended lens cleaner is Eclipse Cleaning System Solution from Photographic Solutions or
HPLC grade Methanol. Search “Eclipse Cleaning System Solution” on Amazon or eBay to get the
solution locally.
http://www.amazon.com/Photographic-Solutions-ECDCS-Cleaning-Solution/dp/BO000AUR1I
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Eclipse Cleaning System Solution

8.2 Maintaining the Work table and Motion System
8.2.1 Accessing the Work Table and Motion System

It will be important to gain full access to the work table and motion system to properly clean and
maintain these areas. To do so, you will need to lift the SmartLID. You can do this via the
following steps:

Opening the SmartLID:

1) The top lid of the machine can be lifted open by using the handles from the rear side of the
LaserPro S400. Lift the lid to the maximum (indicated by a small click) to engage the latch (as
shown in the picture below).

183 232003110G (03)



Anytime you have the SmartLID open, always make sure you have properly engaged the
SmartLID manual locks on both sides of the metal support rai . Failure to do so may pose
a serious risk if the SmartLID slams down.

Closing the SmartLID:
To properly close the SmartLID after you have finished accessing the work table or motion
system, please follow these steps:

1) Disengage both of the sliding locks found on each side of the metal support rai by sliding
them away from you and into the unlock position.

2) Push the SmartLID away from you and move to the maximum position to disengage the latch
(indicated by a small click) and gently close the SmartLID.

8.2.2 Cleaning the Work Table and Motion System

Clean the working table and the motion system on a frequent basis through the following steps:

1) Turn the power off and unplug the S400 before cleaning.

2) Use a vacuum cleaner with a flexible nozzle to remove dust and debris from the work table
and motion system.

3) Apply small amounts of all-purpose cleaner, alcohol, or acetone to a paper or cotton towel to
clean the working table.

4) Apply a soap solution, all-purpose cleaner, or alcohol to a paper or cotton towel to wipe
down the rai of the motion system.

5) Wait for all cleaning residue to dry completely before plugging in and operating the S400.

A\ cauTion

* Never pour or spray alcohol or acetone directly to the work table.

« Qil, alcohol and acetone can cause fires or smoke build-up if improperly used.

OOVOCOOOOOOOOOOIIOOOIODOOOOOIIVOOIGOOOOOOOIDOOOIOOOICOOIIGOOOOOOOOOOIIIOOOOOOD

Please clean the AutoFocus pin each time after completing the engraved job
to make sure the AutoFocus pin is free to move.

OOOICOOOOOOOOOOIIOOOIOVOOOOOIIVOGOOOOOOOOOIDOOOOOOOOCOOIIBOOOOOOOCOOIIGOOOO OO

OOOOOOOOOOOs

8.2.3 Lubrication of the X & Y Axis

In order to keep the motion system running smoothly, the X and Y axis of the motion system will
need lubrication on weekly base. Apply 0.1ml of lubrication syringe in accessory box to the X
liner rail of S400 mode on bi-week base, while apply a small amount of light grade machine oil
or PS2 grease to a paper or cotton towel and apply to the X rail of S400 model, and Y axis of
S400. You can purchase PS2 grease from NSK dealers worldwide. Please visit
http://www.nsk.com/eng/company/network/index.html for additional information

NOTE

* Clean and lubricate the X linear rail of S400 with 0.1ml grease from syringe every
month to properly maintain the motion system.
* The lubrication oil for the X linear rail on S400 must to be ordered from GCC
LaserPro and its authorized dealers. Other unknown grease may damage the
rail’s life time and performance.
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The X rail of S400 has linear bearing design which needs lubrication regularly depending on the
job loading, recommend on bi-weekly base. Follow below procedures.

1. Take out the Grease Syringe from accessory box

2. Select the following parts and compose the grease syringe as below pictures
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3. Inject 0.1ml of grease to the injection opening inside the linear bearing

4. Remove the protected cover from the carriage

5. Inject small amount of grease to this injection opening inside the linear bearing

6. Seal the lubrication slot plate back to the X rail
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8.3 Cleaning the Optics System

8.3.1 Removing the Mirrors
We recommend that you check the mirrors once or twice a week to see if they require cleaning.

If any debris or smoke residue is present, use the following steps to clean them.

NOTE

» Mirrors should be removed for cleaning one at a time to avoid beam misalignment
after placing them back to the lens holders.

¢ Refer to section 8.3.2 on how to clean the mirrors.s

The following section will illustrate the location of the four mirrors found on the LaserPro S400
for cleaning.

Mirror 1
Mirror #1 is located inside the bottom left access door panel of the LaserPro S400.

1) Use a #2 Phillips Screwdriver to open the access panel located on the bottom left side of the
LaserPro S400.

2) Open the slot cover on the bottom left side of S400 machine
3) Loosen the thumbscrew and remove the black dust cover in front of laser tube.

