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Operation Instructions

Directory

1 Product Introduction

2 Software Installation and Online

2.1 Software Installation

2.2 IP Settings for Plotters

2.3 Online (direct connection) through network cable

2.4 Online through network cable (through switches, routers)
2.4.1 Method of Setting Computer IP to Static IP

3 Software main interface

3.1 Menu Bar

3.2 Toolbars
4 Settings (System Software Settings)

4.1 Drawing Settings
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1 Product Introduction

The ICUTTER output center QCUT is a software developed by Ningbo CARV
Automation Technology Co.Ltd. for controlling inkjet plotters. The software supports
operating systems such as WinXP, Win7, Win8.1, and Winl10, with strong
compatibility. The software can read PLT or dxf files output by various CAD
platemaking software, and perform rotation, pagination, mirroring, merging, and
other processing. The processed files can also be exported as PLT files. Can manage
the calibration parameters of the plotter, and can also save the print list and
parameters, making it convenient and fast to use.

2 Software Installation and Online

2.1 Software Installation

The software is a green direct copy version, which can be directly copied

and unzipped to the root directory of the computer's hard drive, such as

the D drive.Find this icon ,Open it and you can use it now
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2.2 IP Settings for Plotters

Modifying the IP of the plotter needs to be done in a ready state. First,
click on the IP as shown in Figure 2.2 to modify it. As shown in Figure 2.3.
The IP setting of the plotter factory is 192.168.1.175.

2.3 Online through network cable (direct connection)

The network cable can be connected directly (as shown in Figure 2.4). It
should be noted that the direct connection method is used. If the
computer's network port does not support automatic polarity reversal
function, the online network cable must use a cross network cable,
which means the two ends of the network cable are arranged in
sequence, one end using the 586A standard and the other end using the
586B standard (for more information, please use search engines to learn

online).
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When using direct connection,

The computer IP should be set to static IP, 192.168.1.100,

Set the subnet mask to 255.255.255.0,

The gateway IP is set to 192.168.1.1,

The plotter IP does not need to be modified, and the default 192.168.1.175 can be
used.

2.4 Online through network cable (through switches, routers)

Network cable connection can also be achieved by connecting a computer and a
plotter together on a switch (or router), as shown in Figure 2.5. The advantage of
using this method to connect is that multiple computers can control a plotter.

When connecting through a switch or router, the computer's IP can be set to static IP

or set to automatically obtain (provided that the connected router has enabled the
automatic IP allocation function).
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2.4.1 Method of Setting Computer IP to Static IP

3 Software main interface

3.1 Menu
main menu Submenu Submenu illustrate
file open Used to add PLT and dxf files to the worklist
delete Delete the selected file as indicated by its
name
exit Exit the system and close this software
view control panel Open and close area 2
Fit to Window Graphic display to full screen state
hide Software hidden in the bottom right corner
edit revoke Used to undo changes to a file when there
is an error in editing it.
redo When there is an error in editing a file, it is
used to restore it to its previous state
before editing.
set up Drawing units
System settings
Machine parameters
help language English, Turkiye, Chinese, Russian
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3.2 Toolbar

button

explain

Add a PLT or dxf file to the worklist.

Delete the selected item from the list.

Current File Save Output PLT Format

The offset value in the Y direction of the origin (paper edge distance) is used to adjust
the starting position of the graph in the Y direction. The parameter value set
increases and the graph moves towards the Ymax direction.

Enter the parameter setting interface, please refer to "6 System Software Parameter
Settings"

Parameter setting interface

If you are ready, you can change the IP address of the printer at will. After confirming,
you need to restart the printer once

v After setting the automatic directory below, the files will be
automatically printed and output.

icon

Instructions for use

If there are files in the work list, click this button and the plotter will start working.

When the plotter is in operation, clicking this button will cause the plotter to enter a

paused state,
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When the plotter is in a paused state, clicking this button will cancel the ongoing
tasko

When the plotter is in an idle state, clicking this button will cause the plotter to

perform a cleaning action on the nozzle.

Click this button to perform the operation of returning to the origin.

When this button is pressed, the plotter head will move in the Y+direction.

When this button is raised, movement will stop.

When this button is pressed, the plotter head will move in the Y-direction.

When this button is raised, movement will stop.

When this button is pressed, the plotter head will move in the X-direction.

When this button is raised, movement will stop.

When this button is pressed, the plotter head will move in the X+direction.

When this button is raised, movement will stop.

Control the machine to print test pages.

Perform blade cutting test.

Set the left offset of the machine.

Set parameters. (Same as "Parameters" in the menu bar)

Network settings can be made to configure the IP parameters of the cutting machine.

