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FIRE WARNING

Fire Warning

Laser systems can represent a significant fire hazard. Some engraving materials are inherently combustible (including

some metals and coatings) and can ignite without warning. Should the work piece actually ignite into flames, the fire must
be extinguished by the operator at once!

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

e Stay with the laser. Never operate the laser system while unattended.

e Keep the area clear. Clean around the machine and keep the area free of clutter, combustible materials, explosives,
or volatile solvents such as acetone, alcohol, or gasoline.

e Be prepared with a fire extinguisher. Always keep a properly maintained and inspected fire extinguisher on hand.
Epilog recommends a Halotron fire extinguisher or a multi-purpose dry chemical fire extinguisher. The Halotron
extinguishers are more expensive than a dry chemical, but offer certain advantages should you ever need to use an
extinguisher. The Halotron extinguisher discharges a clean, easily removable substance that is not harmful to the

mechanics or wiring of the laser system. The dry chemical extinguisher discharges a sticky, corrosive powder that is
very difficult to clean up.
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|
How to Use This Owner’s Manual

How to Use This Owner’s Manual

Thank you for purchasing a FiberMark laser system. Your Epilog system has been designed to be easy to operate, but you
will utilize it to its fullest potential by taking some time to read this owner’s manual prior to use. You will be ready to use
the Epilog Laser system as soon as you read the first few sections. Then you can refer to topics in the remaining sections,

as you work.

Icons Used in this Manual

Look for these symbols to help you find valuable information throughout the text:

Helpful notes to keep in mind when running the laser!

This icon signifies advice you can try that will save you significant time.

This icon highlights current contact information for receiving help.

Warnings and cautions to keep in mind when running the laser.

This icon indicates the potential for fire damage when operating the laser.

>[> PR
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Laser Safety

Laser Safety

The Epilog Model 8000 Laser System is a Class 2 laser product, as defined in International Standard IEC 60825-1.

The Epilog Model 8000 complies with 21 CFR 1040.10 and 1040.11, the Federal Performance Standards for Light-Emitting
Products, except for deviations pursuant to Laser Notice No. 50, dated July 16, 2001. The Center for Devices and
Radiological Health, of the US FDA, issued Laser Notice No. 50 to permit manufacturers to classify and manufacture their
products in accordance with the International Standard.

The laser heam produced by the FiberMark laser can cause severe damage to the eye or skin if direct
contact is made with the heam.

To prevent direct contact with the laser beam, it is fully contained in the laser cabinet. The laser cabinet has safety interlocks
that turn the laser off if either the front door or top window is opened during operation. The green window in the top access
door is made of a special acrylic that is designed to block the infrared wavelength of light that is produced by the laser.
It is common to see bright reflections coming from the marking surface when viewing through the green window as the
laser operates. The reflections are normal and it is not harmful to view the machine in action through the green window,
but because the reflections can be very bright, it is recommended that viewing be limited while the machine is operating.

No special precautions are necessary to operate the laser safely; however the visible output beam of the Laser Diode
Pointer (Red Dot Pointer) is accessible to the operator. While this device employs the same technology as the familiar laser
pen-pointers, like them it is potentially hazardous if its beam is directed into the eye.

We have made every effort to make the Laser Diode Pointer (Red Dot Pointer) as safe as possible. Its beam path is located
well inside the cabinet, and under normal conditions, no hazardous levels of laser radiation can escape.

The operator of the Epilog Model 8000 should observe the following general precautions:

e DO NOT disassemble the machine or remove any of its protective covers while the unit is plugged in.
e DO NOT attempt to defeat the door interlocks.

e DO NOT operate the machine with any door open or cover removed.

e DO NOT view directly into the beam of the Laser Diode Pointer (Red Dot Pointer).

e DO NOT operate the Laser Diode Pointer (Red Dot Pointer) without the machine’s focus lens in place. If the
unfocused beam strikes a reflective surface, it could be directed out of the cabinet.

e (Caution - Use of controls or adjustments or performance of procedures other than those specified herein may
result in hazardous radiation exposure.

The standard reference for laser safety is the American Standard for the Safe Use of Lasers, Z136.1-2000, developed
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by the American National Standards Institute (ANSI). This reference is the basis for many of the federal regulations for
laser and laser system manufacturers, and for the Occupational Safety and Health Administration (OSHA) laser safety
guidelines. It contains detailed information concerning proper installation and use of laser systems.

While the ANSI standard itself does not have the force of law, its recommendations, including warning signage, training,
and the designation of a laser safety officer, may be compulsory under local workplace regulations when operating laser
systems above Class . It is the operator’s responsibility to ensure that the installation and operation of the Epilog Model
8000 Laser System is performed in accordance with all applicable laws.

Copies of ANSI Standard Z136.1-2000 are available from Epilog Corporation or from:
Laser Institute of America
12424 Research Parkway, Suite 125

Orlando, FL 32826
(407) 380-1553

Electrical Safety

The AC input power to the Epilog Model 8000 Laser System is potentially lethal and is fully contained within the cabinet.

e DO NOT open any of the machine’s access panels while the unit is plugged in. Opening a panel
may expose the operator to the unit’s AC input power.

e DO NOT make or break any electrical connections to the system while the unit is turned on.
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Emergency Stop Button

Emergency Stop Button

The Emergency Stop Button is a safety feature designed to immediately stop the laser from firing and stop the motion
control system from moving should an emergency occur. By depressing the Emergency Stop Button, the electrical circuits
leading to the laser source and the main power supply are opened and all system functions, except the cooling fans, come
to an immediate stop.

Emergency Stop Button

In order to restore the laser system to its standard operating mode after activating the Emergency Stop Button, follow
these steps:

1. Press the main power switch to the off position.

2. Reset the Emergency Stop Button by twisting it in a clockwise direction to spring it back into its active position.
This step is important as the laser system will not function if the Emergency Stop Button remains in its recessed
position.

3. Power on the system using the main power switch.
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Fire Warning
Fire Warning

Didn’t you see this already? Yes! That’s how important we think it is for you to read this information.

Laser systems can represent a significant fire hazard. Some engraving materials are inherently combustible (including

some metals and coatings) and can ignite without warning. Should the work piece actually ignite into flames, the fire must
be extinguished by the operator at once!

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

o Stay with the laser. Never operate the laser system while unattended.

e Keep the area clear. Clean around the machine and keep the area free of clutter, combustible materials, explosives,
or volatile solvents such as acetone, alcohol, or gasoline.

e Be prepared with a fire extinguisher. Always keep a properly maintained and inspected fire extinguisher on hand.
Epilog recommends a Halotron fire extinguisher or a multi-purpose dry chemical fire extinguisher. The Halotron
extinguishers are more expensive than a dry chemical, but offer certain advantages should you ever need to use an
extinguisher. The Halotron extinguisher discharges a clean, easily removable substance that is not harmful to the

mechanics or wiring of the laser system. The dry chemical extinguisher discharges a sticky, corrosive powder that is
very difficult to clean up.
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Safety Features and Regulatory Compliance

Epilog has incorporated specific safety features into the Model 8000 Laser System in order to meet the requirements of
21 CFR 1040 and the International Standard IEC 60825-1. These safety features include:

» A safety enclosure (cabinet), which fully encloses the engraving laser and its beam path.
e Dual redundant interlock systems that turn off the engraving laser when the window is opened.

» Avisible emission indication when the Laser Diode Pointer (Red Dot Pointer) is operating. There is an LED indicator
on the machine’s front panel.

Epilog Laser systems and products are not designed, manufactured, tested, authorized, or intended to be
used in any medical, surgical, non-medical or any similar or related procedure or process that would allow
the laser beam to come into contact with living tissue or organisms of any kind.
21 CFR 1040 and IEC 60825-1 require that certification, identification, and warning labels be placed on laser products.
Reproductions of labels on the Epilog Model 8000 Laser System follow, with their locations specified:

1. Certification/Identification Plate: This engraved plate is located on the rear of the machine’s cabinet.

e ™
Epilog Corporation Authorized Representative:
16371 Table Mountain Parkway Itant b

Golden, CO 80403 USA gg";;:asnojfumpe v

Model Number: 8000 Laser System 1380 GA Weesp
Serial Number: 8020-1003252412FM The Netherlands
. Date of Manufacture: March 2007 Tel.: 31-294-483355 A
) Fax.: 31-294-414687 ~
Class 2 Laser Product E-Mail: info@ce-marking.nl

This product complies with 21 CFR 1040.10 and
1040.11 except for deviations pursuant to Laser
Notice No. 50, dated July 26, 2001. Mass:

This product complies with IEC 60825-1: 2001. 35 kg max ]
>y

2. Warning Logotype: This label is located on the rear of the machine’s cabinet, below the Certification/ldentification
plate.
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3. Descriptive Label: This label identifies the classification of the Model 8000
LASER RADIATION in accordance with 21 CFR 1040.10 and IEC 60825-1. It is located on the rear

DO NOT STARE INTO EEAM

CLASS 2 LASER PRODUCT of the machine’s cabinet, beside the Warning Logotype.

1 mW CW MAXIMUM 600-700 nm
4. Non-interlocked Protective Housing Safety Labels (4): Two of these labels

are located on the rear of the machine beside the edges of each of the
cabinet’s end covers. The other two are located on the cabinet walls under
the covers, so that they are visible when the covers have been removed.

CAUTION - CLASS 4 VISIBLE
AND '”"'s'%.feh‘“é.fén“‘“"“"’” 5. Defeatably-interlocked Protective Housing Safety Labels: This label is

located on the machine’s cabinet door, in the upper left hand corner.

AVOID EYE OR SKIN EXPOSURE TO
DIRECT OR SCATTERED RADIATION

6. Electrical Safety Label: This label is located on the access panel on the rear
of the machine’s cabinet.

7. Fire Safety Label: This label is located on the machine’s cabinet door, in the
CAUTION - CLASS 4 VISIBLE AND .
INVISIBLE LASER RADIATION upper right-hand corner.
WHEN OPEN

AND INTERLOCKS DEFEATED . . . .
8. Aperture Safety Label: This label is located on the steering mirror cover
AVOID EYE OR SKIN EXPOSURE TO

DIRECT OR SCATTERED RADIATION inside the machine’s cabinet, beside the aperture where the laser beams
enter the cabinet.

DANGER

HIGH VOLTAGE INSIDE CABINET

DISCONNECT POWER
BEFORE OPENING PANEL

DANGER

FIRE HAZARD

DO NOT OPERATE
MACHINE UNATTENDED

a AVOID EXPOSURE - Visible and invisible
laser radiation is emitted from this aperture |

-8 -
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Supplier’s Declaration of Conformity
47 CFR Paragraph 2.1077 Compliance Information

Laser Materials Processing System Model 8000

Epilog Laser Corporation
16371 Table Mountain Parkway
Golden, CO 80403

Telephone: (303) 277-1188

This device complies with Part 15 of the FCC Rules. Operation is
subject to the following two conditions:

(1) This device may not cause harmful interference, and
(2) This device must accept any interference received, including
interference that may cause undesired operation..

NOTE: This equipment has been tested and found to comply with the
limits for a Class A digital device, pursuant to Part 15 of the FCC Rules.
These limits are designed to provide reasonable protection against
harmful interference when the equipment is operated in a commercial
environment. This equipment generates, uses, and can radiate radio
frequency energy and, if not installed and used in accordance with the
instruction manual, may cause harmful interference to radio
communications. Operation of this equpment in a residential area is
likely to cause harmful interference in which case the user will be
required to correct the interference at his own expense.
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Do’s and Don’ts

A Don’ts

Do Not Run the Laser Unvented: Never operate the machine without a properly operating vent to the outside or to a
filtration unit! Most material will only produce an irritating smoke when engraved. Some materials, including but not
limited to paint, varnish, composition board and plastics, produce compounds that can be harmful if concentrated. A
properly installed vent is the only way to ensure that problems do not occur.

Do Not Engrave or Mark PVC: Never engrave or mark any material containing PVC or vinyl. When engraved, a corrosive
agent is produced that will destroy your machine. Your warranty will be void if your machine is damaged by corrosion from
engraving or marking PVGC or Vinyl.

Do Not Operate Machine While Unattended: Never operate your machine without someone watching the system. There
is a significant risk of fire if the machine is set improperly, or if the machine should experience a mechanical or electrical
failure while operating.

Do Not Operate in Vector Mode Unattended: Never run the laser in vector mode without someone watching the system.
Because vector mode moves relatively slowly compared to raster engraving, a tremendous amount of heat is applied to

the material. This buildup of heat can cause significant fire risk and the machine should always be monitored.

Do Not Operate The System While Doors are Open: Never operate with any of the covers or enclosures removed, and
never modify the enclosure. The laser beam is invisible and is very dangerous!

Clean the System: Please allow a few minutes a week for cleaning your machine. Just a small amount of effort at the end
of the week will pay off with years of trouble free operation of your machine.

See the “Section : Cleaning & Maintenance” on page 73 for specifics.

- 10 -



Do’s and Don’ts

11 -






SECTION 2: GETTING STARTED

|
1. Unpacking the Laser System

Setting up your Epilog Laser System is easy to do! If you’ve ever installed a paper printer, this is only slightly more difficult.
The following information will help you understand the entire system and how it works.

Your laser system consists of the following components:
1. FiberMark Laser System

2. Epilog Driver Disc

3. USB and Ethernet Cables

4. Air Assist Pump

You will also need:

1. A computer or laptop.

2. An exhaust fan: The exhaust fan is mandatory and is used to remove smoke and debris from the laser’s work area.
The exhaust air can be ported to the outside or into a filter box.

Follow these steps to setup your FiberMark Laser system:

1. Unpack the laser system.

Choose where to locate the system.

Connect the exhaust system to your laser.

Connect the electrical power.

Connect the laser to your computer through USB or Ethernet.

o g k~ LM

Sign up for driver update and register your system at www.epiloglaser.com/register.

—k

. Unpacking the Laser System

Unpack the laser system from the crate provided by Epilog. Please he sure to hold on to all packing
materials and crating in case you need to move the system in the future.

- 13 -
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2. Choose Where to Locate the System

Cooling Requirements and Operating Temperatures

All Epilog Laser systems use air-cooled laser sources. Laser technology is such that the laser tubes generate a lot of
excess heat and the tubes must be cooled for proper operation. There are cooling fans located at the back of the laser. The
fans and vents should always be clear of restrictions and should never be covered. Use compressed air to remove any dust
buildup on the fans or laser cooling fins.

covered or blocked in any way. Lasers that overheat will not operate properly and may begin to produce

f Warning: The cooling fans and vents are located on top and back of the FiberMark and should never be
erratic laser output or possibly complete failure.

Cooling Fans
O~

Cooling Vents

O;

Ambient air temperature where the laser system is operating should not exceed 90 degrees F (32 C).
Operating in an environment where the ambient air temperature is above 90 degrees F (32 C) will void the

Epilog warranty.

3. Connecting the Exhaust

It is mandatory that an exhaust blower is hooked up and operating whenever your laser system is running a job. The
exhaust blower removes the dust, debris and smell from the engraving cavity and exhausts it to the outside of the building.
You should never operate your laser system without a properly working exhaust. Prior to the installation of the laser
system, a contractor should install the exhaust system. The blower should be mounted outside your building for noise
considerations. The blower should not be more than 20 feet (6 meters) from the laser. You should provide a rigid, smooth
duct (either PVC or galvanized sheet metal will do) from the blower to the vicinity of the laser. All Epilog model 8000 laser
systems require an exhaust fan that is rated at a minimum of 350 CFM for external exhaust.

- 14 -
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3. Gonnecting the Exhaust

Epilog provides recommended exhaust flow rates (CFM) only for direct ventilation exhaust systems that are ported to the
outside. Please note that this is also a recommendation and not a requirement because factors such as length and type
of tubing from the Epilog laser to the exhaust fan and from the exhaust fan to the outside of the building can produce
significant losses on the true amount of air that is drawn from the Epilog laser.

Exhaust flow rates (CFM) for filter systems are not specified in this document. However, exhaust flow rates for filtration
units will be lower than a direct ventilation exhaust systems because filters are designed to be placed directly adjacent to
the laser system and do not exhibit the air-flow losses that are typically found with direct exhaust fans. Epilog has worked
with most major filter manufacturers to recommend a specific filter system for each model of Epilog laser. Please contact
your Epilog distributor to match a filter to the Epilog laser system you are using.

Note: Remember to put the blower switch for the laser system in an obvious and accessible place so it can be

routinely switched on prior to using the engraver. Please connect the exhaust blower to the laser as shown
below and on the following pages.

Remember, you may need a contractor to install the exhaust. This must be done PRIOR to installation of the laser system.
Warning: It's important that either rigid or flexible
metal ducting be used for all connections leading to
and from the laser system and the exhaust fan. Vinyl,

plastic, or any type of “soft” ducting is potentially flammable and

should not be used unless provided by the filtration system
manufacturer and made from fire-proof materials.

Epilog Exhaust/Filter Connections
As part of the unpacking process you will find a 4” (100mm) exhaust port in the accessories kit. This part needs to be
attached to the rear of the system chassis before connecting the Exhaust blower to the system.

The mounting screws for the exhaust port are in the mounting holes in
the chassis. Remove these four screws, align the exhaust port to the
mounting holes and secure the exhaust port with the four screws. There
is one 4” (102 mm) port attached to the back of the laser system. Attach
your ducting to the machine as shown in the diagram.

Once the exhaust ports are installed on the back of the laser system,
use the flexible aluminum or galvanized sheet metal ducting to connect
the laser system to the intake side of the exhaust fan. Then connect the
exhaust side of the exhaust fan to the metal duct leading outside.

- 15 -
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4. Gonnecting Electrical Power

Check your exhaust system for leaks. Most small leaks can be remedied with duct tape. DO NOT OPERATE
your laser with inadequate or leaking exhaust.

The drawings show the typical exhaust setup. The left drawing shows the exhaust near the machine and the right drawing
shows the exhaust fan on the roof. Where the exhaust fan is placed is a choice of personal preference. Some users like the
exhaust fan outside because of noise considerations.

Roof or Exterior Wall

(o) _ = Exhaust Blower O

4” (102 mm) flexible M)

aluminum duct or | __Roof or Exterior Wall e}
rigid galvanized sheet — ., . .

metal (do not use 4” (102 mm) erX|bI§ aluminum
vinyl, plastic or “soft’ | duct or rigid galvanized sheet

metal (do not use vinyl, plastic or
“soft” flexible duct).

flexible duct).
O

O

4. Connecting Electrical Power

All Epilog Laser systems have an auto-switching power supply that detects the incoming
voltage and automatically switches itself to operate properly at any single-phase voltage
between 110 and 240 VAC. The power supply will also automatically compensate for either ’
50 or 60 Hz. Epilog supplies the appropriate power cord for all of our equipment. The

electrical cord is found in the accessory package with your machine. It is recommended that l !

AC MAIN
a dedicated 15 amp circuit be used if available, but it is not required. BREAKERS
POWER

100-2400 AC
47-63Hz BA

- 16 -



SECTION 2: GETTING STARTED

5. Connect the Laser to Your
Computer

You can choose to connect your laser to your computer
with either an Ethernet cable or a USB cable. For your

convenience Epilog includes both an Ethernet crossover
cable and a USB cable in the Accessories kit.

Choose one or the other, but do not plug both
cables into the laser at the same time.

Test Port: Not intended
for consumer use.

i

Ethernet Port

USB Port
O

|
m
wn
—
=
m
_-|
G
w
w

USB Connection

A USB cable is included in the accessory kit. The USB port
is located on the right side of the laser, at the rear of the
system. USB cables have different connectors on each
end. Before plugging in the USB cable, turn the laser
OFF, then connect one end to the laser and connect the
other end into any available USB port on your computer.
After connecting the USB cable, turn the laser back on.

Your computer will recognize a new USB device and walk

you through the print driver installation. See “Windows 8
and 10: USB Installation” on page 15.

If your laser will be a long distance from your computer,
you will see better performance using the Ethernet cable.

Connect to the laser.

.|
5. Connect the Laser to Your Computer

Ethernet Connection

- The Ethernet Port is a standard 10BaseT connection. Your
. Epilog Laser has all of the versatility of a network capable
. peripheral. As such, there are many different ways that the
- laser can be connected to a computer or a network. A direct
. connection using a crossover cable is the only method that
- will be described in this manual. Connect the crossover
- cable (included in the accessories kit) to the Ethernet port,
- located on the right side of the machine near the rear. Plug
. the cable into the Ethernet port on the laser, then plug the
- other end into the Ethernet port on your computer.

. The Epilog Dashboard is the print driver that allows your
- computer to talk to your Epilog Laser system when either
- the USB or Ethernet Crossover cables are connected. The
. driver is included in the accessories kit on a CD-ROM or
. on our website at www.epiloglaser.com. To install the print
-~ driver, see “Windows 8 and 10: Ethernet Installation” on
. page 15.

6. Set the FiberMark IP
Address

1. To set the IP Address, press the Go and Pointer keys

on the control panel at the same time. You will see
FUNCTIONS MENU displayed on the control panel
LCD screen.

2. Press the Go key. SERIAL # will appear on

the screen. This is a factory set number and
corresponds to the serial number of the laser
system. You should not change this number.

3. Press the Go key again. IP ADDRESS will appear on

the screen.

- 17 -



SECTION 2: GETTING STARTED

7. Sign Up for Driver Updates and Register Your System

4. Press the Go key again. The factory seftll?address 7 Slgn Up for Drlver Updates

will appear on the screen. It will look similar to

192.168.003.004 with a flashing box over the 1~ and Register Your System
192,
Go to www.epiloglaser.com/register and register your

Most Epilog users will use the IP Address of system. You can also sign up for our monthly e-newsletter,
ﬁ 192.168.003.004, which is what we use in quarterly customer printed newsletter, and sign up for

this manual. driver update notifications.

9. If you want to change the IP address, follow these
instructions:

e The numbers are treated as groups of three. If you
want to change the first number to 4, press the
corresponding number on the keypad (the Power

key).

¢ Repeat for the second and third numbers in the
group.

 After changing the third number in the group, the
flashing cursor will move back to the first number.
Press Go to move to the next group of numbers.

* Repeat this for each of the four groups of three
numbers.

* You cannot skip to change a single number in a
group of three - all three must be typed in to change
that group. For example if you want to change 003
to 004, you must press all three numbers to change
that grouping.

» To save your new IP Address, continue to click Go
through the Subnet Mask and Gateway settings until
you see Save-GO No-Stop. Press Go to save your
changes (or stop to not save your changes.)

- 18 -
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SECTION 3: DRIVER INSTALLATION

Next we’ll be installing the print driver. Choose your
operating system. We demonstrate Windows 7, 8, and
10 installations.

Windows 7: Ethernet
Installation

Set Up TCP/IP Address in the
Computer

1. Go to your Network and Sharing Center in your
computer’s Control Panel.

B2 e ls

oW e G

@

=

[ S——

- |
Windows 7: Ethernet Installation

3. Right click Local Area Connection, then click

4.

5.

- 91 -

Properties.