4) Loosen the thumbscrew securing mirror #1.

Thumbscrew

4) Clean the mirror in the proper manner.

5) Place the mirror back to the optics holder after cleaning.
6) Tighten the thumbscrew.
7) Close and secure all the covers.
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Mirror 2, 3, 4

These mirrors are located in the work table area of the LaserPro S400.

.
/
| Mirror 2
- L
4 © o !
Mirror 4
Mirror 3

Mirror 2
1) Unscrew and remove the black dust cover covering mirror 2.
2) Unscrew the thumbscrew holding mirror 2 in place.
3) Clean the lens in the proper manner.
4) Place the mirror back to the optics holder after cleaning.
5) Tighten the thumbscrew.
6) Close and secure the black dust cover.

Mirror 3
1) Unscrew the thumbscrew holding mirror 3 in place.
2) Clean the lens in the proper manner.
3) Place the mirror back to the optics holder after cleaning.
4) Tighten the thumbscrew.

Mirror 4
1) Unscrew the two screws securing the lens carriage panel as below picture A.
2) Loosen the three screws to remove mirror 4 as below picture B.

- _‘

%)

)

y




3)
4)
5)
6)

Clean the lens in the proper manner.

Place the mirror back to the optics holder after cleaning.

Tighten the top five screws.

Reinstall the lens carriage panel and tighten the three thumbscrews.

8.3.2 Cleaning the Mirrors

After you have removed each mirror, you will want to inspect each mirror for scratches, smoke
residue, or debris. If any residue or debris is present, use the following steps to clean the
mirrors.

1)

2)
3)

4)
5)
6)

Hold the mirror with the reflective side up, without touching the reflective side of the mirror
(DO NOT apply any finger pressure or any other cleaning solutions to the
mirror surface).

Drape a new sheet of lens tissue over the mirror.

Apply a few drops of lens cleaner on the tissue covered mirror (apply enough so that the
tissue absorbs just enough solution to cover the mirror surface).

Pull the tissue across the mirror in only one direction.
Repeat the cleaning processes if the mirror is not completely clean after the first attempt.
Make sure that the mirror is completely dry before reinstalling it.

A\ cauTion

If the center of the mirror is scratched, contact your GCC LaserPro representatives for

replacement.
DO NOT apply any finger pressure or any other cleaning solutions to the mirror or focal
lens surface.

The optics components are very fragile, handle carefully and follow the cleaning

procedure well.
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8.3.3 Removing and Cleaning the Focal Lens

1) Unscrew the three thumbscrews securing the lens carriage panel and remove the lens
carriage panel to reveal the focal lens.

2) Carefully pull out the focal lens.

3) Clean the focal lens with a cotton swab and lens cleaner solution. Be sure to clean both sides
of the focal lens (DO NOT apply any finger pressure or other cleaning solutions to the

lens surface).

4) After cleaning, use a cotton swab to gently dry the focal lens and lens cover.

Remove thumbscrew Pull out the focal lens

8.4 Cleaning the Exhaust Duct

Efficient exhaust ventilation is crucial to laser cutting quality. We suggest you to clean the Exhaust
Duct from accumulated dust regularly will help to maintain the ventilation efficiency of your laser
engraving system.

Step 1. Remove screws fixing the rear door panel of laser machine
Step 2. Remove screws securing exhaust duct on rear door panel
Step 3. Open the rear door and take out the exhaust duct to clean with water

Step 4. Fix and secure the exhaust duct and rear door panel back to the laser machine
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Chapter 9

Basic Troubleshooting
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Quality Problems

Check focal length setting under F4 function key Machine Setting. Set Focus Lens to see if it
matches the type of the lens installed.

Check if the focal lens is installed correctly or if focal lens is not fixed properly.
Check if it is caused by the debris or dust builds up in the bearing tracks of X rail.

Check if it is caused from the damaged or dirty focal lens and mirror 4 in the lens carriage
which cannot deliver the laser beam effectively.

Non-operational Problems

Laser does not fire

If the red alignment beam is not visible, the laser beam may be misaligned. Adjust the
reflection mirrors for exact focus.

If the red alignment beam is visible, please check the driver power. The laser power may be
set to too low for detection. Increase the percentage setting of the Laser Power from the
software driver or the control panel.

Check if the laser power connector is connected.

For safety purposes, the laser will not fire when the top lid or the front door is open unless
the door sensors are defeated by shorting them with magnets.

Check water level or temperature of water cooler if the equipped laser requires water
cooling. The laser tube will automatically shut down itself if the laser tube is over-heated.

NOTE

Unplug the machine before examining the mirrors, lens, motion system or any other
part of the laser system.