[T Failing fmds

Control the lifting and lowering of the blade head.

[~ Fan

Control the fan to turn on and off.

P Lt
T ™

The software display language can be switched.

27




Ningbo CARV Automation Technology Co.,Ltd.

3.3 Work list

Used to display the file to be printed and its basic information, including status, width *
length, score, starting position, file name, etc. Click on a list item to perform operations such as

deletion, printing, pausing, and adjusting work order.

3.4 Preview Area

The preview area is used to display a graphic preview of the task files in the list.

3.5 Status bar

Display the connection status of the machine;

Ready, indicating successful machine migration connection, waiting to execute work tasks.
Offline means the machine is not connected.

Display the XY axis coordinates of the mouse in the preview area;

Display the location of the car;

Display the working coordinates of the cutting machine;

Display the network IP of the cutting machine and control computer.

4 Parameter settings

Clicking on the icon or selecting "Parameters" from the menu bar will bring up the
parameter setting interface.
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4.1 User Parameters

(PIC4.1)
The user parameters are shown in Figure 4.1, and their specific meanings are as follows
Number Parameter Name Meaning
1 Automatically recognize the outer contour as Automatically recognize the outer contour as a cutting line when
a cutting line when reading the drawing file reading the drawing file
2 Cutting edges identified by contour Cutting edges identified by contour recognition
recognition
3 When a cutting line is detected during file When a cutting line is detected during file opening, the outer
opening, the outer contour is not recognized contour is not recognized
4 Before identifying the contour, first identify Before identifying the contour, first identify the "T" shaped cut
the "T" shaped cut
5 Before identifying the contour, first identify Before identifying the contour, first identify the "I" type cutting
the "I" type cutting edge edge
6 DXF file units The scale value for converting graphic units in DXF files.
7 (Inkjet mode) Only draw without cutting Only perform inkjet drawing without cutting.
8 Clean the nozzle before starting printing Clean the nozzle before printing begins.
9 Wide mode (automatic rotation before Wide mode (automatic rotation before pagination)
pagination)
10 paging paging
11 Page width (mm) When using pagination printing, set the width of each page.
12 Automatically delete completed items from Automatically delete completed items from the list.
the list
13 Skip the U-shaped cut during cutting and turn | Skip the U-shaped cut during cutting and turn it into a drawing.

it into a drawing
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14 Line to hole drilling Lines become punched holes.

15 Hole spacing (mm) After selecting the "Line to Hole" option, set the hole spacing.

16 Draw cutting lines Draw a cutting line.

17 Start cleaning the nozzle at the beginning of Start cleaning the nozzle at the beginning of each section.
each section

18 Is it a mirror Use the Y-axis (feed direction) as the axis to mirror and flip the

pattern left and right.

4.2 Spray cutting parameters

(PIC:4.2)
The spray cutting parameters are shown in Figure 4.2, and the specific parameter meanings are
as follows.
Number Parameter Name Meaning
1 Enable nozzle 1 # Enable nozzle 1 #.
2 Enable nozzle 2 # Enable nozzle 2 #.
3 Bidirectional printing Bidirectional printing.
4 Number of overlapping points in the X | Set the number of overlapping points in the X
direction of nozzle 1 # 2 # (0~10) direction for nozzles 1 and 2.
5 Round trip calibration (0~50.00mm) Set up back and forth calibration.
6 1 # nozzle position when printing to the left | Set the position of nozzle 1 when printing to the
left.
7 Position of nozzle 2 # when printing to the | Set the position of nozzle 2 when printing to the
left left.
8 Position of nozzle 1 # when printing to the | Set the position of nozzle 1 when printing to the
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right right.
9 Position of nozzle 2 # when printing to the | Set the position of nozzle 2 when printing to the
right right.
10 Edge adjustment left buffer (0~50mm) Set the left buffer for edge adjustment.
11 Edge adjustment left margin (0-200mm) Adjust the left margin by setting the border.
12 Edge adjustment left line (-5-5) pixels Set the boundary to adjust the left line.
13 Edge adjustment right buffer (0~50mm) Set the right buffer for edge adjustment.
14 Edge adjustment right margin (0-200mm) Set the edge to adjust the right margin.
15 Edge adjustment right line (-5-5) pixels Set the boundary to adjust the right line.
16 Cutting method (0-no  deceleration | Set the cutting method.
1-deceleration lifting)
17 Full blade cutting length (20~100) (mm) Set the cutting length for the entire blade.
18 Adhesion amount (0.1~3.0) (mm) Set the adhesion amount.
19 Electromagnetic response delay (0.0~20.0) | Set the electromagnetic response delay.
(ms)
20 Spray cutting overlap (X) (-200.0~200.0) | Set the spray cutting overlap (X).
(mm)
21 Spray cutting overlap (Y) (-200.0~200.0) | Set the spray cutting overlap (Y).
(mm)
22 Blade tip compensation (0-2) (mm) Set blade tip compensation.
23 Activate knife pressure (2~199) Set the starting knife pressure.
24 Full knife pressure (2~199) Set the full knife pressure.
25 Half knife pressure (0-50) Set half knife pressure.