I = E v ConratFanel + Hatwcek s rbwmt 5 Ntk Commactions +

 c—
s e g g

| .
I("!\ Gon

Select Internet Protocol Version 4 (TCP/IP). Make
sure you do not select Version 6.

¥ Local Area Connection Properties = & )
Networking ',
Connect using
&F Broadcom NetXtrame 5o Gigabtt Controlier
[ Conbgure..

This connection usas the following #ams:

% 78 Clent for Microsch Networks -
1 J8 Virtual PC Network Fiter Deiver

M [B300S Packet Scheduler

4 B Fia and Printer Shanng for Microsclt Networks

o

¥ i intemet Protocel Version & (TCP/IPvE) |
- T y

i tvclent 2L o
[ insan. | Uninsta Properties
Description
Transmission Control Protocol/intemst Protocal. The default
wade area network protocel that provides communication
across diverse interconnected natworks.

o ) (o]

Select Use the following IP Address. Type in the
following IP Address: 192.168.3.3.

This number is not an error; the last
A digit of the IP address in this window
must he different than the IP address

you set in the laser.



L SECTION 3: DRIVER INSTALLATION

6. Type in a Subnet Mask of 255.255.255.0, then click
0K.

Internet Protocol Version 4 (TCP/PE) Properties

ool

You can get IP settings assgned automaticaly if your netwerk supports
this capabiity. Otherwize, you need o sk your network administrator
for the appropriate IP settngs.

@) Use the folowing IP address:

[ P address: w2.18. 3 .3
: Subnetmasic 285.285.285. 0

Defaut gateway:

Obtan DS server address automatcaly
@ Use the folovwing DNS server addresses:
Prefermed DHS server:

Altermate DNS server:

T valdate settngs upon exit [mq

==

Installing the Driver

1. Insert the Driver CD in the computer and select your
laser system.

Misd 18 Mo 24 el

g ’ : = iles
ey v e 4 your
Easer engrens. ¥ ¥
o huegh Iatalig e priet dhiver ox yourlave wystenm
Inmtall the latest drivers and softwars for your laser system
LASER

Technical Support:

u
__ L miiﬂ]'ﬂiﬂﬂ
= Email; tochd
W’S . o (309) 2775663
E
Fabon 32/ Fusbers 03 { Pl Miaih Fusion i anmﬁm
Notification Signup

i .—- = '
EPILOG LASER
i Viait our wabalte for Technical Tips, the Latest Drivar 16371 Table Mountain Py,
s Sample Club, Golden, CO 80403

o com
014 D Epstog Lave. ALL Rights Rinervesd.

2. Select the Dashboard Driver.

Techaicsl Suppart:
Fhone: lm !ISN!I

Visit our wabalte for Technical Tips, the Latest Driver i '-'“'""""”““:‘ .

Intormation, Samphe Club, and Newelslters!

ey & Jes
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Windows 7: Ethernet Installation

You can also download the latest driver from
epiloglaser.com/tech-support/epilog-drivers.
htm. Go to Devices and Printers on your
computer and click Add a Printer to start the
process.

3. Click Add a local printer.

4. Click Create New Port, then click on the drop-down
menu and select Standard TCP/IP Port, then click
Next.

— - o—
& = srme
Croscri iGN PO
P T ———
e g pe

rrrrr

5. Enter the IP Address to match the IP Address you
set at the laser in “Setting the IP Address” on page
17. Most Epilog users will use the IP Address of
192.168.3.4, which is what we use in this document.
After typing in the IP Address, click Next. Wait while
the computer identifies the port.

e #8 Add Prirter
Type a printer hostname or [P address
Device type: TCP/® Devace
Horsiname or 1B gddress: 18216834 )
ot rame 19216834
Quesy the printer and automatically select the dever o use
=
J
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( SECTION 3: DRIVER INSTALLATION

6. Select Custom and then Settings.

b=
[ L — :._.

Additional port information required

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

1. The device is turned on.

Windows 7: Ethernet Installation

9. Click Have Disk.

© = sdpin -

U

[ Install the printer driver

(= Chick Wandewn e see s

| To matall the drwver from an wwtallateon CO, chek Have Disk

2. The network is connected.
3. The device is properly configured.
4, The sddress on the previous page is comrect.

I you think the address is not correct, chick Back to return to the previous page. Then comect the
address and perform another search on the network. If you are sure the address is correct, select the
device type below,
Device Type
Standard | Genesic Network Card

& Custom

(T

Set Protocol to LPR. This is a very important step.

Your download time will increase significantly if LPR
is not selected. Type Legend into the Queue Name,

then click OK.

===

Configure Standard TCP/IP Port Monitor
Port Se’lhga
Port Name: 19216834
Printer Name or IP Address: 192168.3.4
Protocol
2 Raw @ LPR
Raw Settings
Port Murnber o100
LPR Settings
Queue Name: ( Legend )
[C] LPR Byte Counting Enabled
[T SNMP Status Enabled
Cormmunity Narre: public
SMMP Device Index: 1
L > A—
8. Click Next.
. =)
edmvm A N =

Additionsl port information required

The deace s nct fourd on the netwcrk. Be e that

4. The sddreis en the previcus page s commed

‘addvess and pedoom another p Y
I iz type brkow. et
Brvice Type

Shandasd | Genern: Hetwerk Covd

® Gmiom | Sy !

" Marnd ectuees _-I Froten

Brather 5 Brother DCP-116C -
Cancn ) Bt DCB-L1IC

Epilog ol Beothes DCP-LI8C

Epson _ || ¥ emther 1 L
Y - PR T R

o A )

10. Click Browse and go to the folder where you saved
the driver and click Open. (The default location is ¢:/

fibermark_driver.)
Install From Disk — [==)

(o ]

Insert the manufacturer's instalabon disk. and fhen
maks sure that the comect dive i salacted balow.

Copy manufactuer’s fles from:

. ()

11. Click EpilogWinALL file and click Open.

r
u Locate File N——— ﬁ-‘
Lok: | diver ~-Q &M
Name . Date modified b))
Files Currently on the Disc (1)
T EpiogWnALL 411/013629PM  Se

Fie ame: EpilogWinAll inf

Fles of type. Setup ir.i.or-vun':.ln ) > Cancel

12. Click OK.

Install From Desk

Imsest the mamdachsers nsialation disk, and than
maks sure (hat the comect deve is selecied below.

Copy manutactee’s fles from:
Ddver
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L SECTION 3: DRIVER INSTALLATION

13. Click Next.
==)
G i ssirinn
. Install the printer driver
| o . O
| i o,
|
Prters
I gitag Engraves Wik Fnicn
| ik et [ | [ ]
| Tl ine by v e b empctacd
! ‘ e _'c—ﬂ

14. Click Replace the current driver if requested, then

click Next.

== =

1 Which version of the driver do you want to use?

Winclows detected that o drver m already swtalied fes this protes.

15. You can rename your printer here. We have not

changed it for this document, but many users like to

associate the driver name with the IP Address they

are using, for example Epilog FiberMark
192.168.3.4. This is especially helpful if there is

more than one laser connected to a single computer.

Click Next.
— — il
° - e Pritar
[ Type & privter na
[LSe—— Tty mgroar WA Fosiod )

- 924 -

Windows 7: Ethernet Installation

16. If you see this screen, click Install.

rll.‘] Windows Security = =]

Would you like to install this device software?

-, Name: Epilog Corporation Printers
ﬁ Publisher: Epilog Corporation

(st ]

] Always trust Don't Install

from "Epilog Corp

@ You should only install driver software from publishers you trust. How can | decide
h re is safe to install?

17. Click Next.

o | — 7

Printer Sharing

P s vt 15 a0 Thes s, s v peoveE 8 VRARE e, Viou Cin) ue The Suggested mTe or
Py & nrw e The thurs raere woll be wtibie t other Aetwerl s

® D not sharw Bhay printer]

==

18. Click Finish and your driver is installed.

—_—=

() 0 Adaprates
You've successfully added Epilog Engraver WinX64 Fusion

(15t 25 the defaul printed

You ean choose & delsult printer for home, work, and ather places you go. S=t up multple
defaylt peinters..

To check if your prirter o the printer, print &
test page.
[ prtatetpege

o

19. You must now restart your computer before you

continue.



SECTION 3: DRIVER INSTALLATION

Windows 7: USB Installation

Please follow these instructions closely! Using a different
process to install the Dashboard driver is likely to fail if

you are using Windows 7.

Insert the Epilog driver install disc into your
computer (or download the files from the website).
One of the following screens will appear. For the
USB installation, you will want to close them. We do
not want the computer to automatically try to install
the driver.

§-4 BD-ROM Drive (D) Epilog Laser
-

Always do this for software and games

Install o 1un program fram your media
& & Run fusion_dever s
G Fubloher it spmctext
General options
Open fokder o view fles |

With the power of your laser turned off, connect the
USB cable to your computer and your laser.

Power on your laser system. It will take about a
minute for the laser to initialize. After it initializes it
will start the process of installing the driver. You will
see activity on the USB icon in your system tray
(lower right corner of your computer screen).

|

Installing device driver software % *
Click here for status.

4.

- 95 -

- |
Windows 7: USB Installation

A small window will appear in the lower right corner
of your computer screen that indicates installation
was successful. This is only partially true.

After a short wait you will see another small window

" |! Device driver software was not successfully installed * *

Click hese for detads.

&4 PM

R N B PR

that indicates the installation was not successful.
This is what we hope to see and will lead us to

the next step in the process. If your computer is
connected to the Internet, it will take a few minutes
for your computer to display these windows. Please
be patient during this process and let the computer
finish trying to install the drivers. Interrupting the
computer at this point will require you to restart the
process.

After the failure notification, go to the Windows start
button (lower left corner of your computer screen).
Click Devices and Printers.

O { Microsoft Gutlook 2010

H Adobe Reader X 3

,’.R Adobe Acrobat 9 Standard 4

-

‘ Autodesk 123D Make 1.0 ,

€ Google Chrome »

m | Microsoft OneNote 2010

Documents
Pictures
Music
Computer
Control Panel

Devices and Printers

m Desktop Gadget Gallery
BE== Default Programs
- 4. Bitstream Font Navigator (64-Bit)
= Help and Support

—‘”| Caleulator



k SECTION 3: DRIVER INSTALLATION l

Windows 7: USB Installation

7. Right click on the FiberMark icon. Then click 10. Click Change Settings.
Properties. : A Sp— ==
G [ i [ D]
e e "f I smosmer

Menufactrer Unknown
Locaten: on LISE Panting Support

Device stztus
T dovics s

o) (e |
= - 11. Click the Driver tab.
[ EPILOGEngraverFusion Properties =)
8. Select the Hardware tab. =
3 Engraverfusion Propertier =) #JlL " EPILOGEngraverFuson
Y | i)
A ErmvFuson : Device type: Other devices
J Manufachuser: Unimnown
SR - : Locaton: o0 USB Pintng Suppot
mm Urarvndsbie Device status
Cotegoresr Input dvice Thes device is working propesdy.
Descrpbon: S niabie .
I Devce Tasks
e T e
9. Select the device EpilogEngraver then click - 12. Click Update Driver.
3 Eogravatason Properies [=5=) LE:) EPILOGEgaveFusion
Eml Drerver Provider  Linknawn
1 i DiverDale:  Notavaisbie
Sp——— f Dever Verson:  Not avaisble i
() ;
Y : : [ DrverDetais | Toview detals bout the diver fles.,
USB Compeste Devica Universal Se... : -
b e et et Ugdate Diver,. | b uptiate the diver software for s device.
: Fed Back Dryee | I the device fals aher updaing the diver. sol
: = back io the previously installed diver.
Locaton: on USB Prining Suppart ] | Unnstad | T ¥
oK I Cancel
[ Proostes —_— e
o ) [ comen ]| s
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13. Click Browse my Computer for driver software.
=)

'\_/ L Updste Driver Software - EFILOGEngraverFusion

How do you want to search for driver software?

2+ Search automatically for updated driver software
Windows will search your computer and the Internet for the latest drver coftware
for your device, unless you've disabled this festure in your device installation
settings.

( Locate and install ditver software manually. )

‘ Cnﬂ__}

14. Use the Browse button to direct your computer to
your disc drive that contains the Epilog driver disc
that you inserted earlier in this process. (You can
also download the latest driver from epiloglaser.
com/tech-support/epiloa-drivers.htm.)

G L Update Driver Scftware - EPLOGERgraverFuzion
Browse for driver software on your computer
|
| Search for drivet softwang in this locaticn:
= i [ browe )
¥ Inchode pbdoiden
# Let me pick from a list of device drivers on my computer
“That lst will show ety iy ] andt alf detver |
seMware i the same Cetegory m the Sevce |
|
i e ||
= 1

15. For this document we show the DVD RW drive as
the drive where the disc is located.

Browse For Folder @

| Select the foider that contains drivers fr your hardware.

Bl Desktop ‘

b 4 Libraries
& Epilog Employee

Folder:  DVD RW Drive (D:) Epilog Laser

)=

Windows 7: USB Installation

16. Once you have the proper disc drive showing click
on the Next button.

it
o 4 Update Driver Software - EPILOGEngraverFusion
Browse for driver software on your computer
Search fior driver software in this locaticn:
= o [ B |
| include subfolders
% Let me pick from a list of device drivers on my computer
This list will show installed driver scftware compatible with the device, and all driver
software in the same category as the device.
(@D =7
17. The progress window will appear.
18. If you see this screen, click Install.
(7] Windows Security = (=]

Would you like to install this device software?

-, Name: Epileg Corporation Printers
=45 Publisher: Epilog Corporation

[7]  Always trust software from “Epilog Corporation”. .I

@ You should only install driver ;ehwlre’fmm publishers you trust. How can [ decide
which device software is safe to installl

19. Your Epilog Laser Dashboard print driver has been
successfully installed on the USB port. Click Close.

e

|
Winchows has successfully updated your driver software

Wit st fri - e

Epag Engrives Winid Fusion

)

20. Click Close in the next window and then Close
again. You will then see your laser driver in the
Devices and Printers page. Click on the red X in the
upper right corner of this page. That’s it! You are
ready to print to your laser.

- 27 -
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Windows 8 and 10: Ethernet
Installation

Set Up TCP/IP Address in the
Computer

1. Go to your Network and Sharing Center in your
computer’s Control Panel.

E@eE 8 Gl &BL O

2. Click Change Adapter Settings.

GO/ ¢ comires + s + bt oy

S v et btk etk Irdovmation and! sl up cennections
| iy 'Y @
pancrat s i b
= T compatis
]
i r——
o aa

Acombge it

P e ]

ang
)
SR —
%

ey
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Windows 8 and 10: Ethernet Installation

3. Right click Local Area Connection, then click
Properties.

——— -

I iw/F v ContotPanal + titacek st rbamer + Natwork Comactions +

4. Select Internet Protocol Version 4 (TCP/IP). Make
sure you do not select Version 6.

f § Local Area Connection Properties = Te
[ Metwodung
Connect using:
5¥ Brondcom Net)treme 57ox Gigabt Cortraler

This connection uses the following fems:
7 ©% Chent for Microsolt Networks

1 B Virtual PC Network Fiter Oriver
4 21005 Packet Scheduler =
o JB Fie and Printer Shaing for Microsofl Networks

|

Transmission Control Protocol/intemat Protocol. The default
vide h St ) :

across diverse interconnacted natworks.

Lo J{ ol )

S

5. Select Use the following IP Address. Type in the
following IP Address: 192.168.3.3.
This number is not an error; the last digit
of the IP address in this window must be
different than the IP address you set in
the laser.
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6. Type in a Subnet Mask of 255.255.255.0, then click

OK.

[Tnternet Protocol Version 4 (TCPAPYa) Properties [EA=)

ool

You can get IP settings assgned automaticaly if your netwerk supports
this capabiity. Otherwize, you need o sk your network administrator
for the appropriate IP settngs.

) Use the folowng IP address:
1P address: w2.18. 3 .3
| Subnetmasic 285.285.285. 0

Defaut gatevay:

Obtan DS server address automatcaly
@ Use the folovwing DNS server addresses:
Prefermed DHS server:

Altermate DNS server:

i| [l vaiclate settngs upon exit [Catvncet |

Installing the Driver

1. Insert the Driver CD in the computer and select your
laser system.

woves wilaglaser.
014D Epstog Laves. AL Rights Rinsrvesd.

nar s b
Yoo gl natafing v it s b your v wystenm.
Inmtall the latest drivers and softwars for your laser system
LASER
Bng 34 Misk 18 f Mk 24/ Hellx
\#__- Technical Support:
- Phome: {303) 2159171
[Email; pochd epiloglasercom
E;Iﬁs w Fa: {303) 27,8663
SR
Fabon 32/ Fusbers 03 Pl Misis Fussion i Lateat Driver Updats
Notification Signup
i .—- =3 \. '
D
EPILOG LASER
i Visit our wabalte for Technicnl Tips, the Latest Drivar 16371 Table Mountain Phuwy.
i Sample Club, Gulden, CO w;“a

2. Select the Dashboard Driver.

@ F@

Tuctical Suppert:

[ P e et

P 21 A1)

e goepicglaser.con
Fam: (10N 3770063
Latess Driver Updats
Visit aur website for Technical Tips, the Latest Oriver
bt Information, Sample Club, and Newsletters! i Staman EPILDG

Windows 8 and 10: Ethernet Installation

You can also download the latest driver from
epiloglaser.com/tech-support/epilog-drivers.

htm. Go to Devices and Printers on your
computer and click Add a Printer to start the

process.

Windows 8 and 8.1/10 have different paths. Choose

your operating system:

In Windows 8:

What type of printer do wou wans 10 install?

In Windows 8.1/10:
Select The printer that | want isn’t listed.

. Add Printer
No printers were found,
| Printer Name Address
I Search agwin
( & The printer that | want isn't listed )
| Met || Concel

Click Add a local printer or network printer with manual

settings. Click Next.

(©) At price
Find a printer by other options

(7 Eind & printes in the directory, based an location of festure
() Gebect a shared printer by name

Eample \\computemame! printemame of

(v Add a printer using a TCP/TP adidress or hostrame
i

@ Add a Igeal printer of netwerk printer with manual settings]

- 99 - c'"“' ]
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L SECTION 3: DRIVER INSTALLATION

3. Select Create a new port, then Standard TCP/IP

Port. Click Next.

G & Add Printer
Choose a printer port
A printer port is 2 type of that all computer to rints
Ut an existing port: Ti: Printer P
& Create a new pert:
Type of port: M&—.ﬂ

Standarid TCP/P Poit '

CD o

4. Enter the IP Address to match the IP Address you

set at the laser in “Setting the IP Address” on
page 17. Most Epilog users will use the IP

Address of 192.168.3.4, which is what we use in
this document. After typing in the IP Address, click
Next. Wait while the computer identifies the port.

© s -

Type a printer hostname or 1P address

Device by 0P Device
Hottname of I pddvess: e )
Boet e 15604

5. Select Custom, then Settings.

O = sdapine B ——
Additional port information required

Py

1. The dewce is tamed an.

2. The network it connected.

3. The device is property configured.

4. The sddress 6 the preveus page A comeet,

¥ you think the sddvess i not comect, dick Back to returm to the previous page. Then comect the
address and . Wyou. hve arddre-

P search an
I device type below.
Device Type

Standard | Genesic Webwork Card

comect, select the }

[t ] (o |

- 30 -

Windows 8 and 10: Ethernet Installation

6. Set Protocol to LPR. This is a very important step.
Your download time will be greatly increased if LPR
is not selected. Type Legend into the Queue Name

and click OK.

Configure Standard TCPAP Port Monso: ﬁ
e |
| Boet Mame: 192.868.34 |
Printer Mame o P Addsesy 19206834
Preotocol

-

=

LPR iyt Counting fnabiled

P Settings

LPR Settings
rue Nar:

SHMP Statur Erabied

7. Click Next.

O = asepine B ——

Additional port information required

Py

1. The dewce = hamed on.

2. The network is connected.

3. The device is properly configured.

4. The acdress o the prmvecas page A comect,

¥ jyou think the sddress i not comect, chick Back to retum to the previous page. Then comect the

achdress and . ¥ e aclcre

I device type below.

Dvice Type
Standard | Gemeric Nebwork Cand

Lusmsop |

® Cusbom

search an you comedt, select the

)

8. Click Have Disk.
e;ﬂhlf!‘m_u

Install the printer driver

Choose your printer from the fist. Click Windews Update to tee mone madels.

-

& To install the driver from an installation C0, click Have Disk.
| -

Manudactures * || Printers

Becther | EglBeother DCP-116C

Cancn S Brother DCP-117C

Epileg G Brother DCP-126C
u Epson || Calrother nep-129c

L= nen sane

! P

) Thia diiver is digitally signed.

[t [ i

Tell me vy st signing is imesrtant
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Windows 8 and 10: Ethernet Installation

9. Click Browse, browse to the folder where you saved 13. Click Replace the current driver if requested and
the download. The default location is c:/fibermark_ click Next.

driver. * - I e

["tnstait From Disk ) s

1 : H Whach version of the driver do you want to use?

mxemnm:dmnmwx EK:' eimdaat Artacted that & duveer o iwady svitalled for 1 prodes
J [ Concel | : f
1 : l
Copy menufacturers Ses from ~ I
= [ gowe. | i |
I

. . . | [ liet )| Cancet
10. Click EpilogWinALL file and click Open. :

(13 tocane e o — =) - 14. You can rename your printer here. We have not
Lodkie | [ dowe -QfE changed it for this document, but many users like to
P = a’ = Dt modfied i T associate the driver name with the IP Address they

iles Currently on the Disc . N . . .

[ — T TS T VI are using, especially if there is more than one laser
: connected to a single computer. For example, we
might rename the driver FiberMark 192.168.3.4.

4 : Click Next.
Flepame: | EplogWinAllinf - ‘ Open ’ - —_
Flesof type: | Setup Information {* ) v Cancel : & = rsire
. : — ——
11- CIICk OKI ' T e e e b et (b ey b g Wen el b i by
rlhslmllFﬂ:\mDisl: E :
| ‘-y Iru:tanoWﬂa{dm D_K
‘ N mje—
| Bt - G==) - 15. If you see this page, click Always trust software
- 5 from “Epilog Corporation” then Install.
12. Click Next. piiog Lorp
27 Windows Securiy ® [ 8]
P ﬁ] Would you like to install this device software?
| ) | : ~, Name: Epilog Corporation Printers
Instail the prirter driver | H ,ﬂ Publisher: Epilog Corporation
l w Chegue your Ok n '
| Mwaysltust ftware from “Epilog Corporation”. _‘ml_non'uml
il # You should only install driver software from publishers you trust. How can | decide
: o8 e oy Il i v
=)= :16. Click Next. oy I snton
=)=
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Windows 8 and 10: USB Installation

17. Click Finish and your driver is installed.

fF )

) e P
You've successhully added Epilog Engraver Winis4 Fusion

T T
werk;

dafn et

18. You must now restart your computer before you
print to the laser.

Windows 8 and 10: USB
Installation

Windows 8 will not automatically walk you through
the installation process so it is important to follow the
instructions below.

1. Insert the Epilog driver install disc into your
computer (or download the files from the website).
One of the following screens will appear. For the
USB installation, you will want to close them. We do
not want the computer to automatically try to install
the driver.

