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Chapter 1 Safety Matter
1-1 Safety matter needing attention

1. The operator should obey the following 4 basic safety operation principles
(1) The machine should be operated or maintained only by trained technician.
(2) Read the user manual in detail and understand its contents.
(3) For check convenience, put the user manual near the machine.
(4) The people including operator and maintenance technician should know location of E-

stop device and realize its function and operation methods.

2. Safety precaution before or after turning on the machine

Firstly confirm that whether all switches are OFF, and machine has been correctly
ground.

AC electric power source

The electric power source used on this machine is 1, 3 wires, 110V-220V~. Rated current of
the main power switching device 20A. Such switching device should be in compliance with its
safety relevant standards.

3. Safety precaution during handling and installation

To increase the machine working efficiency, the installation environment should be well
ventilated with good air quality. The surrounding temperature should be lower than 40C,
and prevention of rain and direct sunlight is required.

Safety precautions during handling and installation are as follows：

(1) Make sure that the foundation is strong enough to support the machine.
(2) Lifting operation is only allowed one person.
(3) When lifting the machine, nobody is allowed to be under or near the machine.
(4) Helmet is required during handling, installation or cleaning.
(5) If it’s necessary to climb on the machine, please use safe and secure ladder or

platform.
(6) Adopt proper device for heavy parts lifting.
(7) Confirm that whether the lifting wire rope is strong enough to lift the machine or

components.
(8) Please turn off the power before handling or installation. If power is required, let

others know the location of E-stop device in advance.
(9) Please wear leather gloves or other similar protective equipment during handling.
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4. Safety precaution during operation
The operator should be familiar with machine’s function characteristics and operation
methods. Don’t let other people approach the machine. During running, stretch hands into
work area is prohibited. If there is any abnormal situation happened, turn off the power
immediately. After that, try to find the solutions.

Safety precautions during operation are as follows：

(1) Don’t remove any safety guarding or devices.
(2) Don’t remove or change location of any interlocking mechanism.
(3) Prevent wet hands to touch switches.
(4) Don’t put any part of human body on or near the machine’s moving parts.
(5) Keep your hair away from moving parts.
(6) Don’t wear bangle, watch, jewelry or loose clothes.
(7) Except material loading/unloading, it’s not necessary to wear gloves.
(8) Generally an operator is required for this machine. If more than one operator is

required, there should be good communication between operators.

5. Safety precaution during maintenance
Please turn off the power before maintenance.

Safety precautions during maintenance are as follows:

(1) Turn off the main power before inspection or maintenance.
(2) Maintenance or inspection should be carried out by authorized technician.
(3) It’s prohibited to climb the machine.
(4) Please use the recommended lubricant or grease.
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1-2 Cautions labels

Improper operation can cause causalities and
equipment damage

Improper operation can cause causalities and
other objects damage

Improper operation can cause causalities and
equipment damage

Improper operation can cause causalities and
equipment damage

Improper operation can cause causalities and
equipment damage
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1-3 Safety attention instruction

Don’t touch the top end of knives.

Otherwise, fingers will be injured

Don’t damage and change original
power wire and plug. The power cord
should not be excessively bent, strong
tension, bundling and compression under
heavy loads. This will make power supply
damaged, and cause electric shock and fire.

As a long time, please put down the
power cord from the wall socket

Otherwise cause the fire

Machine running, don’t put hands on
axis, this will cause injury.

When the power cord from the socket,
you should pull the plug , should not

pull the cable

Stronger pull the cable can result in
electric shock or fire
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Chapter 2 Handling and Installation

2-1 Crate handling

Use forklift with capacity of 1 tons to transport the crate.

2-2 Crate assembly & dis-assembly

Crate assembly

When packing, firstly put the bottom board. Then fix the machine’s 4 wheels. After that,

install the 4 side boards. Finally put on the top board.