4.3 Directories

(PIC4.3)
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The directory settings are shown in Figure 4.3, and the specific parameter meanings are as

follows.
Number Parameter Name Meaning
1 Manual directory The default directory to open when manually adding.
2 Automatic Catalog The default reading directory for the automatic printing mode system.
3 Automatically backup printed files | Automatically backup printed files.
4 Backup directory The directory used to store backup files when automatic backup is
enabled.
5 File filtering Limit the file type when opening files.
6 Logo settings Custom text LOGO used for printing drawings.
7 Logo font size (0~10) Set the font size of the logo.
8 Line thickness setting Set the thickness of the printed lines.
9 Add black lines Set the printing lines to be black.

4.4

Size related
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(PIC4.4)
The dimensions are shown in Figure 4.4, and the specific parameter meanings are as follows
Number Parameter Name Meaning
1 Measure the length direction of the paper for measuring | Draw the drawing and measure the actual length.
dimensions
2 Measure the dimensions in the direction of paper width Draw the drawing and measure the actual width.
to update Update the scaling ratio.
4 The proportional parameters are stored on the | The proportional parameters are stored on the
motherboard motherboard.
5 The proportional parameters are stored on the computer | The proportional parameters are stored in the
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control computer software.

4.5 Miscellaneous

(PIC4.5)
Miscellaneous items are shown in Figure 4.5, and the specific parameter meanings are as follows

Number | Parameter Name meaning
1 Printing advance paper length (0~250mm) | Before printing, move forward a blank piece of paper and then
start printing.
2 Paper length after printing (0~250mm) After printing is complete, move forward a blank piece of paper
and then complete the printing.
Cutting paper also in inkjet mode Cutting paper also in inkjet mode
Starting point Y coordinate Set the starting point Y coordinate for "cutting paper even in
inkjet mode".
5 End point Y coordinate Set the endpoint Y coordinate for "cutting paper even in inkjet
mode".
6 Adhesive amount in the middle of paper | Set the adhesion amount in the middle of the cutting paper.
cutting (0.05.0mm)
7 Tail cutting line and cutting distance | Set the distance between the tail cutting line and the cutting

(0~50mm)

piece.

Default extension when manually opened

Set the default extension when manually opened.

Allow movement of selected curves

Enable the ability to move selected curves.
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4.6 Advanced parameters

(PIC4.6)

The advanced parameters are shown in Figure 4.6 and can only be set after unlocking. After

unlocking, they are shown in Figure 5.7. The specific parameter meanings are as follows.

Number | Parameter Name meaning
1 Pulse count per mm for paper axis (30~200) Pulse count per mm for paper axis (30~200)
2 Number of pulses per mm on the car axle (30~200) Number of pulses per mm on the car axle (30~200)
3 Ignition pulse width (18-25) By adjusting the parameters based on the material
of the ink, the amount of inkjet ink can achieve
better results.
Number of inkjet interval pulses Number of inkjet interval pulses
Distance between the left and right columns of the | Adjust the printing distance of the ink jet holes on
nozzle (2040 pixels) both sides of the ink cartridge.
6 Recommended value Set the "Inkjet Frequency" option parameter using
the recommended values.
How many times to spray and cut a section Set how many times to spray and cut a section.
8 Inter segment heavy mulberry compensation | Setinter segment heavy mulberry compensation.
(0.00mm™~2.00mm)
9 Maximum speed in the direction of paper advance and | Set the maximum speed for advancing and
retreat (100~600mm/s) retracting the paper direction.
10 Acceleration in the direction of paper advance and | Set the acceleration in the direction of paper
retreat (0.5~10m/s~2) advance and retreat.
11 Maximum speed in the direction of the car | Setthe maximum speed inthe direction of the car.
(400~1200mm/s)
12 Acceleration in the direction of the car (1-20m/s~2) Set the acceleration in the direction of the car.
13 Maximum cutting speed (50-600mm/s) Set the maximum speed for cutting.
14 Acceleration during cutting (0.2~5 m/s~2) Set the acceleration during cutting.
15 Stop when the head movement position exceeds (mm) Set the distance to stop when the head movement

position exceeds.
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