L Autoliay i T |

§-4 BD-ROM Drive (D) Epilog Laser
e

[7] Abwarys do this for software and games:
Install ¢ run program from your media

& & Run fusion_dever s
@y Fublsher nat specied

Genersl options
Open folder o view fies
B g vrasows Expices

Nigwr mees AutePley cgtions in Contrel Panel

2. With the power of your laser turned off, connect the
USB cable to your computer and your laser.

3. Power on your computer, then connect the USB
cable to your computer and your laser.

4. Power on your laser system. It will take about a
minute for the laser to initialize.

-39 -

5. Once your laser has initialized, there will not be any
real indication on your Windows 8 computer that it
is ready to install the Epilog driver, but it is ready.

6. In Windows 8, open the Charms Bar and click on the
Search charm. To access the Charms Bar move your
mouse into the lower right corner of your display.

e mE &0 .

7. Type the word Control into the search bar. Click on
the Control Panel box under Apps in the upper left of
this window. In Windows 10, you can search for this
from the desktop.

8. Click Devices and Printers.

wie] | -

T e Gt Pevd & 38 Gt Fareliemn +
Achust your Geemgtar's MRings
W acrion Center B Add features to Windows £ 7% Administrative Tooks
B Celor Managemnt B crecemnistmanager Y Dite et Time
OB ranity satery T Flash Player (53-8
I
) Imemer cptins
s g :
BB recnaismen & d Madarn
iy Focow B region

e L

W dwcstey
._6 Deatwils Programi
@ e of Ascess Comnar
|5 retder Cptiors
IR I G
heda

S Location Setings
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Windows 8 and 10: USB Installation

9. Inthe Unspecified section of Devices and Printers, - 11. Select the device EpilogEngraver. Then click

right click on the laser’s icon, then click Properties. Properties.
—— (3 Engraverfusion Properties =)
oo H—ne— : [Gonea]| Hardvse |
e e @ : e o L
+ Devices () J EngraverFuson
b Vewdw — =
: ' Other devices |
B Human Interd .
Universal Se.
Human Inged.
d ﬁ d d ad -~ | oy
j ' Device Funcion Summary
[ —— Manufactuer  Unknown
ﬁj Locabon:  onLISB Printng Suppon
. J e Device status:  This device is working propedy.
T B - (oo )
10. Select the Hardware tab. : e =
2 Engraverfusion Properties
% - 12. Click Change Settings.
j ot : [[EP1L0GERgraverfution Properties [~ )
Dersee Irfoematen |°’:‘h- Dotais]|
! mfmnr '-J".s.a-'n:.ew | :&] EFROGE fusicny
Model number.  Unavadable oo trpe Other devices.
Fonia : | Locaton: :::“m.gs.m«
B [
l | s devace & working properdy.
Devce Tasks |
mwﬁ?’:mmhmhMMn !
|
|
. . o L)
(o) [ cont ]|

13, Click the Driver tab.
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DRIVER INSTALLATION

14. Click Update Driver.

[ EPILOGEngraverFusion Properties
[ Geneal | Diver [Deaia]
E EPILOGEngraverFusion

Drvves Prowider:  Unlonown

Divver Diate: Hot zvaiable
Drver Verson:  Not avadable
Digital Signer. Mot digtaly signed

To view detais about the drver fles.

nmmmm&wm.)

If the dewice fads after updating the drves, rol
back to the previously instaliad driver.

Disables the selected device.

To uninstal the driver (Advanced).

o) (o)

15. Click Browse my Computer for driver software.

) & Updute DrverSeftware - EPILOGEngravesfusion 1
How do you want to search for driver software?

# Search automatically for updated driver software
Wingows your computer
for your device, 3 bl = your
settings.

Fa— ==
Locate and install drboes voftveire manually.

(e ]

16. Use the Browse button to direct your computer to
your disc drive that contains the Epilog driver disc
that you inserted earlier in this process.

— et
& L Update Driver Software - EPILOGERgraverfusion
Browse for driver software on your computer
Search fior driver software in this location:
[# Include subfclders
2+ Let me pick from a list of device drivers on my computer
This list will show instalied driver software compatible with the device, and all driver
software in the same category as the device.
Cancl )
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Windows 8 and 10: USB Installation

17. Find the disc drive with the Epilog install disc and
click OK.

Browse For Folder

B

A ooy

Selact the folder that conta for your

Bl Desktop e
* |44 Libraries
* A Epilog Employee
4l Computer
& 05(C)
I gt4 DVD RW Drive (D:) Epilog Laser

(1]

Folder: DVD RW Drive (D:) Eplog Laser

18. Once you have the proper disc drive showing click
the Next button.

— et
& L Update Driver Software - EPILOGERgraverfusion
Browse for driver software on your computer
Search fior driver software in this location:
= *] [ Bowsen
[# Include subfclders
2+ Let me pick from a list of device drivers on my computer
This list will show instalied driver software compatible with the device, and all driver
software in the same category as the device.
Cancl )

19. Wait while until the progress window disappears,
then you may be asked if you want to install this
driver. Click Always trust software from “Epilog
Corporation” then Install.

rIl.‘] Windows SI?IIity

Would you like to install this device software?

, Mame: Epileg Corporation Printers
# Publisher: Epileg Corporation

Iways trust seftware from “Epilog Corporation”. m’

You should install driver software from publishers trust. How I deci
only P you ow can | decide

=
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Windows 8 and 10: USB Installation

20. Your Epilog Laser Print Dashboard has been
successfully installed on the USB port. Click Close.

S ———— -

() L Updste DiiverSoftware - Epilog Engraves Win)5# Fusion

Windows has successfully updated your driver software '

Windows i i g the driver for this device:

Epilog Engraver WinX5d Fusion

21. In the next window, click Cancel.

[ EPILOGEngraverFusion Properties =)
Genesai| Drver | Detais|
% EPILOGEngraverfusion

Drvves Prowider:  Unlonown
Diriver Date: Hot zvaiable
Driver Version:  Not avadable

Ugdate Dover.. |

Rol Back Drver

|

|
‘ Digtal Signer. Mot dgtaly signed
|
|

To view detais about the drver fles.

To update the driver software for ths device.

1 the dewace fals after updating the drves, rol
|back to the previously instaliad drver.

||IMI"MMM

22. You will see your

driver in the Devices and Printers

page. Click on the red X in the upper right corner of
this window and you are ready to print!

s

o —

BNewsPs

= e vt e

T

i S e @

s
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Epilog Job Manager
Instructions

The Epilog Job Manager is a powerful new tool that will
quickly become one of your favorite features on your
laser system. From one piece of software, you can access
any job you have sent to the laser, view the settings

you used on any past job, re-run projects, access your
material database, and much more. It’s a great addition to
the Epilog Laser product features, and we look forward to
seeing how our customers use this software!

e Windows 7/8/10 is required to use the Epilog Job
Manager.

How to Install the Epilog Job
Manager

1. If you have a previous version of the Epilog Job
Manager installed, you must uninstall it before you
continue.

2. On the Driver CD, select the Job Manager.

Latest Driver Updats
Netification Signup

- m”um::mmmmm =]

You can also download the Job Manager from
epiloglaser.com/tech-support/drivers.htm.

3.

4. Click Run Anyway.

Epilog Job Manager Instructions

In Windows 8 or 8.1 you may see this message.

Click More Info.

5. Click Next.

O i b Marages setup

Setup - Epilog Job Manager

Preicome b3 the Eodog Jot Mireg Setus Wdard.

6. Click Next

- 37 -

& O tpiog b Mansgersevp

o~ — s

Installation Folder

C:\Eplog Laserymiked

Plzage specfy the folder where Eplog Job Manager wil be nstallad.
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Trouble Shooting Job Manager Installation

7. Click Next. 11. The installation will take a few moments.
S H )
oun- e |
Select Components
meu:wmmwrwl Installing Epilog Job Manager
T & program dasgnad by Epiog Laser :
|4 Epileg Job Manager Install &“ﬁmm ] | %
teraries. : instaling companant Epdog Job Marager Instal
Sroraiy 154,53 WB o your :
Detgt et s | [ pessectan |

)=

.i-‘nraﬂ -
8. Accept the license, then click Next. L

Bgreement befre contrung weh the nstalstos.
f
| L Prosmbles Thas &

= & : Completing the Epilog Job Manager Wizard

‘Chck Frinh £ et the Exsiog ot Mamager Waard,

purmcapal e ol bamswes i 16371 Tibl Miwthasm Py, GO, Unitd st
lremafiar Liomacs) Tho Agpewnas st o, g, Tesioms wed

wmad by Licamuce, 0 drcadod hoven

2. Licwwse Gramts Licomos boweby prants Liswmsss 8 Proveral, New-susigmable &
men-trenfarsble, Commercad

Reyalny e, Wichest the rights e crome
| ' - '

9. Click Next. ==

13. A Job Manager icon will be automatically added to
& O tpioglob Manag : your Desktop. You are now ready to use the Job
| start Menu shortauts Manager.

Select the Start Menu in which y ukd e to create the
enter a name to create 3 new foldec

Epilog Laser

g You can also

Accessaries
M‘mlmﬂmme Tools

10. Click Install.

Ready to Install

Setup 5 now ready to begn instaling Eplog Job Manager on your computer.
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Trouble Shooting Job Manager Installation

Trouble Shooting Job
Manager Installation

If you were unable to install the Job Manager it’s possible
that your Anti-Virus software is blocking installation.

To disable Symantec Anti-Virus software, choose
Options. Other anti-virus packages should have
something similar to Symantec.

TSP —— Tl |

status

| Virus and Spyware Protection definitions are out of date.

Sc-hmm w ik fl 1 et protection el for Vs and S Preion. (_ew ] |

|

ﬂwslllm

Wiew Logs Tha fckowing Symantes Security companents ars inctaled o0 your Computer

" wnudwm
:.-..anu-

Disable all Virus and Spyware Protection Features. After
the Job Manager has been installed go back into your
Anti-Virus software and re-enable the setting that was
disabled.

-39 -
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. ______________________________________________|
Important Epilog Job Manager Notes

Important Epilog Job Manager Notes

e We suggest a minimum of 1 GB of free RAM space when managing very large raster and vector jobs.

Using the Epilog Job Manager

Activate a Laser

1. The first time you open the Job Manager you’ll see a tab for each of the
models. You will need to activate your laser system to get started. Click the
correct tab, then your system. You can activate multiple machines if you have
more than one laser.

2. To activate your machine:

e Give your machine a name. TS T
e Choose your laser from the drop-down list of printers. This is very 5 e >
important - if you do not choose the correct printer you will not be ableto | Wachine Seres | Fasion Seric v

. . Machine Type |Fuslon 32 M2 v
print from the Epilog Job Manager! _ Laser Power (Watts) | ot instaid
Laser Power (Watts) | Mot Installed v (Fiber

e Select the correct machine type, wattage, etc. The Laser Power is very
important because it will automatically load the proper material setting files
for your specific wattage of laser.

e C(lick Save.

‘[Jeview System Installed

3. Your new laser has been activated in the Job Manager and appears in the left panel. Use the Add or Delete buttons
to add additional machines or to remove a laser. The Job Manager is now ready to accept jobs from the print driver.
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Printing to the Epilog Job Manager

Create a file in your graphic software and set your laser
parameters in the print driver.

In the driver you’ll see a selection available under the
Center-Engraving area. You can choose to print to either

the printer (your laser system), the Job Manager, or both.

This allows you to send your job to the Job Manager
without sending it to the laser so you can then print that
job directly from the Job Manager at a later time without
accessing your graphic software. This is an easy way to
set up an entire day’s jobs all in one place.

FibaehMork 24 192 168 3 8 Moperhas

ErgavmDencion | Top Do

*FfBEREE
® 00
i
i
i
1]

Muga Dby Sunderd

Organizing Your Print Jobs

Click the Jobs tah. All print jobs will be displayed in the
Uncategorized folder. Click on your job to highlight it (the
skateboard file is highlighted in light blue). You can now
Print, Edit, Preview or Delete this job using the available
icons.

|
Using the Epilog Job Manager

Create and Delete Job Folders

Click the Add Job Folders icon to add folders. We added
folders for this customer’s three largest customers. You
can add as many folders as you’d like.

shatoboand-deign

few | Rast Primteds | COTLI0H I3 p #OODR  Spred | Power | Freq.
Creme [ 0602204 221 pm | RasterEngradng [ 50 %) 50 % Jesg
Thickness: | 0800 Vechor Cuimg | 50 W | 50 % | 2us0

Create Subfolders

First, highlight the Job folder in the left panel where you
want to add a subfolder. Below we have highlighted the
Los Angeles Shipyard folder. Click the Add Subfolder icon.
We have typed February into the Add SubFolder field, so
after clicking on the check mark we will create the February
subfolder.

|| Job Folders

et

| B Job Foidess
ILM']_

..... Telecten ]
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Move an Uncategorized File to a
Subfolder

When you highlight a subfolder you will see From
Uncategorized on the right side of the folder. Click From
Uncategorized to move a job from the Uncategorized
folder to this subfolder.

(2 iy i St For Fusion Mischines
s Hiding S Fae T -qM-(hmo-Y mtompatitsinies

Move a Job Between Folders

You can also move any job to another folder or
subfolder by double-clicking on the job. Select the
Folder and Subfolder from the drop-down menus
where you want to save the job. You can save the job
with the same name or you can save as a new job. You
can also modify your laser settings and save them with
the job. Click Save to continue.

Jllnl an
farm, mnm_lm
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|
Using the Epilog Job Manager

Using the Material Setting
Configurations

The Material Settings tab stores all of the suggested laser
parameters like speed, power, etc. These settings were
loaded based on the wattage you specified in the Laser
System tab (adding your laser was the very first thing
you did to start using the Job Manager).

e

Material Folders Cherry/Alder/Walnut 300 OPY

[ ravcupien M §

[ Alimatark itsion1 |

To use the material settings that are automatically loaded
in your Job Manager, go to the Jobs tab and double-click
on the job you want to process.

Click the Import icon.

Job Information

" deaneyimined iovs v Unaategerined Job o
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Navigate to the material setting you need. We have
highlighted 1/8” Cherry/Alder/Walnut 600 DPI. Click OK.

)

[C -~ ]

Powmer Compe | Grablied | Waiins Engrniog [ 9 &
Tickaess [ G328 | Wetior Cttie |

(==

Your new settings have been automatically applied to your
job file. You can now save this file, save the file as a
different name or print from this window. Double clicking
on the artwork will take you to the full preview window,
which is explained in the next frame.

Previewing Your Job

To view a preview of the job, click on the Preview tab.

Using the Epilog Job Manager

In the Preview mode you can preview just the raster
components of your job, or just the vector components.
We have selected vector to show only the vector
components of this job. The preview mode is very useful
in identifying unwanted vector components in a job.

Searching For a Job

The Job Manager has a powerful search function.
Type in part of a file name and press enter to find all files
related to that name.

You can organize files by standard, created, last printed,
or alphabetically to find a specific file.
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Notice that the jobs are displayed differently if you
change the search category to Alphabetical. Your jobs
are now displayed in alphabetical order. Once the search
is finished and the job is found, most users revert back to
the default selection of category.

Finding Job History

The Job Manager allows you to see a full print history of
a job, including settings you used in each print. The
History window shows you the history of this job, what
machine it was printed to, when it was first printed (Initial
Print), all subsequent prints, and all laser parameters
used. To access this, double-click on the job, then select
History.

Job Information

IRETERE whisky-decanter2

Auto Focus  OOn ®OR
Thickness (in) [ 0000 |

Offset {in) Wj
SpeedComp  Oon @Off
Power Comp Con ®off

Page Width in) 35
Page Height (in) [ [

Power
95 %

Basic 600 DPI
Raster Ei

Vector Cutting |

[E— %

Preview

Centering  Oon @Of

s [ Q%
e | STANAWAY

Engraving Direction  OUp @ Down «SINGLE M.ﬂL‘.(-
LaserSource ©02 OFiber SCOTCH WHISKY
VectorGrid  Oon @Off '_EA
3-Jaw Chuck Oon @O £

Diameter (in) [ 0.000 ]

B e =T €T 5D
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You can now modify, print or save from this window
using the listed settings or with new setting. The new
setting will be saved as the next print job complete with
time stamp and date.

Job Information
[RETRTERE whisky-decanter2

Jobs »

AutoFocus  OOn @OfF Basic 600DPI Speed | Power | Freq.
Thickness (in) [ 0000 | Raster ing [18 % |95 %50 %|
Offset (in) oooo | S e e e
SpeedComp  OOn @Off =0
PowerComp  (QOn @O

Preview

Informaticn Colors !Im Notes
Job Name Lastirinted | Thickness Raster Mectar

ine

hine

Speed | Power | Freq. | Speed | Power | Freq
Disabled L] 95 50 » - -
Disabled 22 800 50

Disabled 0 00 50

[ Mon-Existant Machin
| Mon-Existan:

BE/02/20M 244 pmy
04/02/2004 1033 am
06/02/2004 10:3) am

| mitial Print

B & ETD €T 7D

Color Mapping

To access the Color Mapping settings used in a file,

double-click on the file to open the Job Information, then
click the Colors button.

I tesg iee Mamager 113, o N R =

asne ¥ i
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You can modify the settings, save as a new job, save

as the same job, print, preview, etc from this window.

Changing Program Settings

You can access the Program Settings by clicking on
the gear at the top right of the page.

(I View ot Fpe Fusion

Job Folders

I |
TEELT % Wi Wi W
WectorCutting [30 W |90 W0 W

Mite: Hldieg Jolo Fes Ting Machine Dus Fa Incompstiiifies

| &
i C All Job Folders =

On this screen you can set several different system
settings, including:

e Language: Choose from several languages.

e Default Length Units: Choose from inches,
millimeters, or centimeters.

¢ Job/Material List Display: To speed up job
loading when you have a long job list, you may
want to change to basic view for faster loading.

e Delete Machine/Folder/Subfolder/Job/Material
Confirmation: Turn delete confirmation message
on or off.

e Backup Database: Save a backup of all files,
material settings, etc.

[ ——— L

|
Using the Epilog Job Manager

Restore Database: Reload settings from a previous
backup.

Clear Entire Database: Delete all settings, machines
and jobs from the database.

Clear All Jobs: Delete all jobs in the database.

Clear Uncategorized: Clear out all uncategorized
jobs in the database.

We will be adding new features to the software often, so
sign up for the Driver Update Notification list at www.
epiloglaser.com/register.
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SECTION 5: USING THE LASER DASHBOARD™

Changing Laser Dashboard Defaults

The Epilog Dashboard is the print driver that sends your artwork and laser parameters from the computer to the laser.
The Dashboard can be installed from the driver CD that came in your accessories kit. It can also be downloaded from the

Epilog website. If you are just getting started and are in a hurry to engrave a job, you can do so by setting just a couple
of parameters in the Dashboard without having a detailed understanding of what different choices are available to you.

ﬁ Note! When using the slider bars, there are several different ways to get the desired setting. These different
methods all follow standard Windows protocol, so they will work in other Windows software applications too.

» (Change the settings by clicking on the slider bar to move it, or type

in exact numbers to the right of the slider. 0 -
g 8 — 8 -
* Holding down the Alt key while clicking close to the slider will bring g — &3 ==
up a box outlining the slider and allow you to move in increments of
ten.

The following sections provide detailed explanations of the different features in the Print Driver. Most engraving and
marking jobs can be accomplished by using only the General tab of the Print Driver. Advanced features for more complex
jobs can be found under the Advanced and Color Mapping tabs.

Changing Laser Dashhoard Defaults

If you would like to permanently change any of the settings that we walk through on the next few pages, you can easily
set a new default for each of them.

1. Go to Control Panel | Devices and Printers
Right mouse click on the Epilog Engraver.
Click Properties.

Click Printing Preferences.

Change any of the settings. These changes will become the default settings for each new print job.

o o ~ LM

Click OK and close out all open windows.

When would you want to do this?

Most users set their defaults to match the materials they use the most. They might set the speed default to 30% because
they only engrave anodized aluminum. They might only vector mode, so they set the default Job Type to vector, or they
might set the page size to match the size of the engraving table. By following these quick steps you can make sure that
these are the settings you see every time you open the print driver.
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|
General Tab

General Tab

The General Tab is where you will find 90% of the features you will utilize when sending jobs to the laser. Everything from
resolution to speed and power settings are all located on this one page.

FiberMark 24 192.166.3.8 Properues

Fesoiution
600 DA
Image Dithedng: Standard
Dpbiors Piece Size [nches)
Veclor Seiing
e [ CenterEngraving Hoontal 850 Sipmeck e .
- Cn | O | P = Fower. —_———————
et Tl vesa [1100 ] 0
2 x . L 1
i i Fieq —————
e -
[JsendtoLases A Vet Sarting Optimize
[ Send o Manager

0 Resolution

Set your print resolution from 75 to 1200 DPI. For the best engraving results, use a resolution equal to the resolution in
the raster images within your project setup. The resolution setting in the print driver will affect the engraving time (there
are twice as many engraved lines at 600 DPI as at 300 DPI) and the quality. For a detailed discussion on Resolution, visit
“Resolution” on page 68.

€ Center Engraving

The Center Engraving feature allows you to define the center of your artwork as the primary reference point (Home
Position) of your engraving. The Center Engraving feature has been designed to be used in conjunction with the X/Y Off
feature on the Control Panel. Center engraving differs from standard printing where the upper left corner of the page and
the upper left corner of the laser table define your primary reference point. For more information, visit “Center Engraving”
on page 88 in the manual.

Q Jobh Manager

You can choose to print to either the printer (your laser), the Job Manager, or both. This allows you to send your job to
the Job Manager without sending it to the laser so you can then print the job directly from the Job Manager at a later
time without accessing your graphic software. This is an easy way to set up an entire day’s jobs all at one time. For more
information on the Epilog Job Manager, see “Using the Epilog Job Manager” on page 40.

- 48 -



SECTION 5: USING THE LASER DASHBOARD™

General Tab

€ Job Type

Choose between the three modes of operation.

e Raster Mode: Used for engraving or marking materials. Typical applications include engraving clipart, scanned
images, photos, text and graphic images. Vector lines that you want to engrave rather than vector mark should be
set 0.006” (0.152 mm) or greater line thickness.

e Vector Mode: Selected when you are marking a thin line drawing, or for use with the Red Dot Pointer for previewing
the job processing area. In vector mode, a line is recognized as a line to be vector marked based on the line width
(or stroke). These lines can also be affected by resolution, but we’ll discuss that in a later chapter. To make things
easy, set any vector lines to a line width of 0.001” (.0254 mm), or hairline width in CorelDRAW.

e Combined Mode: Used when you engrave and vector mark in the same job. The laser will always engrave first, then
follow with the vector marking mode.

Note on Vectors: If you are in Vector or Combined mode, all thin lines will be vector marked! This can be
A disconcerting because even if the lines are not visible in your artwork they will still vector. Usually, this
happens when incorporating a clipart image that has hidden lines that are not readily apparent. Please refer

to “Setting a Vector Marking Line” on page 67 for an illustrated explanation of how this can affect your
work.