Crate dis-assembly

Use the claw hammer to pull off the nails, the arrow direction was put the nails, you can

Take off the front cover and top cover.
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No. Name No. Name
1 Foot holder *4 2 Foot wheel *4
3 Tension bar 4 Unwinder
5 Adjustment feeding System 6 8mm air compressor connection
7 Edge Sensor 8 Laminating roller
9 Laminating roller released bar 10 Laminating pressure knob
11 Switch for air bobbin (Unwinder) 12 Film roller fixed holder
13 Laminating shaft 14 Switch for unwinder
15 Film roller position adjust knob 16 Cutting head
17 Blower switch 18 Feeding pressure adjust nut
19 Main Feeding roller 20 Slitting shaft sdjust knob
21 Waster remover shaft 22 Waster core holders
23 Waster remover controller 24 Switch for rewinder 1 & 2
25 slitter unit 26 Switch for air bobbin (Rewinder)
27 Rewinder 1 28 Network, U disck data port
29 Rewinder 2 30 Blower power supply
31 Power socket 32 Tension bar
33 Main feeding roller released bar 34 Control Panel
35 Remover tension adjust knob 36 Laminating tension adjust knob
37 Adjustment limited switch 38 Magnetic clutch (unwinder)
39 Magnetic clutch (rewinder 1) 40 Magnetic clutch (rewinder 2)
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Chapter 4 PREPARATION WORK

4-1 Media Loading

Selection of proper media

Core 3" only (76.2mm)
Width Min. 40mm ~ Max. 340mm
Length about Max.1000m (Max. 450mm in diameter)
Weight 60~350gsm for paper. (Max. 350 micron thickness)
Type Adhesive label with liner or hot-fix media without liner or non-adhesive media

Material Paper, PVC, PE, PET, PU, PP, PO and etc.
Lamination Unsupported laminating film only (no rewinder for backliner of laminating media)

< PICTURE 4-1 >

< PICTURE 4-2 >

< PICTURE 4-2 >

bed and lock the rubber roller, you can feed the media manually by press button in the
touch LCD. Then please load the rest of the media to the rewinding roller parts. After media
loading from unwinder to rewinder, you can turn on the air bobbin for unwinder and rewinders.

Media loading flow diagram is provided as above. Please install media with following the arrow
direction to each to ① position and direction (see Picture 4-2). After load the media onto the flat-
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1. Edge sensor setup

< PICTURE 4-6 >

< PICTURE 4-7 >

< PICTURE 4-8 >

One of the powerful features of is automatic feeding registration correction by using edgeVR320

sensors. 3 rollers of feeding part is moving inner and outer way together to maintain previous
feeding straightness. 2 edge sensors are provided for this purpose. With using single or double
sensors, you can track the edges of media or printed line of the media or printed object of the
media selectively.

Please find some examples in picture 4-6 ~ 4-8. If roll media edge itself is not straight, you can use
method of picture 4-6 or 4-8. Straightly printed line is used for tracing in picture 4-6 by single
sensor and printed images (shapes) themselves are used for tracing in picture 4-8 by double
sensors. In case of 4-8, 2 sensors are tracing just near outside of the both ends of images (shapes)
and adjust the feeding roller’s location when sensing any of printed images.
Picture 4-7 and 4-9 are showing typical applications which tracing the media edge(s). You can use
one edge by using single sensor or both edges by double sensors. Generally recommended method
is shown in Picture 4-9 in assumption that media roll is in good status of flat side face by good
slitting and rewinding.



Vivien威廉国际VICUT
Square

Vivien威廉国际VICUT
Square
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< PICTURE 4-15 >

Sensors are recommended to be positioned as close as possible to the edges. In Picture 4-15,
Sensor position 1 is expected to show better result than Sensor position 2.

2. Track sensor setup ( Feed control sensor)

< PICTURE 4-16 >

Caution: If one job length is exceed 20cm, you should set Paper F. Ad (Touch LCD –
Setting-Tools-Setting - Paper F. Ad. ) Value to 60, it means 60mm; to avoid cutting head hit the
track sensor and any damage.

The track sensor detects the black mark and tells the control system when to stop feeding. After detection, it 
can stop feeding immediately, or, it moves a certain distance, then stop feeding. The moving distance is the "
feeding compensation distance", which is set by the user in the operating system. The position of the track 
sensor should be manually adjusted to the correct position(the light spot is in the center of black mark.) 
see PIC4-16  
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3. Mark sensor setup

Mark sensor is combined with the cutting knife head and moves together with the cutters. It
monitors black marks printed on the media to know where to start cutting precisely.

For precise die-cutting, you can adjust the gap between sensor and black mark on media. Release
the bolt and adjust the distance manually to have smaller beam spot for precise monitoring. See
picture 4-16 and 4-17 to understand better.

< PICTURE 4-16 >

< PICTURE 4-17 >

Mark sensor is moving across the mark in both of X and Y direction to find exact center of the mark.
Generally we use 4mm x 4mm size of black mark. See Picture 4-18.

