Standard Operating Procedure frtting Stainless Steel dhe

Rofin Laser Machining Station

Version 1.1, August 15, 2007, by Steven Sergenese
Reviewed and uplated 0202-2010, by D.Turnbull.

Introduction

This standard operating procedure applies td=thin-Sinar laser mehining station
located in \f15. This station is 2D laser cutting station using a 100 W&eI air cooled
fiber laser.This SOP is not intended as a self training instructional guideline. Training
from a qualified operator is reqeut before unsupervised use

Manufacturer: RofifSinar

Laser Type: Air Cooled SPI Fiber Laser
Class: IV

Enclosure: Class |

Power: 100 Watts

Thelaser machining station in-¥5is capable of cutting two dimensional images,
stertils, and other usefydartsfrom various materials. It has been rated to be able to cut
up to 1mm thick stainless st¢&S) and to date we have been able to cut up to 1.5 mm
SS with good result§.he system is also cagatof importing .DXF drawingsvia the

Cagila softwarénstalled on the computer. The system is controlled via a touch screen
monitor (visible in picture) and can support both USB flash memory keys and floppy

disks, for uploading images and other files



Startup

1. Check the laser cutter log book to make shesdutter was left in good operating
order.

2. Turn onthe main valve for theompressedir on the wall behind machine. The
regulator on the back of the cutter (image below) is preset to 45 psi and should
not need to be adjusted under normal operation.

3. Turn onthe oxygen assist gas cylinderd adjusthereguatorto approximately
150psi (Pressure may need to be increadepending on the thickness of
material being cgt

4. Turn on mairpower switch on back of machibg turning clockwise.



5. Logontothecomputer(no password is required)

6. Press the bluE-Stop Resebutton therthe Power Onbutton on the machine.
If the machine does not power up, check to see thdrtergency Stopbutton

is in the out positiomy turning it clockwise. Thequver is on when the power
on button is lit.

7. Make suresliding door is closed on the enclosure

8. SelectNView MI(2) iconto bring up the laser cutter control center
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9. When prompted, select to home the axBlse stage will automatically begin to
movwe to calibrate the machine.
Do not perform any other task until the homing process is complete!!

Alignment of Material

1. PresgheNext button on the side of the screen to cycle through the various controls
until the clamp operation buttons are shown.
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2. Slide the workstation door open

3. Open the clamp&lamp buttons will be graygnd load the material.

4. Closeoneclamp(Clamp buttons are highlighted yellow when closed)
5. While holding down the material, close the other clampis helps to fixhe

material in the flattest position.

6. At this time it is advised that you adjust the focus as required. Simply turn the
dial on the cutting headrocus values are given in the laser recipe sheets.



7. Slide the door closed.

8. Select thdHome Pagebuttonin the lower right corneto bring up the home
page,and selecManual to control the stage motion
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9. Select each of the ax¥s Y, and Z buttors to turn thengreen andllow control
of each axis.

10. Lower the z axis using the appropriate contmall slightly above the material
(=1 cm) and position the head at the point of origin for the cut (see Cagila).

Note in the image below the ldfox is setup to move the x an@uxsin the free

run mode wth a Z axis velocity of 10 anithe rightbox to mae the x and z axis

in the distance mode with a movement of 0.1 mm each time the direction arrow is
pressedThese can be changed as per user preference so it is important to
carefully double checkthey are set as below before making any head



movementsbecuse if used incorrectly, serious damage to the cutting head
could occur.

When moving the cutting headnear the material with the jog type =
distance, the operator must make certain the distance setting in the
box for the Z axis is set to 0.1mmThis will move the head 0.1mm

each time one of the directional arrowss ﬁressed. _
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11.Using afeeler gaugéo check thalistancebetween the cutting head and material,
slowly lower the head until it is 0.30mm above the matéuisd extreme carel)
Record the neggive number that is in the z axis measasat will be required
later.

Poz Crmd [prog] Poz Welocity [ava)




12. Slowly move the cutting heaolver the area to be cut (this can be done using the
arrows or by deselecting the x and y axis (step 9) and manually moving the x and
y stages) wite checking the material is flat throughout the cutting area and the
0.3 mm gap is maintained (0.2mm to 0.5mm gap is acceptable for reasonable
guality cuts). Outside this range, the material will have to be removed/reinstalled
the above procedure redone.

13.When aligned, sele¢éiome near the z axis controls his will return the cutting
head to its home position.
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Loading Cutting Program

1. On the NView HMiscreen seleddome Pagebutton in the lower right corner and
selectFrom File.
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2. SelectOpen on the right side and select the correct file.

3. Within the code where it has the z axis height ($zFocusPos=), enter the negative
number from the alignment procesEhis will allow the cutting head to move to

the cutting position automatically.
Be \ery careful about this number. Failure to do so will crash the cutting head

and cause damage.