) Piece Size

Enter the size of the page you used when creating your artwork. Some laser users prefer to design their piece with a page
size matching the page they are engraving, while others prefer to design with the page size set to the full engraving table.

() Raster Settings

Speed: Determines the travel speed of the carriage in Raster mode and is adjustable in 1% increments from 1 to 100%.
The slower the speed, the deeper the engraving. Speed settings are heavily dependent on the hardness and the thickness
of the material being engraved with harder materials requiring slower speeds for deeper engraving. Slower speed settings
will produce greater depth of engraving. Please refer to “Appendix B: Material Settings” on page 127 in this manual.

Power: Determines the amount of laser energy that is delivered to the piece being engraved and is adjustable in 1%
increments from 1 to 100%. The higher the power, the deeper the engraving. Please refer to “Appendix B: Material
Settings” on page 127 in the manual.

Frequency: The frequency refers to the pulsing frequency as well as the average output power per pulse of the laser. While
the average output power in a given period of time remains constant, the frequency allows you to adjust the power of
each pulse. Each pulse at a low frequency setting will have a greater peak output than the same pulse at a high frequency
setting.
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Frequency is a useful setting mostly because it tends to greatly increase the peak power output of the laser at low
frequencies. This allows you to mark materials that would otherwise require a more powerful laser to mark.

The Frequency adjustment range is determined by the power of your laser:
* 20 Watt Fiber: 20 kHz - 80 kHz
* 30 Watt Fiber: 30 kHz - 80 kHz
» 50 Watt Fiber: 50kHz - 100 kHz

The frequency slider bar in the driver shows the relative frequency that is being output by the laser is adjustable in
increments of one from 1 to 100. The frequency (kHz) associated with the number in the slider bar is shown for the
different wattage lasers with slider numbers shown in increments of five:

20 Watt Fiber

Frequency (kHz) 21 23 26 29 32 35 38 4 44 47 50 53 56 59 62 65 68 I 74 77 80

Slider Number 1 5 10 15 20 25 30 35 40 45 50 55 60 65 70 75 80 85 90 95 100

30 Watt Fiber

Frequency (kHz) 31 33 35 38 40 43 45 48 50 53 55 58 60 63 65 68 70 73 75 78 80

Slider Number 1 5 10 15 20 25 30 35 40 45 50 55 60 65 70 75 80 85 90 95 100

50 Watt Fiber
Frequency (kHz) 51 53 55 58 60 63 65 68 70 73 75 78 80 83 85 88 90 93 95 98 100
Slider Number 1 5 10 15 20 25 30 35 40 45 50 55 60 65 70 75 80 85 90 95 100

Most materials do not need a specific frequency so we use a relative slider bar that can provide rough estimates of low,
medium and high frequency settings. Frequency can be controlled either from your computer or from the control panel on
the engraver. Frequency affects to the amount of power that is output with each pulse of the laser. Low Frequency settings
(20 and below on the slider) will provide higher bursts of power at a low pulse rate, while higher Frequency settings (80
and above on the slider) will produce slightly lower bursts of power, but at greater frequency. On most materials, lower
frequency settings will produce darker marks, while most plastics use high frequency settings. Please see “FiberMark
Suggested Material Settings” on page 127 for more information.

Speed, Power and Frequency settings can sometimes be confusing because not all materials that can be
marked at the highest speeds and powers should be marked at the highest speed or power. Many users feel
that if a mark can be made at high speed, it’s just a matter of adjusting the power to produce an acceptable
mark. Unfortunately, for some materials, this isn’t always the case. For some materials, the length of time the laser reacts

with the material is much more important to producing a good mark than the raw speed of the system or the amount of
laser power that is output by the laser.

Engrave Direction: This feature applies to raster engraving only and allows you to engrave your project either from the
top-down or the bottom-up direction.

Dithering: This setting defines how the dot patterns will be engraved in raster images that contain grayscale images,
blends, or color. The Dashboard offers six different dithering patterns to enhance your engraving projects. The default
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mode is Standard. This mode can be used for all images, including photographs, but some images improve when engraved
with other dithering patterns Dithering is used only for Raster engraving and has no effect on vector lines. For more
information, go to “Image Dithering” on page 79.

ﬂ Vector Settings

Speed: Determines the travel speed of the carriage in vector mode and is adjustable in 1% increments from 1 to 100%.
Most vector applications require relatively slow speed settings, and the speed is heavily dependent on the hardness of the
material being vectored. High speeds are provided for draft mode only and are not intended for production applications.

Power: Determines the amount of laser energy that is delivered to the piece being marked and is adjustable in 1%
increments from 0 to 100%. The amount of power necessary to vector mark a given material is also heavily dependent on
the hardness of the material.

Frequency (kHz): Frequency refers to the pulsing frequency as well as the average output power per pulse of the laser.
While the average output power in a given period of time remains constant, the frequency allows you to adjust the power
of each pulse. Each pulse at a low frequency setting will have a greater peak output than the same pulse at a high frequency
setting.

Frequency is a useful setting mostly because it tends to greatly increase the peak power output of the laser at low
frequencies. This allows you to mark materials that would otherwise require a more powerful laser to mark. The frequency
(kHz) associated with the number in the slider bar is shown for the different wattage lasers with slider numbers shown in
increments of five:

» 20 Watt Fiber: 20 kHz - 80 kHz
» 30 Watt Fiber: 30 kHz - 80 kHz
» 50 Watt Fiber: 50kHz - 100 kHz

The Frequency slider bar in the driver shows the relative frequency that is being output by the laser and is adjustable in
increments of 1 from 1 to 100. The frequency (kHz) associated with the number in the slider bar is shown for the different
wattage lasers in the following graphs:

20 Watt Fiber

Frequency (kHz) 21 23 26 29 32 35 38 4 44 47 50 53 56 59 62 65 68 7 74 7 80

Slider Number 1 5 10 15 20 25 30 35 40 45 50 55 60 65 70 75 80 85 90 95 100

30 Watt Fiber

Frequency (kHz) 31 33 35 38 40 43 45 48 50 53 55 58 60 63 65 68 70 73 75 78 80

Slider Number 1 5 10 15 20 25 30 35 40 45 50 55 60 65 70 75 80 85 90 95 100

50 Watt Fiber
Frequency(kHz)|51|53|55|58|60|63|65|68|70|73|75|78|80|83|85|88|90|93|95|98|100
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Most materials do not need a specific frequency so we use a relative slider bar that can provides rough estimates of low,
medium and high frequency settings.

Frequency can be controlled either from your computer or from the control panel on the engraver. Frequency affects to
the amount of power that is output with each pulse of the laser. Low Frequency settings (20 and below on the slider bar)
will provide higher bursts of power at a low pulse rate, while higher Frequency settings (80 and above on the slider bar)
will produce slightly lower bursts of power, but at greater frequency. On most materials, lower frequency settings will
produce darker marks and most plastics use high frequency settings.

Vector Sorting: A check mark in the vector sorting box will order the sequence of vector marks. If sorting is enabled, you
have two choices of how the vector lines will be sorted: Optimize and Inside-Out. In Optimize mode, vectors will be marked
in the most efficient manner, and will generally vector the next closest line to the one just finished. This is by far the most
preferred method as it saves the most time, is the most predictable and will create a continuous line path out lines that
look connected, but are actually discrete line segments in the artwork. The continuous path of discrete lines is most often
found in AutoCAD or other CAD programs.

Inside-Out mode will vector from the inside object first to the outside objects last. As an example, if you have a small circle

surrounded by a large circle, the small circle will mark first. If sorting is not checked, the vectors will mark in the order in
which they are presented, which with most software applications will mean in the order they were drawn.
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FiberMark 24 192.168.3.8 Properties

Color Mapping Tab

The Color Mapping feature is an advanced feature that must be checked to activate. Color Mapping is designed to be used
in either Raster mode or Vector mode, but not in Combined mode. While Color Mapping is a very powerful tool, most
users use it for a few main reasons:

¢ Using color to define different levels of focus. Many objects need to be marked at different locations that are at
different relative heights. Using color mapping to change the focus in a single job setup is a convenient way to
simplify marking complex parts.

* Using different colors allows users the ability to sequence the order that objects will be marked.
Color Mapping accomplishes these tasks by assigning laser attributes to the different colors in your artwork. The functions

that can be controlled by color are: Speed, Power, Frequency, and Focus. For a detailed look at the laser’s Color Mapping
capabilities, visit “Color Mapping” on page 80.

€) Enable Color Mapping

When this check box is selected, the laser will use the settings assigned to each color. For any colors that are in your
artwork, but not in the color mapping settings, the General settings will be used.

Q Adjust Settings

Use the slider bars to create any RGB color and set the laser parameters. Adjusting the settings does not actually change
the values. Select the Right Arrow button to finalize the settings.
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€ Color Map Summary

The Color Map Summary area is located on the right side of the window and offers a visual display of all of the color
mapped settings. You can quickly see each color and the speed, power, frequency and focus settings for each of the
different colors within your file.

Advanced Tab

The advanced tab contains advanced features including firmware updates and configurations.

FiberMark 24 192.168.3.8 Properlies

General Color Mapping | Advanced |
Conlfigurations Updale Farmwrare
Folder CAU uﬂ\]ams\ﬂmmnﬁ\miog\mmil! W ] Update Fmvare
1 Fle  haFie
{ File JobType  Resolution  Plece :
iCESESﬂﬁS Combined 600 DPI‘___!:S_EI_ *
FM 50W 07472013 Combined  600DPI 850 -
FM50W EPA Combined 600 DP1 B.50
] Claresic LI

Language  [E5T

Configurations

The Configurations feature is a comprehensive data management tool that is used to save all of your Dashboard

settings forindividual jobs. Saving the Dashboard settings as a database file allows you to retrieve the job parameters
at a later time. This saves you the trouble of trying to remember what speed, power and other settings you used on a job
you did three months ago. All of your settings can be stored as a permanent record.

For example, in your database you can have settings for stainless steel annealing, polishing and etching, brass, anodized
and many more materials. After each configuration file name, you can see if the saved settings are for a Raster, Vector or
Combined job, the resolution, and the piece size within that file. To use any of these settings, click the Load button.

If you find a setting you would like to save into a new configuration file, simply create the settings within the three Laser
Dashboard tabs, then click Save.
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Q Update Firmware

When you are ready to update your laser’s firmware, click here and load the file. For more information, visit “How to
Upgrade Your Firmware” on page 109.

Additional CoreIDRAW Laser Dashboard Features

Each program you use will provide different ways to manage these functions. (———

General | Color | Composite | Layout | Frepress | £, 1 lssue

Destnation
Frinter:
Fage:
Simtus:
Lecatian:
Comment:

it
-

CorelDRAW offers a very straight forward way to access each of these features.

Fusion Lsser 192 164.3.5 v | Freferences...

Multiple Passes

You can automatically engrave or vector mark a job multiple times by setting the -
Number of Copies to the number of passes that you want to make. When each = —
pass is finished the laser will automatically start another pass until all passes are -
complete.

Print Range

If you only want to print one aspect of your project (for example, just the text in the document), you can select that part of
the file, then click Selection and the laser will only engrave or vector mark that piece of your file.

Multiple Pages

When you want to engrave multiple pieces within one document, such as five different engraved parts, each with a
different name, you can use the Multiple Pages feature of CoreIDRAW. Set up each of the mug files on a separate page in
your single CoreIDRAW file, then when you print to the laser you can choose either Gurrent document to print all of the
pages or you can specify which pages you want to print by adjusting the settings in the Print range box. You can view the
different pages in the Print Preview screen.

When a multiple page job is printed to the laser, each of the pages will transfer to the Control Panel with the first file

coming across as Job:1. File Name, then Job:2. Page 2, Job: 3.Page 3. Remember, the last page of the job will be the
current file when you go to the laser’s control panel, so scroll back to Job 1: File Name to run that one first.

If you start engraving the jobs and become uncertain about which pages are which, you can refer back to
A your print preview screen and the page number in the laser will correspond to the page number in the print

preview.
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You will see one of two displays - icon only or text. The display shows valuable information associated with the highlighted
Functional Menu items. We will explain the different information that will be displayed as we go through the description

of each menu item.

Icon Only Control Panel:

e 0C mmmn

Up/Down Fast

Up/Down Slow

Reset Focus

>
0
©

Text Control Panel:

Go Stop Reset

Data Q Q Pointer
Job Config

Speed  Power Laser
Freq
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Go°

Press the Go key to start or resume a job. Once the job starts, the display changes to show a job timer and the
engraving resolution. The timer is a useful production tool that displays the elapsed time of job as it runs.

Pause o

Pressing the Pause key will stop the lens carriage and the laser beam will be shut off. If the Pause key is pressed
during raster engraving mode the lens carriage will stop on either the far left or far right of the engraving line that is
in process. If the Pause key is pressed while in vector mode, the lens carriage will stop at the end of a line segment
or at the next line node location.

Once the lens carriage has stopped, you can open the door to examine the engraving. By closing the door and
pressing the Go key, the engraving job will commence where it left off. If the item being engraved is not moved the
engraving registration will not be affected.

Note: Opening the door on the laser during engraving will stop the laser from firing; however, the lens
carriage will continue to move. It is important to stop the job before you open the door to ensure the
engraving is completed.

If you press the Pause key while in vector mode it may take some time for the system to actually stop. The system
needs to get to the next node in a vector before it can stop.

Reset e

Pressing the Reset key will move the carriage back to its Home Position. Press the Reset key after you have pressed
the Pause key, or after you have moved the carriage when using the X/Y off function.

Reset does not erase the job from the laser systems memory; rather it will stop the engraving job in process and
send the carriage back to the Home Position.

Set Home @

Once you have moved the lens assembly by hand to a temporary Home Position, pressing the Set Home key will set this

new position as you new temporary Home Position. This temporary home now becomes your new upper left corner.

The process of setting a temporary Home Position involves the following steps:
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1. Press X/Y Off.
2. Press Go to disable X and Y axis (press Pause to cancel and send the carriage back to its park position.)

3. Move the lens assembly by hand to your desired location (remember to turn the Red Dot Pointer on as a visual
locator aid).

4. Press Set Home to establish your new Home Position.

9. After you have set home, pressing the Reset key will move the carriage to its park position approximately 1/2 inch
(12 mm) to the front of where you set home.

6. Resetting Home Position: Once you are finished with your temporary Home Position and want to restore the
carriage to the upper left corner of the machine, press the Set Home key and Reset key at the same time. Press the
Go key and the carriage will move back and to the left to its normal upper left corner park position.

X/Y Off @

Pressing the X/Y Off key and then pressing the Go key disables the X and Y motors and allows the operator to move
the carriage by hand to any location on the table. Moving the carriage by hand allows you to perform several different
functions:

1. Manually focus anywhere on the table or on the optional Rotary Attachment. To manually focus anywhere on the
table, disable the axes by pressing the X/Y Off key, then the Go key. Move the carriage to the desired focus position.
Place the manual focus gauge on the carriage and press the Up or Down cursor keys on the keyboard to move the
table up or down until the focus gauge is just touching your work. Your focus is now set to the proper focus height.
After you have focused, press the Reset key to send the carriage back to its park position.

2. Accurately determine the X- and Y-axis location. When you disable the axes and move the carriage by hand, the
X- and Y-axis coordinates will be displayed on the LCD panel.

3. Create a new temporary Home Position. Using the Red Dot Pointer helps to locate the precise position where you
want your new Home Position to be located. Use the X/Y Off key in conjunction with the Set Home key to create a
temporary Home Position.

A Be careful to avoid touching the optics while moving the carriage!
Pointer .

The Pointer key is atoggle switch that turns the laser system’s Red Dot Pointer on and off. When the Red Dot Pointer is on, the
indicator lightdirectly tothe left of the pointer key will be illuminated. For more information visit “Red Dot Pointer” on page 86.

- 59 -



SECTION 6: FIBERMARK CONTROL PANEL

Data é

Display
This light will illuminate when data is being passed to the laser. This is a handy tool when you are checking to see if your
laser is connected to your computer.

Jobs @

Pressing the Jobs key displays the file name of the last job stored in memory. After pressing the Jobs key, pressing the Up
or Down arrows allows the operator to scroll through all of the saved jobs that are stored in the laser system’s on-board
memory.

You can loop continuously through all of the jobs stored in the laser system. Pressing the go key will start the job that is
displayed. The jobs are numbered, so if you send the same job more than once, you will still be able to distinguish it from
the other jobs with the same name.

Jobs stored in the laser system will be erased when it is turned off. Turning off the laser system also serves
to clear the laser system’s memory.

Config o

There are a number of factory settings that normally only need to be set once at the factory to calibrate the system. All of
the calibration settings can be accessed using the Config key. To access the settings menu, press the Config key, then use
the right arrow to scroll through the options.

1. X Home: Increasing this value moves X Home closer to the left ruler. Range: -600 to 0.

Y Home: Increasing this value moves the Y Home closer to the top ruler. Range: -600 to +200.

X R Home: Increasing this value moves the X Rotary Home closer to the left ruler. Range: -3000 to +600.
Y R Home: Increasing this value moves the Y Rotary Home closer to the top ruler. Range -1200 to +1200.
Laser Match: Establishes left to right vertical alignment of alternating raster lines. Range -20 to +20.

Sys Units: Choose between inches and millimeters.

N e o &~ N

Europe: If set to yes, European system regulations are implemented in the system.

Two-Key Configuration Menu Items

The Epilog Fibermark has several additional configuration settings that can be changed with two-key combinations on the
key pad. Press the two-key combination, then use the up or down arrows to change the settings. Press the Go key to save
the new setting.
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1. Auto Delete: Automatically deletes every job after it has finished running or if the job is stopped and reset. The
factory default is No. Press the Reset and Job keys simultaneously. Range: Yes or No.

2. Laser Pwr: Sets the system to match the wattage of the laser source. This is important because if it does not
match, the system will act erratically. Press the Reset and Power keys simultaneously. Range: 20, 30 or 50 watts.

Speed @

During an engraving job or when the laser is idle at Home Position, the speed of the job can be viewed on the control panel
by pressing the Speed key. In raster mode you can change the speed on the fly. Speed can only be changed on the fly in
raster mode. You cannot change the speed on the fly during vector marking.

\ A
e
@ N\ Sl 00:00:12 SP=100% W, &

€@ oaelle

Pressing the Speed key while engraving will change the display to show the speed setting of the job while it is running (see
image above). Pressing the Up or Down arrow key will increase or decrease the speed of the carriage. Normally you will
need to increase or decrease the speed by 10% or more before you start to notice a visible change in the speed.

Changing the speed on the fly is a useful way to experiment to get just the right speed setting for a material you are not
used to engraving. You cannot change the speed on the fly in vector mode.

Power @

During an engraving job or when the laser is idle at Home Position, the power of the job can be viewed on the control panel
by pressing the Power key. In raster mode you can change the power on the fly, but you cannot change the power on the
fly during vector marking.

Pressing the power key while engraving will change the display to show the power setting of the job while it is running.
Pressing the Up or Down arrow key will increase or decrease the power output of the laser in raster mode. Normally you
will need to increase or decrease the power by 10% or more to see a visible change in the laser’s speed.

You can also change the power from the laser system when it is in idle mode. To do this, press the Power key, then press
the Up or Down arrow keys to change the power. Press Go and job will run at the changed power setting.
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During an engraving job or when the laser is idle at Home Position, the laser frequency of the job can be viewed on the
control panel by pressing the Laser Freq key. In raster mode you can change the frequency on the fly, but you cannot
change the frequency on the fly during vector marking.

Display

Pressing the Frequency key while engraving will change the display to show the power setting of the job while it is
running. Pressing the Up or Down arrow key will increase or decrease the frequency output of the laser in raster mode.
Normally you will need to increase or decrease the frequency by 10% or more to see a visible change in the laser’s output.

You can also change the laser frequency from the laser system when it is in idle mode. To do this, press the Frequency
key, then press the Up or Down arrow keys to change the frequency. Press Go and job will run at the changed frequency
setting.

Focus e

Pressing the Focus key allows the operator to raise or lower the table by pressing the two sets of Up or Down arrow keys.
There are two sets of cursor keys that control the up and down movement of the table:

The double-triangle cursor keys control the coarse speed of the table and move the table up and down quickly in
large increments of .030” to .050” (0.75 mm to 1.2 mm).

The single-triangle cursor keys control the fine speed of the table and move the table up and down slowly in small
increments of .001” to .003” (0.02 mm to 0.07 mm).

If the table is too high, the carriage may collide with any material that is between the park position and focus
position. To prevent the carriage from colliding with your material you can do one of two things:

1. Press the Pause key first before pressing the Focus key. Pressing the Pause key immediately before pressing Focus
holds the carriage in its park position allowing you to lower the table with your material in place.

2. Remove your material, press the Focus key and use the Down arrow to lower the table.

To manually focus anywhere on the table see the description for the X/Y Off key and Set Home key for a full explanation of
this feature.

Z-Axis Position: When the Focus key is pressed, a numeric readout is displayed. Wherever the table is when
ﬁ the machine is initially powered on is the 00.000 (Z-axis) position. Once the table is moved, the readout will
display how far the table has moved up or down from this position. Once you move the table up or down to

the position you want, you can zero out the numeric display by pressing both double-triangle keys simultaneously. This
feature is very helpful when very precise focus is important.
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Job Storage: Temporary Memory

While there is no key for this, the laser has the capability to store multiple jobs in temporary memory. The machine will

store any and all jobs sent until there is no free temporary memory left. For all practical purposes, there is no limit to the
number of jobs you can send to the laser.

Note: Temporary jobs stored in the laser systems will be erased when the laser system is turned off. For
A permanent job saving, print the file to the Job Manager, where you can file the job for later retrieval along with

all settings you used in the past.
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First Test Job

When you have your laser and print driver installed, you are ready to start engraving! To get started quickly and run a
sample piece of material on your new laser, the following is a quick setup guide outlining the general steps for running a
first job. A detailed set of instructions for each step of the process follows this quick start guide:

1. Find a piece of scrap material to engrave. This might be a piece of anodized aluminum or other metal.
In your graphic program, create a new page that is the same size as the piece of material you will be engraving.

Turn on your laser and wait for a beep to note the machine is initialized.

> L™

Place your sample material on the table in the upper left corner. Make sure the table is low enough to accommodate
the material. If not low enough, press the Focus button, then the down arrow to lower the table before placing your
item on the table. Focus your material by placing the Focus Gauge on the lens assembly and raising the table by
pressing the up arrow until it is just touching the material.

5. Inyour graphic software, print the file. Select the laser as your printer.

6. Click Properties to see the Laser Dashboard. Set a resolution (300 or 600 DPI usually), set a page size to match
the page size of the file, and choose a speed and power setting under raster settings. See “FiberMark Suggested
Material Settings” on page 127 for suggested speeds and powers.

7. Click OK to exit the Laser Dashboard and click Print to print the page to your laser.
8. Turn on your exhaust fan or filtration unit.

9. Atthe laser, the job you sent over will be shown on the LCD display. Press the Go button to run the job. The job will
start running.