< PICTURE 4-18 >
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> > >

< PICTURE 4-22 >

2. Adjust the knife depth

It is possible to adjust the depth of cutting knife by rotating the Blade Adjust Screw Bar. Different
media has different thickness for half cut and full cut, so find optimum depth to cut properly
without scratching on the back liner. See illustration in Picture 4-23 and 4-24 as following.

< PICTURE 4-23 >

< PICTURE 4-24 >
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< PICTURE 4-27 >

Caution : If you want to stop the machine at once, please PRESS “E-STOP” button.

< PICTURE 4-28 >

< PICTURE 4-29 >

Caution : After you install this plate on the matrix removes system, you must disassemble two
holder (yellow arrow, and re-assemble the same position but need to anticlockwise rotate 90 degree.

Twist the “E-stop button” to release it if you want to re-start the job.

Matrix removes metal plate

You shall find a Matrix remove metal plate with screws ( Picture 4-28), this one will help you to
remove the small labels, if You want to use this plate, please install that as following picture 4-29.
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Table 5-4(1)
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Cutter provides fully adjustable and controllable parameters to utilize the functionality of the
machine in maximum level. Cutter can meet the requirements of beginners and advanced users
together.

Some of parameters can be complicated to understand by short explanation in Table 5-4 (1,2, 3).
Some more explanations and illustrations are provided in following for better understanding.

Verticality (angle)

X vert and Y vert parameters can change angles in X and Y direction as below picture 5-6.

< PICTURE 5-6 >

To understand more about Verticality, it is related with twisting the image in X and Y direction
separately. Image angle can be changed by adjusting X Vert and Y Vert value together. Below
Picture 5-7 is showing how X Vert and Y Verti work separately.

< PICTURE 5-7 >
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Scale : X Scale and Y Scale adjust size of image in X direction and Y direction separately and
independently. You does not need to keep original X-Y ratio. Refer to below picture 5-8 for better
understanding.

< PICTURE 5-8 >
Position :X Cut Ad and Y Cut Ad adjust position of image in X direction and Y direction separately.
Refer to below picture 5-9 for better understanding.

< PICTURE 5-9 >

Corner cutting control:

Turn Cut R parameter means corner moving radius. Knife has a cutting tip with a certain angle, a little
apart from the center of cutting knife holder. This makes errors in moving around the corners. Turn Cut
R parameter setting helps smooth cutting at the corner as good as possible. See below picture 5-10 to
understand better.

< PICTURE 5-10>
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Speed and Acceleration control:

Speed and acceleration can be very sophisticatedly controlled in Cutter. These parameters are
dependent to the shape and complexity of cutting design itself. Acceleration means how fast to each to
the target speed from starting point or hot fast to stop cutting at end point. Speed and acceleration can
be differently setup for straight lines and curves. Be sure to use less values of Bend Speed when cutting
circles. Even it is possible to setup acceleration at starting of curves from straight lines. Feeding speed
by rubber press roller can be adjusted separately.

< PICTURE 5-11 >

Caution
If you are cutting small circles and the result is not smooth, you need to slow down the BEND
SPEED. It would be also helpful to slow down CUT SPEED together.

Feeding paper adjustment (Paper F. Ad)

The distance of additional feeding is adjustable after track mark sense next black mark (0mm ~
99mm). It can be used if cutting heads need to move relatively long distance for finding next black
mark and starting cutting. You can minimize the moving distance of head for better speed and
accuracy like Picture 5-12 and 5-13.

< PICTURE 5-12 >



ANHUI WILLIAM CNC TECHNOLOGY 41

< PICTURE 5-13 >

Settings- Tools Select

When using multiple cutting heads, you need to setup Model No. parameter in the setting menu
differently. This defines how many head units to control by machine firmware. Max. 4 cutting
heads can be used in Cutter.

Others-Slitting

Slitting allows you to do slitting only without any cutting process. In this Slitting mode, you can do
just laminating, slitting, rewinding or a combination of those jobs in high speed. Speed can be
adjustable by speed buttons during operation simultaneously.

Settings- Tools –Multi cut

With this function, labels longer than 40cm can be divided into 2 or more sub-jobs to cut piece by
piece to complete whole design. This advanced function is provided with some unique settings in
the software too.