Other Problems

"Graphic Was Clipped..." Message

The size or location of graphic image may be bigger or beyond the legal working area. Do
not place graphic object, especially vectors, right from (3,0) origin position, or 0 at either x
or y rail of working area on application software. Take Corel Draw for instance, even when
the vector line’s width has been set to the thinnest, it may still go beyond the border and
causes the error. If the message appears randomly but frequently even image object is
smaller or within the legal border, check or change DRAM module, a bad contact or faulty
DRAM could cause such error.

Auto Focus Pin is Not Functioning

The focus pin could be stocked by greasy residue that gradually forms a coating. Clean
the probe with alcohol or acetone. Check the cable of focus pin, there might be a bad
contact or breakage.
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10.1 Glossary

Color Fill — Term within the awards and engraving industry used to describe the variety of
techniques used to add color or contrast to engraving.

DPI — Dots Per Inch or Pixels Per Inch. The resolution of an image is defined by the amount of
dots/pixels included in an inch. The DPI setting of 500, will tell the machine to include 500 laser
firings within an inch.

Driver — A software program that allows the computer to communicate with its components and
peripherals: printers, scanners, monitors, etc.

Error Diffusion (Dithering Method) - This effect uses a series of random black and white pixels
to represent shading.

Firmware — Programming permanently set into a computer's ROM chips. This information is burned
into the computer chips and can only be changed by replacing the chips, or in the case of EEROM, by
special procedure.

PPl — Pulses Per Inch. PPI determines the gross amount of laser pulses there will be per linear inch.
PPl is exclusively used for the vector setting. A PPI setting of 500 results in the laser firing every .002”
(500 times per inch). If the standard lens is producing a vector laser focal point of .007”, then higher

PPI settings will result in deeper, overlapping laser pulses. PPl settings lower than 150 will result in
the individual laser pulses being spread far apart, so they will not touch each other. Low PPI settings
are a good example of perforate paper.

Raster — The process of rendering a cutting or engraving by multiple horizontal lines. For example:
when cutting out or engraving a square, the raster setting will make the laser use numerous horizontal
lines to fill in the outlined space.

Raster Image — An image that is defined as a collection of arranged pixels in a rectangular array of
lines. A raster image is similar to a “Bitmap” graphics image.

Raster Line — A raster line is the individual horizontal line that makes up the raster image.

Serial Port — A connection that allows a computer to send data to a peripheral device one bit at a
time.

Usually it is a COM port that meets the RS232C specification.

Vector — The process of cutting or engraving an image by using single horizontal, vertical and
curved lines. For example: when cutting out or engraving the outline of a square, the vector setting
will make the laser use a thin single line to follow the outline of the shape.
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10.2 LaserPro S400 Specification Sheet

Work Area

40 x 24 in. (1016 x 610 mm)

Max. Part Size All doors closed

41.4 x25.4x11in. (1053 x 647 x 280mm)

(WxLxH) All doors open

41.4x oo x11in.(1053x o© x 280 mm)

Table Size

Standard Grid Cutting Table 40.1 x 24.1 in. (1019 x 613 mm)

Dimensions (W x L x H)

56.7 x 34.5x41.3 in. (1440 x 900 x 1048 mm)

Weight

CO2 30W~40W 260 kg /573 Ib

CO2 60~100W 270 kg/ 595 Ib

Laser Source

10.6-um CO2 laser: 30 to 100W
9.3-um CO2 laser: 60W
Fiber laser: 20W, 30W, 50W, 60W

Cooling

Air-cooled, Operating environment temperature 15°- 30°C (59°-
86°F)

Drive

Closed-loop DC servo control

Maximum Motor Speed

140 IPS

Speed Control

Adjustable from 0.1~100% (Up to 16 color-linked speed settings
per job)

Power Control

Adjustable from 0~100% (Up to 16 color-linked power settings
per job)

Engraving Capability

256-level gray scale image processing capability

Distance Accuracy

0.254 mm or 0.1% of move, whichever is greater

Z-Axis Movement

Automatic

Focus Lens

Standard 2"

Resolution (DPI)

Available 125, 250, 300, 380, 500, 600, 760, 1000, 1500

Computer Interface

10 Base-T Ethernet, Full speed 2.0 USB

Compatible Operating System

MS Windows 64 Bit

195 232003110G (03)




Control Panel

Touch Screen

Safety

Class | Laser Product Complies with EN60825-1:2014, EN I1SO
13849-1:2015
Class Il Laser Product Complies with CDRH
2006/42/EC Machinery Directive Compliance
Class 4 Laser Product Compliant with CDRH with the optional

pass-through door module

Facility Requirement

Operating Voltage

Below 80Watt, 100-240VAC, 50/60HZ Auto Switching, max. 15A
80Watt and above, 200-240VAC, 50/60HZ Auto Switching, max.
15A

Fume Extraction System

External exhaust system with minimum flow rate 800m3/h is
required,

one 4" connection on the back of the machine.

** Speed is not equal to throughput. See dealer or visit www.gccworld.com for more detai .

Specifications are subject to change without prior notice.
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