Artwork Setup

When setting up artwork for the laser, you can use most graphic software package of your choice, such as CorelDRAW
or Adobe lllustrator. There are three different modes of operation for the laser and the way you setup your artwork will
determine if you raster engrave, vector mark, or use combined mode.

L I I )

Raster Engraving e T

Raster engraving can best be described as very high
resolution dot matrix “printing” with a laser. Raster
engraving is used to create highly detailed graphic images.
The laser head scans back and forth, left to right, engraving
a series of dots one line at a time. As the laser head moves
down line by line, the dot pattern forms the image that °
wa prined from your computer: You can rastar nprevs TR
scanned images, text, clipart, photographs, bar codes or S
line drawings.

.—'1 T O
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Vector Marking

When you are vector marking, the laser is following a continuous path that follows the outline, or profile, of an image.
Vector marking is normally used to quickly mark materials. It can also be used for quick marking of characters and
geometric patterns. You can vector mark with the laser by setting objects and text to be unfilled and drawn with a 0.001”
(0.025 mm) outline. The thin outline will produce a vector mark.

This graphic shows a vector image made up of lines. You can tell it is a vector image because you can individually select
any of the lines and manipulate that part of the graphic.
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Note: If your raster artwork contains thin lines between .001” (.025 mm) and .007” (.177 mm) depending on
resolution, and you are using Vector or Combined mode, those thin lines will all vector mark. The most
common setup where this occurs is when you have a clipart image with hidden lines that you send to the laser
using Gombined mode. The artwork shown below is a good example of a piece of clipart as it appears on the screen (top)
and the hidden lines (bottom) that will vector mark if you are in Combined or Vector mode. If you only want to raster

engrave, make sure you select Raster mode in the Epilog Dashboard.

Clipart that looks like it is a raster
file is actually often made up of
small lines. If the lines are set too
thin, then they may vector mark as
well as engrave if you send to the
laser in combined mode.

O
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In CoreIDRAW you can view just the lines (bottom view) by clicking on the View button in the menu bar and selecting
Simple Wire Frame. The upper image is a complex piece of clipart. The lower image shows all of the hidden lines that are
in this piece of clipart. If this clipart image were run in Combined mode, it would first raster engrave most of the car then
vector mark any of the thin lines below .007” (.177 mm). You can also use the Preview function of the Epilog Job Manager
to view only vector lines. See “Previewing Your Job” on page 43.

Setting a Vector Marking Line

The laser determines which lines to engrave or vector mark based on the width (stroke) of each line. If you’re using
CorelDRAW, any line set to hairline width will vector mark. But in other software what width should you set a line to?
Different line weights will engrave and vector mark at different widths and resolutions.

The table below shows various line widths and which will vector mark at the different resolutions. To be safe, set all vector
lines to .004” (.101 mm) or less to make sure they will always vector mark.

Line Width 150 DPI 200 DPI 300 DPI 400 DPI 600 DPI 1200 DPI
.001” (.025 mm) Vector Vector Vector Vector Vector Vector
.002 (.058 mm) Vector Vector Vector Vector Vector Vector
.003 (.076 mm) Vector Vector Vector Vector Vector Vector
.004 (.101 mm) Vector Vector Vector Vector Vector Vector
.005 (.127 mm) Vector Vector Vector Raster Raster Raster
.006 (.152 mm) Vector Vector Vector Raster Raster Raster
.007 (.177 mm) Vector Vector Raster Raster Raster Raster

Where do | set the Vector Line Width?

Different software packages set the line width in _- B T =) 5 P —
different places. In CorelDRAW, you can find the = ¢ LI SfEiie !
. 1

Hem lamt g Bhph B ey Db Tk g

outline width in the top menu bar when a vector line - . .
is selected. In Adobe Illustrator it is called the stroke _ﬂ_]“ =0t [n—‘— I Ulﬂ @}
width and you can find this setting in the Stroke - IS LS R
Panel. o oo H o

| | pes & '
LT

If you can’t select a line to set the ' 1 L] \ ~ Ui
S o ..
width, it may be because it is part of - /N ;

i
I
1
T a
grouped object. Try to ungroup the ;
object, then select the line. You also can’t select an _
individual line if that line is part of a raster image. ' : 5
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Resolution

Print quality is commonly referred to as Resolution and is one of the variables that determine image quality. Resolution
is expressed in dots per inch (DPI) and is determined by the number of lines or dots that are engraved for every inch of
movement. Each horizontal line is referred to as a raster line. The higher the resolution setting, the finer the detail that
can be achieved. Keep in mind that engraving resolution is only one factor in determining image quality. The quality of the
artwork being sent to the laser can have a bigger influence on the look of the final product than the resolution. If low quality
artwork is being used, even the highest resolution will not improve it. Also keep in mind that image quality is subjective.
300 DPI may be just fine for some images and some customers, while 600 DPI is the absolute minimum for others.

The diagram below shows the concept of raster lines and dots-per-inch (DPI). The arrows show the change in direction of
the carriage between raster lines. The difference in dot density between 300 DPI and 600 DPI.

300 DPI 600 DPI

Resolution Settings:

75-200 DPI
These resolution values are typically used for non-production purposes where you want to experiment with image location,
or if you want to quickly produce a rough draft.

300 DPI
This resolution can be good for production work where image quality needs to be good but not great. Attempting to
produce fine detail with 300 DPI is not recommended.

400 DPI
This resolution value is ideal for many applications. It combines very good image quality with fast engraving times. Many
users like 400 DPI for all of their work.

600 DPI
When really fine detail or overall excellent results are required, most users choose 600 DPI.

1200 DPI

This resolution is used for projects that require the best engraving quality possible, or if engraving extremely small fonts.
Although it’s seldom used because, under normal circumstances, most people cannot visually discern the difference
between 1200 and 600 DPI. There are some users that appreciate this high level of quality and are willing to take twice as
long to produce an image at 1200 DPI as it would take them at 600 DPI.
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Helpful Hints

e There are four times as many dots engraved at 600 DPI as there are at 300 DPI. Twice as many horizontally and
twice as many vertically.

¢ The gap between the dots is very small at 600 DPI. At 300 DPI the lesser overlap is responsible for the jagged edges
that are visible when engraving at lower resolutions.

e |t’s important to remember that while resolution plays a part in producing good image quality, the artwork that is
sent to be engraved is just as important. If the artwork that is sent to the laser is poor quality, trying to engrave it at
600 DPI will not improve the quality. It’s always best to start with high resolution images. Poor artwork will probably
always look poor at any resolution, while good artwork will look good at any resolution.

¢ Twice as many dots and twice as many lines at 600 DPI produces a much deeper burn into materials like wood
than you would see engraving the same image at 300 DPI. This is important to understand because depth of burn
is closely associated with engraving resolution — the higher the resolution, the greater the depth of burn for a given
speed. The relationship between resolution, depth of engraving and Speed and Power setting is something that most
people figure out with just a little experience. “Appendix B: Material Settings” on page 127 helps to make this
easy to understand by providing different Speed and Power settings and suggested engraving resolutions for each
different material listed.

The photos below show a clipart image engraved at 300 DPI (top) and at 600 DPI (bottom). This clipart image is full of
different shades of gray and you can see that the dot spacing is spread out more on the 300 DPI than it is on the 600 DPI.
Just changing the resolution to 600 DPI produces so much dot overlap that the fill patterns tend to blend together. It's a
matter of personal preference as to which resolution looks better, but these photos show the dramatic difference resolution
can make, especially when engraving with grayscale images.

300 DPI
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Landscape or Portrait

You can engrave using either landscape or portrait modes. Depending on the artwork, you can increase your

efficiency and decrease the time it takes to engrave an image by changing the orientation of your file. Many
users set up their artwork in portrait mode and then rotate the artwork 90 degrees if they are going to print
from landscape mode.

This project setup shows the same job in portrait mode (left) and landscape mode (right). The landscape mode will
engrave quicker because there is less turnaround time as the laser makes longer passes across the engraving table. For
example, at 100% speed and 100% power in portrait mode this graphic will take 56 minutes, 56 seconds, while in
landscape mode it takes 38 minutes, 54 seconds, a 34% time savings.

Engraving Time: 56:56
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The drawings below show a job that works in the opposite way - the horizontal mode will take longer than the portrait
mode. You’ll notice in the portrait mode there are a number of white space lines that the laser can skip through, saving
engraving time. In the landscape mode there is not white space for the laser to recognize as it moves down the page, taking
the engraving time from 10:12 to 17:14. Experiment with the artwork that you use. It will quickly become second nature
which mode works best for different types of artwork.

Engraving Time: 10:12 Engraving Time: 17:14
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Piece and Page Size

Many users like to create their artwork on a page size that matches the size of the piece that is to be lasered. Compensating
for beveled edges or placing an image in an exact location is easy when there is a one-for-one relationship between the
material and the page size of the artwork. If this method works for you, remember that you must also set the Piece Size
dimensions in the Laser Dashboard to match the page size you have set in your graphics software.

On the other hand, many users do not want to change the Piece Size dimensions in the Dashboard every time they print
something new. They prefer to use a page size that matches the table size and place their artwork into the upper left corner
of the page. Both methods are effective and it is a matter of personal preference which method is used.

Place the material to be engraved on the engraving table in the upper left hand corner, pressing the material firmly against
the metal rulers along the top and left edges.

Most material does not need to be held or clamped in place. Simply setting it on the table and letting gravity hold it in place
is enough. If you are using a material that is likely to move during operation or is very thin, you can hold it in place using
the Epilog Integrated Vacuum Table. Simply place it on the table flush against the upper left hand rulers, then cover any
remaining holes in the metal table with scrap material or a jig. This will create a semi-suction and hold the piece of material
in place. The material can also be held with a variety of materials such as masking tape, clay, magnets, etc. Creating jigs
is also an excellent method of holding materials that are high volume, or high value.

-7 -
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Cleaning on a Regular Basis

The single most important thing you can do to keep your laser working as if it were new is to keep it clean. Five minutes
once a day will keep the residue and debris from building up and causing problems. There is almost no maintenance
required for you laser if you keep it clean!

Cleaning the Optics

About once a week, or if you notice dust building up, you will need to clean the optics (mirrors and lenses) of your laser.
If smoke, resin, or other contaminants are allowed to accumulate they will reduce the available laser power and may cause
damage to the optics.

The two optical components most likely to require cleaning are the focus lens and the mirror directly above it. The lens
and mirror are a single assembly and can be removed from the machine for cleaning, but it is generally not necessary. If
you need to remove the assembly for a more complete cleaning, remove the two 3/32” hex screws that hold the lens to
the carriage. .
) Mirror

To clean the optics, use a high-quality cotton swab
moistened with the optics cleaner supplied in the
accessory kit. Please read the label on the bottle carefully.

If you run out of the cleaner supplied by Epilog, Reagent
or laboratory grade Acetone can be substituted. Another
option is a 10 to 1 water to white vinegar mixture. This is
very good at removing finger prints and other minerals
which can be left behind on the optics. Also, if “Golden
Grain” or “Everclear” are available in your area these are
also good substitutes for the optical cleaning solution.

Focus Lens
O

iit Never use Alcohol or Hardware grade Acetone, they contain impurities which can damage the optics in your
machine.

Wet the swab thoroughly with the solvent, and then blot it against a piece of cotton so that it is no longer soaking-wet.
Then daub the optic gently, rotating the swab after each daub to expose clean cotton to the surface until the optic is free
of visible contamination. At that point, prepare a fresh swab and clean the surface with a gentle zigzag motion across it.
Avoid any hard “scrubbing” of the surface, especially while there are visible particles on it, and try not to use repetitive
circular motions. When you are done, be careful to remove any cotton threads that may have snagged on the mountings.
Allow the optics to dry before you operate your engraver.
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In addition to the focus lens and the mirror directly above it,
there is a mirror located on the left side of the laser system
that is mounted to the X-beam.

This mirror is very well protected and should not need regular

cleaning. It can be accessed with a cotton swab if it does need
cleaning.

Exhaust Cleaning

Secondary Mirror

Cleaning the Vents

Make sure the exhaust blower you are using receives proper maintenance. Periodically clean the exhaust blower and duct
system to remove built-up debris. If you detect odor while engraving, or if the smoke in the cabinet is visible in the area
off the lens carriage, inspect the exhaust system. Check for loose or broken hose connections or obstructions.

Clean the vents from the inside
of the machine. It is best to use
a flexible plastic or wire brush
that can access the inside of
the vent.

O

Periodically clean the exhaust plenum
at the back of the laser. To access the
plenum, remove the two small screws
to the left and right of the exhaust
port.

it
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Lubricate the X-axis Bearing Rail

After cleaning the rail, place about an inch long bead
of Epilog supplied grease into the top and bottom
grooves of the X-axis rail. The following photo shows
where to grease the bottom groove of the rail.

After applying the grease to both grooves, run the
X-carriage over the grease to work it into the bearing
block and rail. Turn the machine off to easily move
the X-carriage back and forth over the grease.

Cleaning and Lubricating the Bearing Rails

Clean the Right Side Y-Axis Rail

Clean the length of the right side Y-axis rail using a soft cotton cloth.
Lubrication is not required.

Clean the right side Y-axis
C rail with a soft cloth.

Clean the Left Side Y-Axis Rail

Clean the length of the left side Y-axis rail using a soft cotton cloth. ¢
Lubrication is not required.

After cleaning the rails and bearings, clean off the table and the rest of
the inside of the machine. Spending just a few minutes a week will pay
off in the long run with better quality and performance.

The left side Y-axis rail should also be wiped with a
soft cloth.

o,
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After cleaning the rails and bearings, clean off the table and the rest of the inside of the machine. Spending just a few
minutes a week will pay off in the long run with better quality and performance.

Cleaning the Optical Strip and Encoder

If you engrave a lot of material that generates
dust and debris, this can build up over
time and prevent the optical encoder from
working properly. Occasionally you may need
to clean the optical encoder strip and the
reader assembly. These are located under the
protective cover of the X-axis assembly. The
optical encoder provides precise positioning
for the X-carriage. If the encoder reader or
encoder strip gets dirty, the X-axis can lose
position. If the X-axis carriage loses position, =
it is just a matter of removing the X-beam’s protective cover and wiping off the optical encoder strip using a soft cotton
cloth or cotton swab soaked in water or a mild dish washing soap.

Optical Strip
O

To remove the X-beam cover, turn off the laser and loosen the two screws in front of the cover and five in the rear of the
cover. You do not need to remove the screws - they just need to be loosened to remove the cover. Lift the cover from the
beam to expose the optical encoder and the optical strip.

Viewing Window

Special care should be taken when cleaning the top viewing window in the lid of the FiberMark. Use only a soft cloth and
a mild glass cleaner to wipe off the window. Do not use paper towels or other coarse materials to clean the window. The
window is susceptible to scratching if not properly cleaned. Damage to the window from cleaning is not covered under
the warranty.

Laser Source

The laser source used in your system does have a maximum service life, and there is very little maintenance that is
required. At some point in the life of the laser you will need to replace it for electrical repair or mechanical repair. Replacing
the laser source is common practice and Epilog has made the process of changing tubes extremely easy for users to
perform with a minimum amount of effort. The laser source can be refurbished and are available on an exchange basis by
contacting Epilog technical support.
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Air Assist

The integrated Air-Curtain Air Assist consists of a perforated tube that is mounted to the X-beam. A continuous stream
of air is pumped into the tube and exits through the perforations. The perforations direct the air toward the work surface
at an angle that pushes the air down and toward the front of the machine. The Air Assist is designed to move engraving
debris or combustible gases generated from engraving away from the mechanical components of the machine. You should
always use the Air Assist any time the laser is in operation.

You can use clean, dry shop air or the Air Curtain Pump included with your FiberMark laser system. There is .25” (6 mm)
air receptacle at the back of the machine on the side where the light switch is located.

AIR
TUBE
HOLES

| iII:-

Air Assist Compressor

The Air Assist Pump attaches to the back of the FiberMark using a .25” (6 mm)
flexible hose. This is a standard accessory for the FiberMark .

Manual Focus

In order to engrave or vector mark a crisp, clean image, your material must be

the correct distance from the bottom of the focus lens. Setting the distance from the bottom of the focus lens to the top of
your material is the process of focusing, and is accomplished by placing your material on the table and moving the table
up or down. gy

The photo shows the “V” shaped manual focus gauge
that is used to determine the correct distance from
the focus lens to the top of your material. This gauge
is included in the Accessories Kit that comes th your
system. Place the manual focus gauge on the carriage
and place the object to be vector marked or engraved
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in the upper left corner of the machine. Press Focus on the keypad, then use the Up and Down Arrows to move the table
to the correct height. Once the focus position has been established, remove the gauge. Press the Reset key.

If your material has a taper or curve, pick an intermediate point between the highest and lowest points being engraved and
focus on that point. In general, the area of the material being engraved needs to be relatively flat. If the area being engraved
differs in height by more than about an .125” (3 mm), the image will begin to look “fuzzy” or out of focus.

When you press the Focus key, the laser carriage will move out and away from the edge of the table. To prevent the carriage
from moving out before focusing, press the Pause key first before pressing the Focus key. The laser carriage will remain
in the parked position, allowing you to use the Up and Down Arrows to move the table to the correct focus height.

left corner, you can do so by disabling the axes and moving the carriage by hand to the location where you

would like to focus. Press the X/Y Off key, then the Go key. This disables the X- and Y-axes and you can now
move the carriage by hand to any point on the table. Press the Up or Down cursor keys on the keyboard to move the table
to the proper focus height. After you have focused, press the Reset key to send the carriage back to its park position. This
process also works with the Rotary Attachment.

ij Manually Focus Anywhere on the Table: If you wish to focus at a point on the table other than in the upper
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Image Dithering

Dithering defines how the dot patterns will be engraved in raster images that contain grayscale graphics, blends, or color
images. The Dashboard offers six different dithering patterns to enhance your engraving projects. The default mode is
Standard. This mode can be used for all images including photographs. Dithering is used only for raster engraving and
has no effect on vector marked lines.

What is Dithering?

The best way to show dithering is to look at the exact same photo engraved in Standard mode and Stucki mode. Both
photos were engraved at 300 DPI. With the two different dithering patterns you achieve a very different result, with a more
structured pattern for the Standard mode, while the Stucki mode results in a more random pattern that looks more natural
and pleasing to the eye.

300 DPI Standard Mode 300 DPI Stucki Mode

Dithering is a great way to enhance your engraved products, but it is very material dependent. A dithering pattern that
looks good on marble might look very different when engraved on plastic. Give yourself some time to experiment with
the different dithering patterns. It’s easy to do and once you have a feel for it, you will be able to use it with confidence.

The drop-down list of dithering patterns is easier to think about if you separate the six options into two categories that we
will refer to as Clipart and Photograph:

Clipart Modes

e Standard: This mode is the default mode and will be used for most engraving jobs that include text and clipart at
600 DPI.

e Brighten: This lightens the clipart and decreases the number of dots in the engraving pattern.

¢ Low Res: Adds an artistic half-tone type look to the engraving which sometimes helps when engraving low-
resolution photos.
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Photograph Modes:

* Floyd-Steinberg: Produces an almost wave-like pattern to an image. This works well for some photos containing
a great deal of detail. Photos with more monotone swatches of color may not be as pleasing as Jarvis or Stucki
modes.

e Jarvis: Many users find this mode good for engraving photographs at 300 DPI. This mode produces a very nice
looking pattern on almost all photos.

 Stucki: This mode produces results that are only marginally different than the Jarvis dithering pattern. It is also very
good for engraving photographs at 300 DPI. The differences between Jarvis and Stucki are very subtle.

Experiment with the different dithering patterns to determine which effect is most pleasing. It is not mandatory that you
use the clipart modes with only clipart images or photograph modes with all photographs. Many users prefer one of the
photograph modes for many clipart images, and one of the clipart modes for photographs. The choice is entirely up to you
and will take some experimentation.

Color Mapping

The Golor Mapping feature is an advanced feature that allows you to set different raster and vector settings to different
colors within your artwork, and can be used in both raster and vector modes. The functions that can be controlled by color
are: Speed, Power, Frequency and Focus. While Color Mapping is a very powerful tool, most users use it for three main
reasons:

1. Using different colors to engrave at different speeds and powers within one document.
2. Using different colors to allow users the ability to sequence the order that objects will be marked.

3. Using color to define different levels of focus. Many objects need to be marked at different locations that are at
different relative heights. Color Mapping can be used to change the focus in a single job setup.

- 80 -



SECTION 9: SYSTEM FEATURES

.|
Color Mapping

Using Color Mapping

FiberMark 24 192.168.3.8 Properties

General Color Mapping Advanced

€) Enable Color Mapping

When this check box is selected, the laser will use the settings assigned to each color. For any colors that are in your
artwork, but not in the color mapping settings, the General settings will be used.

0 Adjust Settings

Use the slider bars to set any RGB color and create the laser parameters. Adjusting the settings does not actually change
the values until you have finalized the settings by selecting the Right Arrow button.

© color Map Summary

The Color Map Summary area is located on the right side of the window and offers a visual display of all of the color
mapped settings.

1. To use Color Mapping, start by enabling the Color Mapping section by clicking the check box in the upper left
corner of the screen.

2. Select a color in the Summary area. We selected the color Red.

3. Adjust the laser settings in the Settings area.
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4. Once the laser values have been adjusted, press the Modify button in the Settings area. The available buttons are:

Add a Color

Delete a Color  Move Color Up in List ~ Move Color Down in List

5. You'll see that in the Summary area, the new settings assigned to the color red are now displayed.

Color Mapping Functions

Speed: Applies a speed setting for all objects of the same color.
Power: Applies a power setting for all objects of the same color.
Freq: Applies a frequency setting for all objects of the same color.

Focus: Each increment of one will change the table height by .001” (.0254 mm). A minus sign in front of the number (-260
for example) will move the table up closer to the X-beam by 0.260” (6 mm).

Using Color Mapping for Multiple Settings

The most typical way that Color Mapping is used for the FiberMark <o, -
is when users want to produce a different metal etched look on two = :i  CiRe et s T
separate areas of a single piece of material using different speed, *

power and frequency settings. In this example we are etching a

luggage tag with three different types of marks - annealed, polished EPILOG LASER
and etched, and vector marked with an annealed mark as well. : FiberMark Laser System
We've set the four RGB colors in the file to match the four RGB colors  * Etch PouisH  Anneal
setup in the Laser Dashboard’s Color Mapping tab. The red is set to www.epiloglaser.com

etch into the metal, the green to create a white, polished mark, the _
blue to anneal the metal, and finally the yellow to vector mark an = ™=~
annealed mark. You MUST use an RGB color scheme in your artwork with the Color Mapping feature. CMYK values will
not translate.
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It’s best to use one of the six basic colors (red, green, blue, cyan, yellow, magenta) when color mapping, because the
values in Color Mapping must match exactly the colors that are used in your graphics package. The RGB color scheme
uses numbers to define all colors and the six basic colors have the following numerical definitions:

Color Red Color Value | Green Color Value Blue Color Value
Red 255 0 0

Green 0 255 0

Blue 0 0 255

Cyan 0 255 255
Yellow 255 255 0
Magenta 255 0 255

255 and 0 (255 is the highest number value and 0 is the lowest in the RGB color scheme). Because all graphics

i t A CMYK palette will not work! The six basic colors are easiest to use because they only use combinations of

packages use the six basic colors, this is easy to do. The Laser Dashboard loads the six primary colors as
presets for your convenience. Any color can be added or deleted to meet your needs. Once your vector outlines are set up
in your artwork, Select File/Print and go to the Color Mapping Tab in the Laser Dashboard.