5-4 Tension Control
Tension control is required at starting and in the middle of operation, because media roll size and
weight varies during the process and duty on each roller varies. So it is required to have properly
adjusted tension power accordingly. Bigger roll gives heavier pressure and smaller roll gives lighter
pressure.
To control the tension on media, there are 5 tension control knobs on opposite side of the rollers, which
can be accessed by opening the backside doors. Clock-wise rotation will give stronger tension and
counter clock-wise rotation will give weaker tension for each rollers. It looks like Picture 5-15 as below.
Tension controllable rollers are 1 unwinding roller, 2 rewinding rollers, 1 matrix removing roller and 1
laminating roller. Check the location of reach tension control knob in Picture 5-15.
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< PICTURE 5-14 >

Notice: For VR320, most of machines can be set the tension in the panel, rewinder and unwinder will
be adjusted the tension automatically according the setting value. But please turn on the tension switch
when machine is running.

< PICTURE 5-15 >

For tension control of matrix removal roller, you are advised to find proper tension to rewind
waste matrix smoothly, not too week, not too strong. Too week tension can draw the labels
together with the matrix waste and too strong tension can break the narrow strips from gutters or
edges between labels.

For tension control of laminating roller, put a proper tension not to the laminating roller slippery.
If tension is not strong enough slipping on the roller can make the rotation step wise eventually
and tension pressure on the laminating film will not be constant. Too strong tension will break or
expand the laminating film to make wrinkles or tearing problem.

Tension control of unwinder and rewinder is a little more complicated. There are 2 dancing arms
moving up and down to keep the tension on unwinder and rewinder. The height of tension arm is
determining the tension strength onto the media (between unwinder/rewinder and rubber
pressure roller). As described in Picture 5-16, it is important to have a constant height of the
dancing bars, at starting and during operation. Recommended height is in range of 30cm to 40 cm
from the bottom.
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It is advised to adjust the tension for unwinder and rewinder when the height of tension bars are
out of the proper range. The frequency of tension adjustment can be about every 200 meters work.

< PICTURE 6.16 >

5-5 Tools Select
One of the strong benefits of VR320 is to use multiple cutting heads to maximize the productivity.
Totally 4 heads can be installed in maximum. 2 cutting heads are installed as default and more cutting
heads can be ordered in option.
Notice: New VR320 can’t add the cutting head after shipment, please confirm how many cutting heads
you need when you place the order.

To use multiple cutting heads, it is required to design the artwork differently. There should be
duplicated designed in multiple columns. Please see Table 5-5 to understand no. of heads to be used for
no. of duplicated columns in design itself. Be sure to have black marks in the position of original design
for printing (no change).

No. of columns in
design

Max. no. of heads possible
to use

Working sequence of heads for
columns

1 1 ①

2 2 ①②

3 3 ①②③

4 4 ①②③④

5 1 ①①①①①
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6 3 ①①②②③③ or ①②③①②③

7 1 ①①①①①①①

8 4 ①①②②③③④④ or
①②③④①②③④

9 3 ①①①②②②③③③ or
①②③①②③①②③

10 2 ①①①①①②②②②② or
①②①②①②①②①②

< TABLE 5-5 >

According to the label width in row, you can loosen the screw bolts of 2nd to 4th heads and adjust the
distance between heads precisely. The distance needs to be the same with label width + gap value. In
case that you are cutting a group of labels in series, like ①①②② or ①①①②②②③③③, the distance
between heads will be 2 times or 3 times of label width + gap value. Please see below picture 5-17 when
installing 4 heads in sequence.

< PICTURE 5-17 >

New VR320 is very easy to ENABLE/DISABLE each cutting head, you just find Settings-Tools-Tools
select, you can click blank to choose cutter on or off. Refer to Picture 5-18.

< PICTURE 5-18>
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To disassemble cutting heads, open the cover of head motion assembly box and unscrew 2 bolts on
the side of head holding bar as below Picture 5-19. put the head into up and down support bars
and fix it with 2 screw bolts as shown in Picture 5-19.

Notice: You must cut off the lines to connect pressure control board of cutting head, please be
careful before you disassemble the cutting head, it is difficult to assemble again.

\

< PICTURE 5-19 >

Caution
If you do not use some heads, be sure to get rid of cutting knife holders from them for safety. Very
sharp knives can heard your finger and knife of 4th head can be exposed out of the bed when using
single head.

Enable and Disable cutting head in the menu as described in Table 5-5 . If you use Model No. as
3201 for multiple cutting heads, you need to disable and choose off for 2nd ~ 4th heads will not
move up and down for cutting.

Model No. = 3201 for using single cutter units
Model No. = 3202 for using two cutter units
Model No. = 3203 for using three cutter units
Model No. = 3204 for using four cutter units

Speed comparison result in using multiple cutting heads for typical design is shown in Picture 5-20
and Table 5-6 as below for example.