6. Make sure Color Mapping is checked so we can set up our color mapping settings.

7. Inour example we want to laser etch first, so red must be the first color at the top of the list. If it is not at the top of
the list, use the Up and Down Arrows to move it into position.

frequency to etch the metal. When you have your settings as you’d like them, click the Modify button.

8. With the red color selected in the summary, we adjust the settings to 30% speed, 100% power, and 1 m

9. Repeat by selecting the Green color in the summary area, then adjusting the settings, then clicking the
Modify button, and continue through the four colors.

10. When you have the file ready, click OK and print it to the laser.
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Using Color Mapping to Adjust Object Order
Another popular use for color mapping is to adjust the order a series of objects engraved or vector marked. In this

example there are three columns of names we are engraving. If we engrave the left file in the image below, the laser
carriage will have to travel all the way across the table, covering a lot of empty space, to engrave the image.

If we adjust the colors in each bar, we can setup the color mapping to engrave first the red bar, then the green
bars in the center, and finally engrave the blue bar on the right side of the page. The engraving time drops from
39:09 to just 22:14 by using Color Mapping in the file setup.

Engraving Time: 39:09 Engraving Time: 22:14

=

Using Color Mapping to Adjust Focus

To engrave at multiple focal points on an object with several levels, the Color Mapping feature is very useful. In the
following example we want to mark on both Surface 1 and Surface 2 on the following part where Surface 1 is 0.250” (3
mm) higher than Surface 2.

We will set up our artwork so that we engrave the Model Number on Surface 1 and the Serial Number on Surface 2. For
this job, the only change we will make is to the Focus distance. Everything else will be the same. A glance at the Summary
section shows the Focus for the color red at 0 and the Focus for blue at -250. When you run the job, the red will engrave
on Surface 1 first and then the table will move up and engrave the blue text.

Surface 1

Surface 2
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We’ve setup the graphic with the model number in red and the serial number in blue. In the Color Mapping tab you can
see that we’ve set the blue to engrave at a focus point of -250. Since every increase of 10 moves the table further from the
laser by 0.001” (0.0254 mm), we are telling the table to raise .025” (0.635 mm).

Filmikaik 24 187 188.3 8 Propintis

[BOG0-4428TRXY FOFaa40 Soaed: 0 e -
Fomr e - e 0 ﬁ
o, e - e 1 ﬁ
o 0 —— - e 20 a

Additional Color Mapping Notes

* When color mapping is used, it always starts from the top color in the Map List and then descends through the
remaining colors.

e There’s one important distinction to recognize about how colors are raster engraved in standard engraving mode
vs. Golor Mapping mode. In standard engraving mode different colors are interpreted as different shades of gray

that will produce different fill patterns when engraved. In Raster Color Mapping mode all of the different colors are
engraved as if they have a black fill. There is no way for a color to produce both a fill pattern and be color mapped at

the same time.

Non-Mapped Colors

Non-mapped colors will be processed last and will be processed using the Speed and Power settings from the General
Tab. An example would be artwork that has black lines as well as the red and green we are mapping. The black lines will
be processed last at the speeds and powers that are set in the General Tab.
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Color Mapping in Combined Mode

Color Mapping in combined mode requires a little more planning than Raster-only or Vector-only modes.

1. Any object that is color mapped will be raster engraved first in the order the colors appear in the Summary section
of the tab. Any other raster objects that are not color mapped will then be raster engraved using the raster settings
found in the General Tab.

2. After all of the raster objects have all been engraved, the vector objects will be vectored in the order they appear in
the Summary section of the tab. Any other vector objects that are not color mapped will then be vectored using the
vector settings found in the General Tab.

For most jobs, Color Mapping is a powerful and easy tool to use and understand. Please keep in mind that because you
can control seven different variables and 17 different colors doesn’t mean that you should. With so many different settings
available in a single setup it has the potential to get overly complicated. Sometimes it’s easier to scale back on how many
colors a job should use.

Reset Home Position

To reset your Home Position, press the Set Home key and Reset key at the same time. Press the Go key and the carriage
will move back and to the left to its normal upper left corner park position.

Red Dot Pointer

The Red Dot Pointer is a visible laser beam that runs in the same line as the invisible fiber laser beam. The Red Dot Pointer
serves several purposes on the laser, and will become one of your favorite features of your laser system. It is activated
by pressing the Pointer button on the display panel. While the device employs the same technology as the familiar laser
pen-pointers, like them it is potentially hazardous if its beam is directed into the eye. When the Red Dot Pointer is tuned
on, do not place your head inside the engraving area as you may look into the beam.

Set a New Home Position

Use the Red Dot Pointer to set a new Home Position by pressing the X/Y Off button, then Go. Move the laser to the new
Home Position by hand and set a new Home Position by pressing the Go button.

Position Your Artwork

This is a popular use for the Red Dot Pointer and is one of the easiest ways to make sure each project you run
is going to engrave or vector mark in the correct position. Learn this easy task and use it!
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1. Foravisual representation of the engraving area on a project, create a box around your engraving area with a stroke
width of .001” (.025 mm).

2. Onthe General Tab, set a vector setting of 0% power. With the door of the laser raised so the laser won’t fire,
run the job. The Red Dot Pointer will outline the area where the job will run, so you can make sure that you have
the correct positioning before running any job. (Setting the power to 0% will also protect you in case you forget to
leave the door open).

3. Now you can reposition the artwork, or the piece you area engraving, so you have a perfectly placed engraving
project.

Movable Home Position

When engraving irregularly-shaped objects, Epilog’s Movable Home Position feature will quickly become one of your
favorites. You can simply set a new Home Position display panel on the FiberMark system.

Setting a new Home Position has never been quicker or easier. Let’s say you’re engraving on a custom key chain that won’t
quite fit in the upper left corner of the work area. By moving the key chain out into the center of the table and setting a new
Home Position at the upper left corner of the key chain, you can rest assured that your engraving will be placed accurately
on your engraving piece every time in a few easy steps.

1. Start by turning on the Red Dot Pointer at the Control Panel by pressing the Pointer button.
2. Press the X/Y Off button, then the Go button.

3. You can now move the laser carriage by hand. Using the Red Dot Pointer as a visual reference point, move the
carriage until you have positioned the pointer above your new Home Position.

4. Press the Set Home button.

5. Your new Home Position has been set. Once you are finished with your temporary Home Position and want to
restore the carriage to the upper left corner of the machine, press the Set Home key and Reset key at the same
time. Press the Go key and the carriage will move back and to the left to its normal upper left corner park position.
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Center Engraving

The Center Engraving feature allows you to define the center of your artwork as the primary reference point (Home
Position) of your engraving. The Center Engraving feature has been designed to be used in conjunction with the Set Home
feature of the laser. Center engraving differs from standard printing where the upper left corner of the page and the upper
left corner of the laser table define your primary reference point. To see where to set Center Engraving in the driver, see
“Center Engraving” on page 48.

* You can identify a Center Engraving job at the laser when you see an asterisk at the end of the job name.

* If you get a Position Error reading on the display screen, your artwork is going to go outside of your available work
space.

» There are four choices for Center Engraving: Center-Center, Left-Center, Top-Center and Page-Center.

'-Eeen{er%c—enter: ----’i}_teft-f?entﬂ%"' “"_‘T_,{)‘F‘,_:égﬁ_{é}j ----- ]
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Center-Center

When using Center-Center, the overall size of your work piece and the upper-left corner reference point are not important.
With Center-Center engraving the important starting points are the size of your artwork and the available space for it on
your work piece. With Center-Center you're interested in positioning the center of your artwork to a specific point on your
work piece, no matter where your work piece is on the laser table. When using Center-Center you can place your artwork
on almost any size of page and almost anywhere on that page.

The detailed examples on the next few pages show how easy it is to think differently about Center-Center jobs.

Example: A customer brings you a small electronic item to engrave, such as an iPhone. To {'._e ™\
quickly engrave the item without extensive measuring, follow these quick steps:
1. Measure the area you have available for engraving. For the iPhone we have about 2” x s

1.5” (51 x 38 mm) of engraving area. '

2. Inyour graphic software, create a new page. Page size is not important, so set the page
size to larger than the area you want to engrave. We have created a page 4” x 4” (101 x
101 mm). Place your image anywhere on the page and size it to fit in the 2” x 1.5” (51 x
38 mm) engraving area.

3. To ensure the graphic is correctly positioned, draw a vector box around your artwork with iPhone
a vector line stroke width (.001” or .025 mm). Print the box to the laser. G

4. Click the check box next to Genter Engraving in the General Tab of the driver.
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In the drop-down box, select Center-Center.
Set the page size to match the page size in the Laser Dashboard (4” x 4” or 101 x 101 mm).
Select Vector as your job type.

Set a Vector Power Setting of 0% and print the job to the laser.

© © N o o

Run the job with the laser door open (so the laser won’t fire). If the engraving area is lined up, delete the outline
you created and print the engraving job to the laser.

10. Once you are finished with your temporary Home Position and want to restore the carriage to the upper left corner
of the machine, press the Set Home key and Reset key at the same time. Press the Go key and the carriage will
move back and to the left to its normal upper left corner park position.

While Center-Center is the most common use for the Center Engraving features you can also use Center-Left and set a

Home Position that is the left portion of your engraving area. Center-Top is at the middle, top area of the area you want to
engrave. Depending on the object you are engraving, this may be easier to find than the center point of the engraving area.

sss

Center-Center Center-Left Center-Top

The red circle signifies the Home Position for each Center Engraving choice.

Page-Center

When you are engraving an unbalanced image (not equal left to right or top to bottom), you will want to use the Page-
Center feature. For this example, if we engrave the image with Center-Center settings, the graphic will not look centered
on the object because the actual center point is to the right of the point we want to center in the logo. To get around this,
we’ll use Page-Center.

Ronald Fitz
Private Eye

Ronald Fitz
Private Eye

Actual center point. Center point we want to use.
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1. Set the page size to the area you want to engrave. Unlike when we used Center-Center, page size is important
when using Page-Center.

2. Center your graphic on the page with the center point you want to use (the image on the right).

3. Inthe Laser Dashboard, check the box next to Center Engraving in the General Tab, then select Page-Center from
the drop-down box. Set the piece size to the size of the page you created.

4. Set the Home Position as the center of the object you are engraving using the steps in the previous example.

5. Run the job and you’ll have a perfectly centered image.

Integrated Vacuum Hold-Down Table

The unique design of your FiberMark system incorporates several valuable features into the engraving table. The exhaust
system is designed so that it evacuates from both the top and the bottom of the table, so as the exhaust pulls air through
the small holes in the table, it forms enough of a vacuum that it will flatten slightly warped sheet stock.

As long as the exhaust is operating and the table is no more than 1” (25.4 mm) below its highest point, the vacuum table
will work.

holes, you can use any material (including paper) to cover some of the exposed holes. Simply blocking most
of the vacuum holes will be enough to flatten most sheet stock as long as it is not too severely warped, bent
or too rigid. Magnets can be used to hold oddly shaped items in place if needed.

f If you have a piece of sheet stock that does not flatten out because it is not covering enough of the vacuum

Top-Access Door

The green viewing window in the top-access door is an acrylic sheet that
is specifically designed to block infrared light between 830 nm and 1700
nm (the FiberMark laser produces a wavelength of 1062 nm).

Fold-Down Front Loading Door

The FiberMark system has an interlocked front door that folds down and
allows access to the front of the system. This fold-down door makes
inserting and removing parts and pallets quick and easy and is much
easier than loading pallets through the top window.

i'j ¢ Do not attempt to defeat the door interlocks.
¢ Do not operate the machine with the door open.

- 90 -




( SECTION 9: SYSTEM FEATURES J

Internal LED Lighting

Internal LED Lighting

The inside of the cabinet is equipped with a viewing light
that enhances your ability to see inside the machine when
the top access window is closed. The switch for the lights is
located on the top of the machine at the back right corner.
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Rim-Drive Rotary Attachment

The optional Rim-Drive Rotary Attachment allows you to mark and engrave on cylindrical objects.

Rotary Attachment Installation

1. Lower the engraving table to its lowest point.

2. Turn off the power to the laser.

Remember to turn off the power to the engraver. It's important that the laser system is turned off before
installing (or removing) the Rotary Attachment!

3. Insert the Rotary Attachment into the offset locating holes.
There are three pins in the bottom of the Rotary Attachment
that mate to three holes in the table. It is important to place the
Rotary in the offset locating holes so the Home Position is
properly maintained. Two of the holes are shown in the photo.

4. With the machine off, insert the connector from the Rotary
Attachment to the mating connector on the inside of the
cabinet.

9. Turn the power on. The FiberMark will recognize that the
Rotary Attachment is installed and changes its Home Position
to a point directly above the center point of the drive wheels on
the attachment.
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Placing Your Item in the Rotary Attachment

The wheels on the left are the drive wheels which spin the cylinder. The wheels on the right are for support. The right-side
wheels are mounted on a scissor jack so they can be raised or lowered to level the top surface of your cylinder with the
X-beam. The scissor jack can be moved left and right to accommodate cylinders of different lengths.

In most cases you will want to load your cylinder with the larger diameter on the left (drive wheel side). The scissor jack
is used to elevate the right side of your cylinder so that the top surface is horizontal. Load your cylinder onto the Rotary
Attachment so that it is just touching the black bumper. Using the clamp to hold the cylinder in place is optional. Some
oddly shaped parts rotate better if they are clamped to the drive wheels, but most mugs and other cylindrical objects do
not require clamping.

Set your item so that it is close to this
bumper but not touching the rubber.

Use the scissor jack to raise the right side of the cylinder so that the engraving surface is horizontal. The photo below
shows the same flashlight at a severe angle to horizontal. If your cylinder is not horizontal to the X-beam, the laser will
lose focus as the carriage head moves across the flashlight. This causes the engraving quality on the right hand side to
suffer dramatically.

To ensure the area you want to engrave is flat, try placing a small level on the cylinder to double check the levelness of the
area you are going to be engraving.

Incorrect Setup: The flashlight is not horizontal. Raise the Correct Setup: The flashlight is horizontal to the X-beam
right side of the flashlight by turning the jack screw.
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Setting Focus with the Rotary Attachment

To manually focus your item, place your cylinder on
the Rotary Attachment, place the focus gauge on the
lens carriage and press the Focus button. Use the Up
and Down Arrows to move the table to the correct focal
distance.

If you want to move the focus gauge to a different area of
the cylinder, press the X/Y Off button, then the Go button
to move the laser carriage to the point where you want
to focus the laser, then press the Focus button and use
the Up and Down Arrows to bring the table to the correct
height. Press the Reset button to move the laser back to
the Home Position.

Removing the Drive Wheel

The drive wheels are each two-piece assemblies when fully assembled.
Removing the front part of the drive wheel enables users to accommodate
a wide variety of mugs with handles. Not all mugs with handles require
the front drive wheels to be removed, but for certain types of mugs
removing the front wheels adds flexibility to the Rotary Attachment.

Loosen the two thumb screws on each
wheel to remove them.
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Artwork Layout

Because the Rotary Attachment automatically compensates for the diameter of the cylinder, artwork setup is relatively
easy. The most important thing to remember when working with the rotary is that your artwork needs to be rotated 90
degrees to the way it would normally be setup for flat work. There are several visual tools later in this procedure that will
help make artwork setup easy.

1. Set the width of your page (in the X direction) to the length of

the cylinder you are engraving. For this flashlight the width of
the page is 11”7 (279 mm). g

2. Set the height of your page (in the Y direction) to the
circumference of the cylinder you are engraving in the area
where you will be etching. Use a flexible tape measurer to find
the circumference of the cylinder at its largest diameter. For this
flashlight, the height of the page is 6” (152 mm).

3. Place your artwork close to the top edge of the page. When the
job starts, the first part of the process is for the cylinder to rotate
through any white space that is between the top of your page and the top of your artwork. Once it has rotated
through the white space it will begin to laser your artwork. It is useful to visualize the orientation of the cylinder
when it is being engraved, as is show in the screen shot on the right. We want to have the logo start engraving half
way at 4” (100 mm) down the shaft of the flashlight, so we’ve positioned the logo at 4” in on the page.
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Stretching or Shrinking Your Artwork for Objects with Multiple
Circumferences

These instructions show you how to shrink or expand your artwork to accommodate a cylinder where the area being
engraved is a different circumference than the circumference at the drive wheels. The Rotary Attachment works with
the assumption that the cylinder is the same circumference from end to end and that your artwork doesn’t need to be
stretched. But some cylinders have a big difference in circumference from the middle to the end that affects how the
engraved image looks. It is sometimes necessary to stretch or shrink your artwork so it looks proportional on uniquely-
shaped items.

This part has a circumference of 4” (100 mm) at the ends and a circumference of 3.2” (81 mm) in the middle where we
want to engrave. Most artwork will look acceptable on this part without stretching or shrinking, but because the middle of
the part is a smaller diameter than the ends, some artwork will look compressed (more as an oval than a circle), so we’ll
want to adjust the artwork before engraving.

To determine how much to adjust your artwork, we’ll need to do a simple calculation that tells us the percentage of stretch
or shrinkage we need to perform. You can use either the diameter or the circumference to make the calculation; just don’t

mix the two. Middle Section

Diameter = 4.2” (106.7mm)

Determining whether you use diameter or circumference is a matter of which one is easier to T

. . . rive eel olde
measure. If you want to measure circumference, use a flexible ruler and wrap it around the part. Diameter = 3" (76.2 mm)
To calculate circumference, measure the diameter and multiply by Pi (3.1416): '

Circumference = Diameter x 3.1416.

For objects with a larger middle section:

oo

Shrink the artwork by dividing the drive wheel side diameter by the middle diameter and multiply [ conrov's A
by 100 to calculate the percentage of adjustment. For our example the calculation is: FLOWERS

i =.715x100 = 71.5%
427

Drive Wheel Side
Diameter = 3.5” (89 mm)

Because our calculation percentage is less than 100, we need to shrink the artwork to 71.5% of its Middle Section
original size. Adjust the size of your artwork in one axis only. 27 (685 mm)

r 1|
For objects with a smaller middle section:
Expand the artwork by dividing the drive wheel side diameter by the middle diameter and multiply
by 100 to calculate the percentage of adjustment. For our example the calculation is: Qg Z“

35 1296100 = 129.6% =3

2.7 FLOWERS \

Because our calculation percentage is greater than 100, we need to expand the artwork to 129.6%
of its original size. Adjust the size of your artwork in one axis only.
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Other considerations:

In these two examples you’ll notice that the “middle” varies depending on where you measure. Because of this, you'll never
be able to get every piece of artwork perfectly sized. Depending on how much room the artwork takes up, you may want
to experiment with the expansion or shrinkage of your artwork to fit your particular shape.

Rotary Removal

1. Turn off the power before removing the Rotary Attachment.
2. Unplug and remove the Rotary Attachment.

3. Turn on the machine and the Home Position will return to the Home Position.

- 08 -



SECTION 10: OPTIONAL FEATURES

.|
3-Jaw Chuck Rotary Attachment

3-Jaw Chuck Rotary Attachment

The 3-Jaw Chuck style rotary is an extremely versatile tool for marking and engraving cylindrical objects. It comes with a
variety of interchangeable components that make it easy to hold different sized and shaped cylinders. There are two basic
setups:

1. 3-Jaw Chuck

2. Fixture plates

This photo shows the 3-Jaw Chuck style Rotary Attachment with the
large fixture plates installed.

Fixture Plates and Additional Components

The following fixture plates and additional components are included with all 3-Jaw Chuck Rotary Attachments:
1. Small fixture plates (2 each)

Large fixture plates (2 each)
Idle-side centering fixture (1 each)
Plate spindle (1 each)

Plate fixture thumb screws (2 each)

o o A W N

3-Jaw tightening pins (2 each)
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1. Lower the engraving table to its lowest point.

2. Turn off power to the FiberMark.

Important! It is important that you power down the
machine before inserting the rotary connector at the table.
The FiberMark laser system will not recognize the Rotary
Attachment until the system is rebooted and you could
damage the electronics if the rotary is installed while the
laser system is powered on.

3. With the FiberMark powered off, place the pins on
the bottom of the 3-Jaw Chuck Rotary Attachment in
the three offset holes in the table.

4. Insert the connector into the mating connector on
the inside of the cabinet.
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5. Once the Rotary Attachment is plugged in you can
power on the system.

6. When the FiberMark powers on with the Rotary
Attachment installed, the carriage moves to the
Rotary Home Position, which is directly above the
3-Jaw Chuck.

Set the Rotary Numeric Display
Units (First Time Use Only)

With the laser system turned on,
you will see numbers displayed on
the Rotary Attachment’s display
panel. The numeric display is used
to set the diameter of the cylinder
you are engraving.

The display can show number is
either inches or mm. The only indicator is if there is a
decimal point showing on the display. A decimal indicates
that the display is showing millimeters. To toggle between
inches and millimeters, press and hold the Lock/Unlock
key for several seconds until you see the display change.
Once the display is set to the units you want, the Rotary
Attachment will default to those units every time it is
powered on.

In the above example there is no decimal, so the
measurementis ininches and 1220 is equivalentto 1.220”.
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3-Jaw Chuck Rotary Attachment Setup

1. Measure your Cylinder: The cylinder diameter will be used in the print driver.

2. Enter the Diameter: The numeric display on the Rotary Attachment is used to
set the diameter of the cylinder you are engraving. Pressing any of the cursor
keys will increase or decrease the diameter settings. The single triangles will
increment in small units, and the double-triangles in larger units.

l'u {

3. Adjust the Rotary for Cylinder Length: Depress the blue anodized idle-side
handle to move the support mechanism left or right to accommodate
different length cylinders. There are photos later in this section that show the
different configurations available for the Y-Axis idle side support.

4. Clamp your Cylinder: insert your cylinder into the 3-Jaw Chuck and
tighten the chuck so the cylinder is held firmly in place.

You will need to use the two tightening pins that are provided with
the chuck in order to clamp the cylinder tightly into place.

Cylinders can be held from the outside diameter or the inside diameter.
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The chuck jaws can be flipped from Standard mode to Wide mode (180 degrees) to accommodate larger radius cylinders.

Notice that there is a stamped number on each side of each jaw and next to each slot. For wide-radius turning, simply
remove jaws 1 and 3, flip them, and then insert jaw 1 into slot 3 and jaw 3 into slot 1. Remove jaw 2, flip it and return it to
slot 2. The jaws do not need to be inserted all the way just yet. You will need to rotate the cam to capture the jaws in
ascending order (1,2,3). Rotate the cam so that it catches jaw 1 first, then jaw 2, then jaw 3.

Slot

1%
/N VA
O — Jaw
. = o || ———0
A \ 7/ | Tuwe
\\'
Standard Wide

Pay particular attention to aligning the numbers as shown on the diagram when flipping the jaws! Failure to align the
correct jaw in the correct slot will result in uneven spacing of the jaws when they are tightened.

3-Jaw Chuck Diameter Capacities

The 3-Jaw Chuck allows four different ways to hold your object based on cylinder diameter and whether you are holding
it from the inside or outside diameter.

Jaws in Standard Mode Jaws in Wide Mode
Piece Held From Inside Diameter 0.875"t0 3” (22.2 t0 76.2 mm) 2.12510 3.125” (54 t0 79.4 mm)
Piece Held From Qutside Diameter [ 0.040” to 1.25” (2.54t0 31.7 mm) |17 t0 3" (25.4 t0 76.2 mm)

Vector Speed Limitations based on Cylinder Diameter

Important! There are speed limitations in Vector mode based on cylinder diameter. Speed should be set between 40 and
80% and your power setting will need to be adjusted according to the speed.

The 3-Jaw Chuck Rotary was designed to rotate cylinders that range in size from 0.040” (12.7 mm) to approximately 3”

(76.2 mm) in diameter. However, from a practical point-of-view, it is difficult to produce a legible mark on cylinders that
are smaller than .080” (2 mm).
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3-Jaw Chuck Focus

With your cylinder in place on the Rotary Attachment,
place the focus gage on the lens carriage and press the
Focus button on the FIberMark Control Panel. Press the Up
and Down Arrows to raise or lower the table.

When you are finished focusing press the Reset button
on the Control Panel. The lens carriage will go back to its
standard Rotary Home Position. You are now ready to start
the job.

The 3-Jaw Chuck can be used with the standard 3” lens, or the optional 1.5” lens can be used to accommodate larger
diameter pieces.

Artwork Layout

There are two different methods used for artwork layout with the 3-Jaw Chuck, and each is based on cylinder size:

1. Method 1: 0.5” - 3.0” (12.7 to 76.2 mm) in Diameter Artwork Setup
2. Method 2: 0.5” or Smaller in Diameter Artwork Setup

Method 1: 0.5” - 3.0” (12.7 to 76.2 mm) in Diameter Artwork Setup

Set up a custom page size in your engraving software that will accommodate the length and circumference of your cylinder.
To set up your page, measure the length of the cylinder you are engraving. Use this as the minimum size of the horizontal
dimension of your page. Measure the diameter of the cylinder and multiply this number by Pi (3.1416) to determine the
circumference of the cylinder. Use the circumference as the minimum size of the vertical dimension of your page.

The actual size of the page is not overly important. If you have a cylinder that’s
o i C i1 5.237(133.8 mm) long with a circumference of 2.3” (56.7 mm), use a page
% that’s slightly larger, say, 6” x 3” (152 x 76 mm).

This image shows a page size of 6” x 3” (152 x 76 mm). The gray inner
rectangle represents the cylinder that is 5.23” x 2.3” (133.8 x 56.7 mm). Insure
your artwork fits within the cylinder size.

P NFEERL S
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It's important that you set up your artwork so the top of the artwork is as s
close to the top of the page as you can comfortably place it. I

Any white space between the top of the page and your artwork is considered - Measure to the nearest radian
part of the print job and your cylinder will rotate that amount until it reaches *.

the first point of engraving. ;

Once your artwork is set up, you can print and run your job.

I|I'IIII'I|I|‘I'M

Method 2: 0.5” or Smaller in Diameter Artwork Setup

Processing small diameter cylinders involves two significant changes from Method 1:
* Inputting the circumference instead of the diameter of the cylinder onto the rotary keypad.

 Stretching the artwork in your graphics package in the vertical dimension only.

For our example we’re going to use the same type of image as we did earlier in these instructions that will engrave all the
way around a cylindrical rod. We're going to use a 0.250” (6.35 mm) rod in this example.

The number we need to input on the Rotary Attachment’s keypad is the circumference
(not the diameter) of the cylinder. The formula for calculating circumference is D x
Pi, where D is the cylinder diameter and Pi is 3.1416. For our example multiply 0.250
x 3.1416 = .785 (19.94 mm). Enter 0.785 inches (or its nearest equivalent) into the
rotary keypad (remember, the decimal point does not appear when the rotary display
is in inches so we have to use 0785. For millimeters we would insert 19.94.

Setup the artwork using the circumference of the cylinder as your vertical dimension. oy
Once you have set up your artwork you will need to stretch the artwork. Measure the .

vertical dimension of your image and multiply that dimension by Pi (3.1416). In this

situation we have measured .785” for the circumference of the rod. Because we are

engraving around the entire circumference of the rod, the vertical high of our artwork

before stretching will also be .785”.

Multiply .785 x 3.1416 = 2.466. Stretch your artwork so that it has a vertical dimension of 2.466” (62.63 mm). You will also
need to increase the page size in the vertical dimension to accommodate this larger stretched image.

You're now ready to print to the laser. Set your speed and power as you normally would and print to the laser.
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Rotary Removal

1. Turn off power to the laser.
2. Open the door.

3. Depress the release tabs on the connector and
unplug the connector.

Using the Fixture Plates and
Additional Rotary Components

The 3-Jaw Chuck Rotary comes with additional
attachments that make it easy to hold different sized
and shaped cylinders. The photos below show different
configurations that can be used to hold a wide variety of
cylinders. The components can be mixed and matched.
There is no single, correct method of holding a cylinder.

Attaching the Fixture Plate to the
Chuck

Secure a large or small fixture plate to the spindle using
one of the plate thumb screws.

.|
3-Jaw Chuck Rotary Attachment

. The fixture plate will look like the photo when the spindle

is assembled.

Slide the spindle into the chuck. Make sure the spindle is

fully inserted into the chuck, then secure it using the

chuck tightening pins.

Be sure to check that your Home Position is where you
need it once the fixture plate has been installed.

Attaching the Idle-Side Centering

Fixture

The idle-side centering fixture is used to hold small

diameter cylinders in place. It can be removed if the fixture
plates are required for larger diameter cylinders. Remove
or install it using the supplied hex wrench.
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Attaching the Idle-Side Fixture
Plates

The fixture plates can be used on both the chuck side of
the rotary as well as the idle-side. Attach the plate by
placing it on the idle-side spindle and securing with a
thumb screw.

The splines on all the fixture plates can be reversed to
accommodate parts using the inside diameter (ID) or
outside diameter (OD). To reverse the spline orientation,
pull the spring-loaded splines away from the plate and
rotate them 180 degrees.

This photo shows the small idle-side plate fixture. The
small plate fixture can accommodate sizes up to 1”7 in
diameter.

2 R _

- 106 -

. ______________________________________________|
3-Jaw Chuck Rotary Attachment

~ Different Configurations for
~ Fixturing Cylinders
This photo shows a typical example of a part that might be

used with the 3-Jaw Chuck on the left side and the small
- idle-side plate fixture on the right.

This configuration is used when the cylinder diameter on
the right side is too large for the centering fixture.

. This photo shows a typical example of a larger part that
- requires a fixture plate on both the left and the right sides.
- Notice that the left side fixture plate is held in place with
. the 3-Jaw Chuck.

- This photo shows the standard 3-Jaw Chuck on the left
- side and the idle-side centering fixture on the right. The
- idle-side centering fixture can accommodate sizes up to 1”
- in diameter.
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.|
Optional Lenses

The centering fixture is used to support small diameter parts that sag when held in place using only the 3-Jaw Chuck.

Some parts do not need the idle-side centering fixture for support and can be held using only the 3-Jaw Chuck.

Optional Lenses

Epilog offers three optional lenses for the FiberMark system: 1.5” (38 mm), 5” (127 mm), and 8” (203 mm) lenses.

The 1.5 inch lens is intended for use with larger diameter objects on the rotary device, or with taller (longer Z dimension)
objects. By using the 1.5 inch lens, the maximum diameter that can be marked with the rotary attachment is 4.25 inches
(108 mm). The maximum material thickness (Z-height) of a flat object (not using the rotary attachment) is 6.75 inches
(172 mm).

The 5.0 inch lens is being offered for those products that have a slight curvature or marking area that is not perfectly flat.
The 5.0 inch lens produces a slightly longer depth of field which will provide for a more consistent mark over a non-flat
surface. The 5.0 inch lens cannot be used with the Rotary Attachment.

The 8.0 inch lens offers the greatest depth of field for the FiberMark and provides consistent engraving and marking on
the most curved surfaces. It is excellent for engraving on the inside or bottom surface of an item, such as a bowl, box or
tooling, up to 8” tall.

Remove the two screws that hold the lens
assembly to the mounting block.

O
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How to Upgrade Your
Firmware

Your laser system is capable of having its operational
firmware upgraded. The firmware is the command
software in your laser system that controls how your
laser system operates. A firmware upgrade reprograms
your laser system to take advantage of new capabilities
or enhancements to the system. To accomplish the
reprogramming, you just print a special file to your laser
system. The process is explained below.

Upgrading your laser is a two-step process:

1. Download the new firmware to your computer and
unzip it.

2. Transfer the new firmware from your computer to
your laser.

Installing New Firmware onto Your

Computer

Start by checking your current firmware version by
powering on the laser. The current version is displayed on
the LCD panel, and will read Version 1_0_X_X.

Downloading: From the Epilog web site download the new

firmware under Support + Service > Driver and Firmware
Downloads and save the zip file.

You can also join our Driver Notification mailing
list on the download page to be automatically
notified when new versions of firmware or the

driver become available.

How to Upgrade Your Firmware

Whenyou download the firmware it comes as a compressed
file in the following format: 1.0.X.X.zip. The X’s designate
the actual version of the firmware. Once downloaded,
unzip the file by double-clicking the file. It will open your
unzip program.

G BB B v 180 wal

Find the Unzip To or Extract To selection, and unzip the
file to your computer. You will need to pay attention to the
folder it is extracted:

Important! Keep track of the folder where you
saved the extracted .hex file. You will need to

access this file again in the next step.

Transferring New Firmware from
Your Computer to Your Laser

Create a simple drawing in your graphics package. For
this example, we’ve typed in the text Firmware Upgrade.

Firmware Upgrade v

» i
5 -
‘
4
il -
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The next step is to Print, select your laser in the printer

drop-down box and click Preferences (or Properties).

Garars | ok | Comporne | tayen | imeprems [ o e
Drestinsten

. Firmware Upgrade

CHEHE

Pt g

Go to the Advanced tab, check the Update Firmware
box and then click on the Load key.

Fister Type

EPILOG|

Update Farware
1 [] Lipdaie Frmnard & »

Fle: Ma File

Go to the folder that contains the extracted file, select
the .hex file and click on Open:

Epilog Fusion 3.3 Propadias

Fastt TI08 | o0 Fisrmware Hex File.

Basic

g | leokimc| || P ~| @ ¥ = @

i Mame g Dute meddind Type ™
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cnpsers] L Fieoh2-102 L hex GUIBTIIAM  HEXFde 673 KB
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Fles of type: | Epdog Frameore Hex Fles (hex)
[J0pan a2 rwac-only
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The .hex will show in the Update Firmware File box.
Click OK.

Epilog Engrovees Wini?Z Properies

Flatind Ty Larsrasge
o— i
Film oty Hesohtion Pece
(="t
Starre 5
MESE tendder (0501
A ..
EPILOG
Updare Femmate
7] Update Frmmasn - 2
o v ) ——

Click Print.

ol |uayour | Secaratio | Pespress | oo | e o s |
Firmware Upgrade

At this point, the .hex file will begin transferring to your
laser. The laser knows that it is being upgraded and the
graphic that you created will not print, nor will it show
up as a Job. Instead, the cursor keys will light up. When
the upgrade is complete, the display will read Reboot!

/N

After you have rebooted your laser, the process is
complete and you will see the new version number of
firmware on your LCD as the laser powers up.

The programing process takes a few
minutes to complete. Do not disturb the
laser during the upgrade process!

Depending on the type of upgrade you may be
requested to reboot more than once. Close your
software page and you are ready for your next job!




SECTION 12: PRINTING FROM AUTOCAD

How to Print from AutoCAD
to the Laser

AutoCAD is a very powerful software tool that is
often used in conjunction with the laser for vector
applications. Like any tool, understanding how it works
and its limitations are helpful in getting the most out
of it. Below are general instructions for printing from
AutoCAD. AutoCAD versions 14 to the present are
mostly compatible with Epilog systems. Each version of
AutoCAD uses slightly different printing conventions that
may or may not affect the way you print from AutoCAD
and each different version may produce different output
from the laser.

Printing/Plotting

Sending jobs from AutoCAD is heavily dependent on
the print settings in the AutoCAD Print/Plot window.
Since there are so many different settings that AutoCAD
requires, it is important that you double-check all of the
settings that are critical to success. Previewing your
image before sending it to the laser is very helpful in
preventing print problems.

AutoCAD is capable of producing extremely complicated
drawings with many layers, colors, etc. Since there
is no limit to the level of complexity that an AutoCAD
drawing can achieve, users should keep in mind that
the laser is a 2D marking machine that usually marks
a single piece of material in any given job. While your
laser system is capable of handling complex drawings,
users may find that eliminating extraneous detail before
“Printing/Plotting” may make their laser equipment
more productive.

Color Mapping

Creating objects of different colors in AutoCAD allows
the user to take advantage of the Vector Color Mapping
capabilities of the Epilog Dashboard print driver. Color
mapping assigns different Speed and Power settings to

How to Print from AutoCAD to the Laser

an object based on its color allowing you to both engrave
and mark in a single setup. For a detailed description of
how Color Mapping works, refer to “Color Mapping” on
page 80.

Model Space, Paper Space, and
Precise Location

AutoCAD was designed to print to paper plotters and some
of the assumptions (especially Scaling and Margins) that

AutoCAD makes when printing can cause frustration for
laser users that are used to being able to send a job to

the laser and have its precise location be very predictable.

Printing from either Paper Space or Model Space will
work. Be aware that the scaling and margin assumptions
made by AutoCAD can affect both the size and location of
the work.

Helpful Hints

When printing from AutoCAD you need to set up your
AutoCAD page so that it is square. This prevents the
objects from rotating 90 degrees when you print them.
The page in the example below is set to 24” x 24” (610 x
610 mm).

Place all of your objects in the upper portion of the
AutoCAD page (see illustration below). If you are printing
to a bed size of 24” x 12”7 (610 x 305 mm) and you have
a24” x 24” (610 x 610) page, the objects in the lower 12”
(305 mm) will not be processed.

»PR- 880
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How to Print from AutoCAD to the Laser

Set the Piece Size to match your AutoCAD page
size. Setting your AutoCAD page and the . Other useful settings in the AutoCAD print window are:

Dashboard print driver settings to a square
configuration (36" x 36", for instance) is necessary to :
overcome AutoCAD’s tendency to rotate your artwork 90 =«  Set Plot area to Limits.
degrees. :

» Set the page orientation to Portrait.

e Scale setto 1:1.

* Pen Sizes .001 inch (0.0254 mm).

Epilog Engraver WiniZ Propesius
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_| Plol device: ’ﬂ.ﬂ..a").lszmaammu.uipﬂ . @ Pograst |ﬂ
! e Custom Size ¥ Oladwaps
Frintabls wea 23752 2375 nches @ nches O [ Pt upeidecdoen
Plot area Piot scale Shaded viewpart options
folreT] [1:1 > Shadepict | AsDirplayed |
fol [ woher = (1 lus Duably Homal v
In the AutoCAD print window, set the pen colors that you Ofer — —
are using to .001” (.0254 mm). iy Dl
' s - s
The AutoCAD default for all pens is .010 and a line weight .
[ FutFreven.. | [ Eatia P | ok _J[ Coes J[ B |

this large disables vector marking. If the line weight is not
changed to .001 inch, vector marking will not be possible.

[ PIot Style Table Editor - acit.cth

| General | Table View| Fom View
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~| Color: | 07 Use obiect coler |
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‘ Ellshle [ UseotietWape v |
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When the laser receives a job where the line weights are
too large, the laser system will just beep when you attempt
to run the job.
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Fiber Laser Materials/Techniques

Fiber Laser Materials/Techniques

The fiber laser can etch and mark a wide variety of metals and plastics. Below are a few techniques for creating different
marks including annealing, polishing and etching into metals, as well as information on plastic marking with the fiber laser.

Metal Annealing

Annealing can be done on most metals that contain high levels of carbon and metal oxides. These are generally, but
not limited to, steel alloys, iron, titanium, cobalt, molybdenum, and chrome-plated iron/steel. To anneal, you must
use a slow rate of speed to heat and change the surface color of the material, but a higher wattage Fiber laser will
help reduce the cycle times.

To change the surface color without penetrating the metal, the laser beam’s focal point is crucial in achieving a dark mark.
An annealed mark is accomplished with the focal point up (closer to) .070” to .110” (1.778 to 2.794 mm) or down (further
away) -.060” to -.090” (-1.524 to -2.286 mm) from zero. Adjusting the speed, focus and frequency setting will vary the
contrast of mark generally resulting in shades of blue, purple and black.

The frequency is the amount of laser power per pulse. The lower the frequency, the more burst of power is being applied.
Because we’re intentionally applying a broader beam of laser light to achieve an annealed mark, frequency is almost always
set in the lower 1-5% range.

For best results, print at 600 DPI. 1200 DPI should be considered for metals that are more difficult to anneal, if there is
inconsistent color change at the recommended settings, or when cycle times aren’t a concern. The extra overlapping of
pixels offered at 1200 DPI will assure a deeper, darker mark.

Metal Etching

Deep metal engraving is a common application for the fiber laser. Using a slow speed setting doesn’t necessarily equate
to depth. Longer laser dwell time typically results in more eruption of metal, leaving a raised mark instead of deep
penetration.

We find for the best deep metal etching, moderate speed settings (20-30%) and more passes slowly chip away at the
metal for a better mark. Deep metal engraving requires maximum wattage. For these applications, a 30- or 50-watt fiber
laser is recommended.

Frequency is generally set between the 1-5% range. A lower frequency range provides more bursts of laser power per
pulse and is crucial to ablating the metal. We’ve found that focusing “into” the metal by .010” to .030” (.254 to .762
mm) helps in the removal of metal. No technical data is available on whether refocusing after each pass is helpful or
not. To better assist in removing metal cleanly, higher resolution (1200 DPI) with more overlap of laser pulses tends to
provide a cleaner, more defined etch.

Deep engraving will require multiple passes, which can be easily accomplished by changing the number of copies in the
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print dialogue box for CorelDRAW. As with all materials including metals, the hardness or grade will ultimately determine
what settings and how many passes are needed to achieve a certain depth. Use the guidelines above as starting points
and experiment for best results.

Metal Polishing

Polishing of metals is accomplished by quickly heating up the metal’s surface, changing its color, resulting in a
mirror-like finish. Polishing can be done on just about any metal including, but not limited to, raw alloys, heat-
treated metals, plated metals and precious metals.

For a high-contrast mark, polishing is best done on darker, matte finish metals. Cleaning the surface prior to processing
is recommended as oils, grease and other chemicals can affect the consistency and finish of the final marks. Dialing in the
settings for a polished mark is the most difficult of the three most popular metal marking techniques. Speed, power and
frequency play the biggest role.

* Speed is generally set on the high side, 50-100%, depending on wattage.
e The power is set in the 30-60% range, depending on wattage.

e Frequency is also set on the higher side, typically around the 50-100% range. A higher frequency setting equates
to less power per laser pulse. Too strong of a laser pulse and the laser beam starts penetrating the metal instead of
polishing, resulting in a dull or browning effect.

Focus should be set at zero. Printing resolution is in the range of 300 to 600 DPI but is mostly done at 400 or 600.
Start by determining your base speed, frequency and resolution setting. From there, select a power setting and start fine
tuning by adjusting the power in 1% increments or decrements.

Plastic Marking

The term “plastics” is commonly used to describe various grades and types of polymers. To keep things simple,
we’ll refer to all polymers as plastic. There are many plastics that are compatible with the fiber laser's 1065 nm
wavelength of light. We refer to these as “engineered plastics” because many were designed to be laser-etched
at some point during the manufacturing life cycle. These plastics are doped with an additive that results in a
contrasting mark when the 1065 nm wavelength of light is applied.

There are many other plastics that work just as well as the engineered ones. It's amazing how many different plastics
we receive for applications testing, most of the time their trade name and chemical composition aren’t disclosed or are
unknown. The guidelines below will help in your quest to provide the best possible mark.

Most plastics that tend to work on the FiberMark are those that are mold-injected and are physically hard. Industries where

injection molded parts are common include automotive, aerospace, medical device and general manufacturing, to name
a few.
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Some of the more common compatible plastics include PET, ABS, polycarbonate and colored delrin. Some that are more
difficult to mark using this wavelength of light include polyethylene, polypropylene and nylon.

Settings for processing plastics:
* Moderate to fast speed, typically in the 50-80% range.
¢ Moderate power, generally around the 30-60% range, depending on wattage.

* Medium to high frequency (50-100%) is helpful for processing plastics as it provides a steadier stream of laser
power per pulse. Using a low frequency would result in inconsistent contrast and possibly cause foaming of the
surface.

* Focus is generally left at zero. Adjusting the focus up or down in .010” (0.254 mm) increments can provide slightly
better contrast but instead, consider adjusting the speed / power / frequency for the same effect.

Most plastics are processed at 600 DPI for high contrast and detail. Cycle times are generally fast, so dropping the
resolution would only affect print quality. Increasing resolution may prove helpful only on those plastics that are difficult
to mark. The majority of compatible plastics will provide a high-contrasting mark using the above settings. Darker plastics
will turn white or varying shades of gray. Lighter plastics will turn dark gray to black. Fine tune the mark by increasing/
decreasing power or frequency. Speed and focus can be left alone.

Incompatible plastics will either be transparent to the 1065 nm wavelength of light or will require the use of metal marking
settings (low to medium speed, high power, and low frequency). The final mark for these plastics isn’t as appealing,
consistent or contrasting as their compatible counterparts.

Pigmentation of plastic can also dictate what settings are needed to produce a nice mark. The core polymer may be

compatible, but due to chemicals used to add color, some colors may mark better than others. Having to adjust the
printing parameters for different colors of the same compatible plastic is not uncommon.
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Epilog FiberMark Laser Technical Specifications

Epilog FiberMark 24

Maximum Engraving Area

24” x12” (610 x 305 mm)

Max Material Thickness

5.0” (127 mm)

Laser Source Wattages

20, 30, or 50 watt Fiber Laser. Air cooled, includes collimator. 1065 nm. Beam quality: M2 <1.1.

Standard Features

Relocatable Home Position, variable focus control, work table of .05” (12.7 mm) tool plate with integrated
vacuum hold-down capability, internal LED lighting, front and top access doors.

Intelligent Memory Buffer

Store multiple files up to 64 MB. Rolling buffer allows files of any size.

Operating Modes

Optimized raster, vector and combined modes.

Motion Control System

High-speed, continuous-loop, DG servomotors using linear and rotary encoding technology for precise
positioning.

X-axis Bearings

Ground and polished, stainless steel long-lasting bearings.

Belts

Advanced B-style double-wide Kevlar belts.

Resolution

User controlled from 75 to 1200 DPI.