< PICTURE 5-20 >

No. of cutting heads to use Duration time per job Linear speed

2 heads 3.85 sec 1.59 meters / min

4 heads 2.62 sec 2.32 meters / min

< TABLE 5-6 >
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5-6 Slitting mode
For installation of slitting module, please refer to details in Chapter 4-6 on page 26.
Also please be sure that media loading is prepared properly like the Picture 5-21 as below.
Choose Slitting in additional functions in the menu as described in Table 5-4(3) on page 38. Speed can be
controlled by up and down arrow buttons in real time during operation. Adjust the proper tension in
unwinder part and rewinder part at starting and during the operation.

< PICTURE 5-21 >

Slitting mode can be used for simple rewinding, laminating + rewinding, simple slitting and laminating +
slitting. It is also useful when you’d like to check straight rewinding with constant edges in final rolls. No.
of black marks sensed and length of job will be displayed during operation for monitoring of the process.

5-7 Multi.Cut (long label cut)
Choose Multi. cut functions in the menu as described in Table 5-4(3) on page 37. This function is useful
in cutting of labels longer than the limitation of 400mm length, by dividing it into pieces less then
400mm length. Before selecting Settings – Tools- Multi Cut (On/Off), it is important to setup proper
parameters for Multi cut in the software. Please refer to details on page 54 of Chapter 6-4.
See below pictures 5-22 and 5-23 to understand the concept of splitting better as below.
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Be sure to properties of COMM port is correctly setup as below in Picture 6-5.

< PICTURE 6-5 >

After set value, please click “OK” to save.

(Transfer Mode –NETWORK)
Prepare a network wire connect machine and computer, setting Network P. (NETWORK PORT)which
same with the computer, get a network ID of your office network, and input a same target ID of your
computer which put VR Cutting software picture 6-6-1 . Refer to picture 6-6.

< PICTURE 6-6 >

< PICTURE 6-6 -1>
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How to put Black Marks?

It is required to put 2 black marks side by side with the design. Black marks needs to be min. 1mm x
1mm size but we recommend 4mm x 4mm size in general. The gap between object and black marks
needs to be at least 1mm in X and Y direction like Picture 6-9.

< PICTURE 6-9 > < PICTURE 6-910>

Sequence of black marks in the design itself is also important. We advise put left mark first and
second mark later, to measure the first black mark which is closer to the cutting head origin
position. If you put the right side black mark first like Picture 6-9, you need to locate the mark
sensor at black mark (1) at starting of cutting job in cutter machine (process of page 46). X and Y
direction is described in Picture 6-10.

How to prepare proper design?

Objects in design file needs to have proper order, just like the sequence of black marks. It is important
to make the cutting head movement path as simple as possible, to reduce the inaccuracy and maximize
the cutting speed. For example in below Picture 6-11, the illustrate sequence of objects will optimize
and simplify the path of cutting head movement.

< PICTURE 6-11 >
Be sure to have max. 10mm margin in the end of job – distance (3) in below Picture 6-12.
If distance (3) is larger than 10mm, next mark cannot be sensed correctly.

Gaps of (1) and (2) between labels have no limitation, but recommended gap is 3mm ~ 5mm. Too
narrow gap will make problems during matrix removal (weak matrix can tear easily).

X

Y

X

Y
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< PICTURE 6-12 >

It is also possible to put multiple rows of same images in a single design like Picture 6-13. Next
black mark will not be sensed until one job is finished. It gives the same effect with using Track J.
parameter in Table 5.1 as more than 2 to skip mark sensing for a certain amount of jobs to save
time.

< PICTURE 6-13 >

How to prepare proper design for tools select?

From original design, leave the black marks as it is and remove the columns other than the
columns for the first head. Refer to below example of Picture 6-14.

< PICTURE 6-14>
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6-3 PLT format file generation

VR320 cutting software only imports PLT format files. It cannot read other design files directly.
So it is required to save or export the design file as PLT format from the design program.

How to create PLT files from Corel Draw?

In CorelDraw, you can export the design as PLT – HPGL plotter file format, simply like Picture 6-15.

< PICTURE 6-15 >

Output die-cut file with PLT format, Plotter unit 1013, curve resolution to 0.

6-4 VR320 Cutter software
1. Software installation

Open the cutting software in software device, the output port and rate to match the same in
device manager. The software is green software, no installation required, but under the other
plate must be placed in addition to the system disk , Please don’t put this software under C disk
to avoid any data losing see picture 6-16, send the shortcut to the desktop picture 6-17.