Speed and Power Control
(engraving depth)

Computer controlled speed and power in 1% increments to 100%. Color mapping links speed, power, frequency
and raster/vector mode settings to any RGB color.

Print Interface

10Base-T Ethernet or USB connection. Compatible with Windows XP/Vista/7/8/10.

Size (Wx D x H)

345" x24.5” x16” (Wx D x H)
(876 x 622 x 406 mm)

Weight

120 Ibs (55 kg) without stand

Electrical Requirements

Auto-switching 110 to 240 volts, 50 or 60 Hz, single phase, 15 amp AC.

Ventilation Systems

350-400 CFM (595 - 680 m3/hr) external exhaust to the outside or internal filtration unit is required. There is
one output port, 4” (102 mm) in diameter.

Laser System Classification

Class 2 Laser Product - 1 mW CW MAXIMUM 600-700 nm.

Technical specifications and product configurations subject to change without notice.
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Compatibility

Your Epilog Laser has been designed as an “open architecture” product that can be run from almost any Windows based
software. Epilog provides both Windows 32-bit and 64-bit print drivers.

Recommended PC

For Optimum Computer Performance

Investing in a new computer is a great way to make sure you’re getting the most out of your new laser equipment. Why?
Because today’s software (CorelDraw for instance) requires a lot of computer processing speed and memory to function
properly. A good computer won’t make a big difference in how your laser runs, but when compared to a slow computer
it will save untold amounts of time and frustration setting up the artwork that you “print” to the laser. Many users do not
purchase new computers for use with their new laser because their current computers are perfectly adequate. There’s no
magical cut-off that makes a computer too slow. If you're comfortable with the performance and speed of your current
computer, there’s probably no reason to purchase another one. The following recommendations are just advice to consider
if a new computer is necessary.

A new computer doesn’t have to be expensive to work great. Even many of today’s lower cost computers work great for
laser applications. Read these recommendations and consider spending just a few dollars more for those components that
will save you time and frustration.

Operating System
While the laser is compatible with Windows 32-bit or 64-bit XP, 2000, Vista, Windows 7, Windows 8, and Windows 10
operating systems. The Epilog Job Manager will only work with Windows 7, 8 or 10.

RAM - Random Access Memory

4 GB is the minimum that is recommended. RAM is like short-term memory. It’s fast and readily available for the computer
to access and makes time consuming tasks go much quicker if you have lots of it. Having more than 4 GB of RAM is nice
if you demand a lot from your computer.

Processor Speed

A faster processor will allow you to do more tasks in less time. While it’s not necessary to purchase the fastest processor
available, you’ll want adequate speed to operate your graphics program. Processor speeds are always improving, but
processor speeds of about 2.0 GHz or faster are a good place to start.

10/100 Network Interface Card (NIC)

All new computers have a 10/100 network connection as standard equipment. As well as allowing multiple computers to
be linked together in a network, this technology also allows direct printing from the computer to the laser. Epilog supplies
a network Grossover cable with each laser system that allows one computer to print to a single Epilog Laser system.
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Hard Drive

This is the permanent memory in your computer. Many users feel that you can never have a large enough hard drive.
Luckily, most computer manufacturers put high capacity drives in new computers these days. When in doubt, buy bigger
than you think you might need. It’s so in-expensive that it's worth the peace of mind to have it available.

Software

Many users use Gorel as their graphics software. Many other Windows software applications can also be used, although
all software is different and may not be predictable, user friendly or functional. Additionally, the technical support staff at
Epilog may be less familiar with software other than Corel and less able to help with questions. Consult with your Epilog
distributor on software compatibility issues. Epilog does not guarantee compatibility with any software.

PhotoLaser Plus is a third party software for converting photos to laser compatible format. This is an indispensable option
for engraving photos.

Heavy Duty Surge Protector

The need for a surge protector varies greatly throughout the world. If the laser is operated anywhere that the electrical
power is subject to spikes, outages, lighting, fluctuations, etc, a surge protector should be used on both the laser and the
computer. A surge protector is a very cheap insurance policy against catastrophic electrical damage. A surge protector
is designed to be an inexpensive device that absorbs any electrical problems before they can damage the expensive
equipment (computer and laser) they are protecting.

About the Fiber Laser Source

The fiber laser source generates a laser beam by pumping intense diode light into the end of fiber optic cables that have
been doped with ytterbium. The energy from the diode light is absorbed by the ytterbium in the fiber optic cables. The
ytterbium then releases the energy in the form of photons that travel down the optic cables. The photons that leave the
optic cables create the laser beam. The wavelength of light generated from a fiber laser is 1065 nm.

The fiber laser source generates laser light by pumping intense diode light into fiber optics cables that are doped with
the rare-earth element, ytterbium (Yb3+), which is referred to as the medium or gain medium. As this diode light energy
travels into the fiber optic cable, it energizes the electrons in the ytterbium and the ytterbium electrons go from a ground
or stable state, to an excited state.

Essentially, all that is happening in this first step is that the electrons in the medium are absorbing and storing the energy
that’s coming from the external energy source (diodes). For reference, the CO2 medium is the CO2 gas in the tube, and the
external energy source is RF electrical current. In the fiber laser (and also most YAG lasers these days and YVO lasers) the
external energy source is a laser diode.

The electrons in the medium don’t really want to store the external energy they’ve absorbed, so they emit the extra energy
by releasing a photon (a quantum packet of light). Once a photon has been emitted by one electron in the medium it
stimulates other excited electrons to also emit photons, creating a chain reaction where the absorption and emission of
energy is at a constant rate. The photons travel through the optic fibers and some are released through the end of the
fibers as the laser beam.
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By continually pumping energy into a medium, that medium tries to shed the excess energy by emitting photons. The
type of medium is important because different mediums absorb different types of energy (for instance, a CO2 gas
medium is not going to absorb the energy from a diode in a way that will make the CO2 gas lase). Different mediums
also emit different wavelengths of photons, and hence, the different properties of different wavelength lasers.

Federal Communications Commission (FCC) Notice

This equipment has been tested and found to comply with the limits for a Class A digital device, pursuant to
ﬁ Part 15 of the FCC rules. These limits are designed to provide reasonable protection against harmful interference
when the equipment is operated in a commercial environment. This equipment generates, uses, and can
radiate radio frequency energy; and, if not installed and used in accordance with the instruction manual, may cause
harmful interference to radio communications. Operation of this equipment in a residential area is likely to cause harmful

interference, in which case the user will be required to correct the interference at his/her own expense.
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Contacting Technical Support

The technical support department at Epilog is available to assist with solving problems you may encounter using your
Epilog. Please review first the common problems and solutions as noted below, then if you are still in need of assistance
you may contact Epilog’s technical support department at the number or website listed below. Technical support is available
in Golden, Colorado USA during the hours of 6 a.m. and 6 p.m. Mountain Time.

Technical Support Direct Line: 1 (303) 215-9171
Email: tech@epiloglaser.com

Technical Support Online: support.epiloglaser.com

What to do prior to contacting Epilog Technical Support:

1. Have the machine serial number available.
2. Have time to work on machine. Many issues will require troubleshooting.

3. Clean your machine (especially the optics), this will solve many issues.

The machine serial number can be found on the Certification/Identification Label. This engraved plate is located on the
back of the machine’s cabinet. The ID label shown on next page is for the Model 8000 20-watt FiberMark system.

™~
Epilog Corporation Authorized Representative: |
16371 Table Mountain Parkway
Golden, CO 80403 USA

Consultants Europe bv
PO Box 5047

. Date of M el -294-48

Fax.: 31-294-414687
Class 2 Laser Produc E-Mail: info@ce-marking.nl
This product complies with 21 CFR 1040.10 and

1040.11 except for deviations pursuant to Laser
Motice No. 50, dated July 26, 2001. Mass:

This product complies with IEC 60825-1: 2001. 35 kg max
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Frequently Asked Questions

Engraver Will Not Vector

W™

Verify that the print driver is set to Vector or Combined mode.
Verify that the lines that you want to vector are set to .001” (0.025 mm).
Make sure the images are vector lines. Scanned and raster images will not vector.

Filled or solid images will not vector (outlines only).

Engraving Appears Lighter Than Usual

1.

2.
3.

All mirrors and lenses need to be cleaned and inspected for damage. See “Cleaning the Optics” on page 73 for
cleaning instructions.

Verify that the lens is in correct focus.

Verify correct Speed, Power and Frequency settings for the type of material that you are engraving.

The Exhaust Is Not Pulling Enough Air

Move the blower closer to the machine. The closer the two are, the better exhaust you will receive.

If you are using a flex hose, do not bundle up the excess. Stretch out the flex hose, cut it to the desired length and
use only what you need.

Clean your exhaust system on a regular basis, including the engraver and blower. Use a bottle-brush and a vacuum
on the areas where the exhaust buildup accumulates.

The Engraver Will Not Power Up

Verify there is power being supplied to the engraver, that your outlet is in good, working condition and that the
engraver is plugged in.

Check to make sure the carriage can be moved freely with the power off. If the engraver can’t find the Home
Position, it will not power on properly.
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The Laser isn’t Communicating with My Computer

Is the computer’s TCP/IP address set to a different number than the IP address of the laser? See “Set Up TCP/IP
Address in the Computer” on page 28.

Is the computer’s ethernet connection enabled? Go to the Network and Sharing Center, select Change Adapter
Settings. If the Local Area Connection says Disabled, right click and choose Enable.

LCD Screen Displays “Position Error”

The engraver is informing you that it has lost its correct positioning. Power off the engraver and verify there is nothing
obstructing the travel of the carriage both left-to-right and front-to-back. After removing any obstruction, turn the laser
back on. Contact Technical Support if there still is an error displayed.

How Can I Increase the Life of my Laser System?

Clean your system: Debris in the laser and on the mechanics of the system can reduce the life of parts in your
system. Wipe down your system on a regular schedule to keep the mechanics clean and long lasting.

Clean the lenses: Lens life is greatly increased by keeping them clean and free of debris. Get in the habit of wiping
them off on a regular schedule to keep them clean and well maintained.

Reduce speed when running very small items: When you run at 100% speed on a graphic with a very short stroke,
the lens assembly comes up to speed and slows down extremely quickly, which can place wear on the mechanics of
the laser. Slow down to 80 - 90% speed and increase the lifetime of your laser system.

How to Shorten Your Engraving Time

Lower the Resolution: How important is the highest resolution image? Processing jobs at 400 DPI vs. 600 DPI can
reduce cycle times by up to 30%, and processing at 300 DPI could mean half the cycle time.

Reduce White Space: Orientate the parts to minimize engraving dead space (area where head travels, but has
nothing to engrave).

Horizontal Layout: If an option, horizontal text will engrave faster than vertical or curved (fit text to curve) text.

Color Mapping: Use the Color Mapping feature to save time by adjusting the order in which the objects engrave/
mark.

Run Multiples: If you need to engrave multiples of the same image. You’ll find you have a time savings per piece.

If these do not correct your issue or your issue is not listed, please contact the Technical Support Team at +1 303-215-
9171 or tech@epiloglaser.com.
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Warranty Statement for the Epilog FiberMark Laser

Epilog Corporation warrants to the original purchaser of Epilog Model 8000 that this product will be free from defects in
material or workmanship when purchased, and under proper, normal use within one (1) year from the original date of
purchase.

Epilog will replace or, at its option, repair the defective part(s). Normally, Epilog will supply a replacement part for the
customer to replace. Once the replacement has been performed, the replaced part must be returned to Epilog. In the case
where repair is required, Epilog requires that the defective part, or machine, be returned to the Epilog factory or other
Epilog designated facility. Epilog will be responsible solely for the cost of repairs, including parts and labor, which are
made at an authorized Epilog facility. All other costs for replacement or repair, including, but not limited to, packaging and
shipping both to and from Epilog, shall be paid by the owner. A “Core” charge may be required by Epilog to insure the return
of replacement and repair parts. This warranty excludes any damage from abuse (including, without limitation, incorrect
voltages, power surges, fires, improper or insufficient ventilation “acts of God” or other situations out of the control of
Epilog), failure to operate in accordance with instructions provided in the Owner’s Manuals for the Epilog models 8000,
including specific safety and operational warnings contained therein, cosmetic damage sustained in use, and damage
caused by unauthorized modifications of any equipment. All warranties to original purchasers are non-transferable. The
registered owner must initiate warranty claims within the warranty period.

THE ABOVE AND FOREGOING IS THE ONLY WARRANTY OF ANY KIND, EITHER EXPRESS OR IMPLIED; INCLUDING BUT
NOT LIMITED TO ANY WARRANTIES OF MERCHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE, THAT ARE
MADE BY EPILOG ON MODEL 8000. ANY WARRANTIES IMPLIED BY LAW ARE HEREBY EXPRESSLY DISCLAIMED.

No oral or written information or advice given by Epilog, its dealers, its distributors, agents, officers, or employees shall
create a warranty or in any way increase the scope of this warranty. Neither Epilog nor anyone else who has been involved
in the creation, production, or delivery of the Epilog Model 8000 shall be liable for any direct, indirect, consequential,
or incidental damages, including but not limited to damages for loss of business profits, business interruption, loss of
business information, adverse health impacts, fire, and the like, arising out of the use or inability to use these products.

Epilog Corporation provides no warranties whatsoever on any software used in connection with Epilog Model 8000.
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FiberMark Suggested Material Settings

Material DPI/Freq. 20 watt 30 watt 50 watt
Aluminum (Anodized)
Etching/Marking 600 DPI Speed: 30 - 40% Speed: 40 - 50% Speed: 50 - 60%

Power: 100%
Frequency: 1%
Focus: +.06 to +07

Power: 100%
Frequency: 1%
Focus: +.06 to +07

Power: 100%
Frequency: 1%
Focus: +.06 to +07

The contrast / brightness of marks achievable on the fiber laser are excellent and can often be much brighter than marks from a C02 laser. Taking the fiber
laser out of focus by +.06” - .09” broadens the beam and produces a very bright mark on anodized coating. Lower frequency and higher power settings help

offset the change in focal point. Different grades of anodized & core aluminum alloy will affect how the final marks look.

Aluminum (Bare)

Etching/Marking

600 DPI

Speed: 20 - 30%
Power: 100%
Frequency: 50 - 60%
Focus: -.01 to +.01

Speed: 30 - 40%
Power: 100%
Frequency: 50 - 60%
Focus: -.01 to +.01

Speed: 40 - 50%
Power: 100%
Frequency: 50 - 60%
Focus: -.01 to +.01

Engraving aluminum will result in various shades of gray, not black. Fine tuning the settings can provide a bit more contrast but the range of applicable marks
is very narrow. If the application calls for a black etch, consider using an oxidizer after engraving. Oxidizers are used most commonly if the aluminum has a

protective coating (urethane, clear coat, clear anodized) covering the area that is not engraved. Deep metal engraving on aluminum can be done using multiple
passes. Consider deep engraving and using a black epoxy/color fill. Although the marks on aluminum are not black like they are on steel, we have no difficulty

getting 2D, UID barcodes to scan and verify.

Brass
Etching/Marking 600 DPI Speed: 20 - 30% Speed: 30 - 40% Speed: 40 - 50%
Power: 100% Power: 100% Power: 100%
Frequency: 5 - 20% Frequency: 5 - 20% Frequency: 5 - 20%
Focus: 0 Focus: 0 Focus: 0
Laserable Plastic
Etching/Marking 600 DPI Speed: 40 - 50% Speed: 50 - 60% Speed: 60 - 70%
Power: 60-70% Power: 60-70% Power: 60-70%
Frequency: 50% Frequency: 50% Frequency: 50%
Focus: 0 Focus: 0 Focus: 0
Stainless Steel
Annealing 600 DPI Speed: 5-10% Speed: 7-12% Speed: 10 -15%
Power: 100% Power: 100% Power: 100%
Frequency: 1% Frequency: 1% Frequency: 1%
Focus: +.08 to +.110 Focus: +.08 to +.110 Focus: +.08 to +.110
Etching/Marking 600 DPI Speed: 20 - 30% Speed: 30 - 40% Speed: 40 - 50%
Power: 100% Power: 100% Power: 100%
Frequency: 1-5% Frequency: 1-5% Frequency: 1-5%
Focus: -.01 to +.01 Focus: -.01 to +.01 Focus: -.01 to +.01
Polishing 600 DPI Speed: 50 - 60% Speed: 60 - 70% Speed: 70 - 80%

Power: 35 - 40%
Frequency: 50 - 60%
Focus: 0

Power: 35-40%
Frequency: 50 - 60%
Focus: 0

Power: 35 - 40%
Frequency: 50 - 60%
Focus: 0
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FiberMark Suggested Material Settings

Material DPI/Freq. 20 watt 30 watt 50 watt

Etching: Like our CO2 counterparts, the slower the speed setting, the deeper the etching. However, many metal applications can be processed at higher speed
settings in the range of 50-100%. Again, consider the marking requirements. If the only stipulation is permanency, you'll find the FiberMark can engrave a
broad range of metals at higher speeds, regardless of laser wattage. Don’t be afraid to turn up the juice!

Annealing: To achieve an annealed mark, the focal point should be significantly away from zero. The unfocused, broader beam provides the heat to change the
surface color without actually penetrating the metal. The focal point can be either closer to or away from zero. Focusing away from the material should be in
the range of -.060” to- .090”. Focusing closer to the material is generally in the range of +.070” to +.110”.

Both focusing methods will result in a dark black annealing of the metal. Focusing up typically results in a slight indentation of the metal.

Multiple passes can darken the mark even more (no data to confirm whether multiple passes offer more permanency).

Polishing: Some steel alloys are easier to polish than others. For best results, clean off the surface with alcohol prior to processing. Any leftover grease, oils
or residue can affect how well the polished mark turns out. Polishing the metal where the final marks result in a bright white engraving requires finer tuning of
settings, more so than the etched or annealed marks. Determine a base speed and frequency setting and adjust the power in small increments/decrements. If
you are unable to get a white bright mark, increase the frequency setting and try again by adjusting only the power.

Titanium

Annealing 600 DPI Speed: 5-10% Speed: 7-12% Speed: 11-15%
Power: 100% Power: 100% Power: 100%
Frequency: 1% Frequency: 1% Frequency: 1%
Focus: +.08 to +.110 Focus: +.08 to +.110 Focus: +.08 to +.110

Etching/Marking 600 DPI Speed: 20 - 30% Speed: 30 - 40% Speed: 40 - 50%
Power: 100% Power: 100% Power: 100%
Frequency: 1-5% Frequency: 1-5% Frequency: 1-5%
Focus: -.01 to +.01 Focus: -.01 to +.01” Focus: -.01 to +.01

Titanium and Ti alloys are highly amenable to marking at this wavelength. Similar to aluminum, a black mark from the etching process is difficult to achieve.
Various shades of gray can be made, from very dark gray to light gray. Annealed marks can also be made on titanium materials using the same processing
parameter described for stainless steel. Depending on the Ti alloy, marks of various colors can be achieved by changing the frequency values for 1% up to
100%. It is common to see red, blue, green, orange, yellows and purple marks, depending on the frequency selected.

Plated Metals

Etching/Marking 600 - 1200 DPI Speed: 10-20% Speed: 20-30% Speed: 30-40%
Power: 100% Power: 100% Power: 100%
Frequency: 1-5% Frequency: 1-5% Frequency: 1 - 5%
Focus: -.09 to -.100” Focus: -.09 to -.100” Focus: -.09 to -.100”
+.09 t0 .100” +.09 to .100” +.09 t0 .100”

Metals are often plated to assist with conductivity, to provide a protective coating against rust and elements and for aesthetic purposes. Plating thickness will
depend on application and purpose. Most of the plated metals processed through the applications lab are electronic components (to enhance conductivity)
and various fittings (protection against environment & rust). The typical plating thickness varies from .001” up to .005”. Our recommended settings for
general metal engraving works well for ablating through the plating; exposing the base metal. Ablating the plating will also provide high contrast. Using an
oxidizer will enhance the look.

Our recommended settings for polishing of metals are a good starting point where ablating through the plating isn’t an option. This is likely the most common
plated metal application as exposing the raw metal underneath will break continuity and / or expose the bare metal to rust and other elements. Note that the
contrast of polishing of plated metals won’t be as consistent or contrasting as a direct ablation. Multiple passes will help and end results will vary based on the
metal used for plating, thickness of plating & size of mark. Our recommended settings for annealing will often work for plated metals where the plating has a
thicker wall and material used has high levels of carbon or metal oxides.
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FiberMark Suggested Material Settings

Material DPI/Freq. 20 watt 30 watt 50 watt
Powder Coating
Etching/Marking 600 DPI Speed: 30 - 40% Speed: 40 - 50% Speed: 50 - 60%
Power: 100% Power: 100% Power: 100%
Frequency: 100% Frequency: 100% Frequency: 100%
Focus: +.05 to .07” Focus: +.05 to .07” Focus: +.05 to .07”

Two to three passes are suggested (one pass to ablate the powder coating, 2nd or 3rd pass to polish up the metal underneath). A little less power, higher
frequency and less focus adjustment will be required for the 2nd or 3rd pass, depending on the base metal. The idea is to ablate then polish. An alternative to
running two or more passes is to run one pass and then use a common cleaner such as Simple Green or a citric-based cleaner with short, stiff bristle brush to
scrub out the residual material remaining in the mark area. If using this technique, it may be necessary to raise or lower the marking table from around 0.07”
t0 0.10".

e These are only guidelines: Brightness or darkness of a mark is a matter of personal preference and can be very dependent of the type of
material being marked. As such, there is no “correct” setting. Working with the four different fiber settings becomes fairly intuitive in a very
short period of time for most users. If you have a material that is not listed, try to compare it to similar materials listed and use those settings
as your starting point.

e Speed Settings: The speed setting scale of 1% to 100% is not linear —i.e. 100% speed will not be twice as fast as 50% speed. This non-linear
scale is very useful in compensating for the different factors that affect engraving time.

e Power Settings: The power settings are linear —i.e. 50% power is half as much as 100% power.

e General Metal Engraving / Base Settings: In the world of metals the grade, type, hardness and chemical composition are endless. Metal
alloys are engineered for specific applications and have their own strengths and weaknesses. With such an unlimited selection, we’ve yet
to come across a metal which proved to be incompatible with the FiberMark. Metals can be engraved at just about any settings. Of course,
there are many variables to consider for metal engraving. The lasers wattage, hardness of metal, desired mark (etch, polish, anneal) and the
required time/contrast/depth will have to be considered when deciding on the final settings.

e (General Annealing Settings: Producing an annealed mark is very dependent on the material being out of focus. Run the laser at slow speed
and full power then adjust the focus while the machine is running until you achieve the annealed mark you need.

o Test your material: If you do not achieve the results you are looking for with the recommended settings, try resending the job and start by
changing only one variable at a time. Changing only one variable at a time will help to determine the correct setting for your material.

e Laser settings can sometimes be confusing because many materials can be marked over such a broad range of settings. If you have difficulty
in finding the correct setting you can send a sample to the Epilog Laser Applications lab. We will determine if the material can be marked and
provide appropriate setting for your laser.

To print a copy of these settings to keep next to your laser, go to www.epiloglaser.com/material-settings.
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