< PICTURE 6-16 >
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< PICTURE 6-17 >

Caution
If you run this software, please don’t open this software again until you close the last one,
otherwise software will running error.

2. Software set up
Software interface, double click left mouse button to get software interface see picture 6-18.

< PICTURE 6-18 >

Set the output port, Click SET PARA icon and select Output Port tab to setup port properties
properly. Please set the value like below Picture 6-19. Check Serial port, COM3 with 9600 baud
rate. And click “OK” button to save.

< PICTURE 6-19>
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Summary of software menu

Please refer to below Table 6.1 for overview of software menu.

menu sub-menu function REMARK

file

open Open *.plt file Icon access
available

close Close all opened file. -

save Save file. Icon access
available

save printed file Save file as another name. -

print Job sending. Icon access
available

exit Exit program X icon in title bar

Edit

Line cut Assign object as Cutting line Icon access
available

Line draw Assign object as Draw line
(like black mark)

Icon access
available

Cancel edit Undo assigning Icon access
available

Zoom

Color

Zoom in Zoom-in the screen Icon access
available

Zoom out Zoom-out the screen Icon access
available

Cutting color Select color for Cutting line Icon access
available

pen color Select color for Draw line (like black
mark)

Icon access
available

Cutting zone color Select background color (default is
White) -

Settings
Set Para Select the values and parameter Icon access

available

Drop point knife cut Editing starting point of object to cut Drop point knife cut

Device type
Cutting No use For future use in the

new version.

Template No use For future use in the
new version.

Print
Circle Valid in RP split mode (long labels

than 410mm)
For future use in the
new version.

Normal Default when cutting normal label less
that 400mm -

Register User log-in Security checking access code of the
machine when connected

For future use in the
new version.

Language Chinese/English Choice of menu language English and Chinese

Help about Program version information. V.1.2 currently

< TABLE 6.1 >
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6-5 File opening

Open sample files provided together with the program as shown in Picture 6-20.
Click “file“ menu and select “Open” or click OPEN icon to choose a specific PLT file to open.
For example below design of ‘TEST FILE.plt” file can be opened like Picture 6-21.

< PICTURE 6-19 >

< PICTURE 6-20 >

< PICTURE 6-21 >
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Output type: Use Original File Type as default. SP type is for split cutting of long labels in RP mode,
which is not available in version 1.2. This will be supported in next version of software.

Delete close point: ignoring any points very near each other within this distance. For example,
points on the line with 0.01mm distance will be ignored when setting value of 20 like Picture 6-26.

< PICTURE 6-27 >

Cutting Add Length: Center line of the knife has a slight different with actual knife tip point. So
starting point will not meet ending point when we cut the closed contour by moving the center
line as it is. So it is required to move additional length to make starting point and ending point
meet together smoothly. Add length means additional length to move the knife in total. Length
means additional length to move in original direction. The rest of the length will be moved in a
certain angle as defined. Refer to Picture 6-28 to understand better.

< PICTURE 6-28 >

Adjustment Starting Point

You can select starting point of cutting in each object. Adjust of starting point is important for
some cases, because the direction of knife tip on starting point of new object is depending on
ending point of the previous object. See Picture 6-29 to understand better.

< PICTURE 6-29 >
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Select Setting menu and select ‘Drop point knife set’ from the menu, as shown in Picture 6-30.
This will not be activated if you do not have cutting lines assigned as Ncut.

< PICTURE 6-30 >

In starting point setup mode, display will be shown differently as below Picture 6-31 by indicating
current starting points and directions for each object.

< PICTURE 6-31 >

Click any point of objects to change the starting position and click OK button in right end of the
GUI.
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If you select ‘Drop point knife set’ menu again, you can find starting positions are moved as below
picture 6-32.

< PICTURE 7.46 >

< PICTURE 6-32>

Del –--Delete setting; Set----Set the drop point knife; OK---to confirm. Quit ---quit setting

If you have slightly mismatching between starting point and ending point, you may easily resolve the
problem by moving the starting point to top/bottom edge against feeding direction as below picture 6-
33.

< PICTURE 6-33 >

Job Data Sending

When everything is ready, click “Print” icon or select file > Print menu as Picture 6-34. die-cutter’s panel
LCD will display “Receiving file “ message picture 6-35.

< PICTURE 6-34 >

FEEDING DIRECTION
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