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WEDM PROGRAM AND CONTROL SYSTEM
FOR UNDERLYING/DESKTOP

GENERAL PURPOSE SOFTWARE

WEDM PROGRAM AND CONTROL SYSTEM
FOR UNDERLYING/DESKTOP

PROFESSIONAL SOFTWARE FOR
ENTERPRISE AUTOMATION

HF V10 is a general-purpose software, HF X10 is a professional software for
enterprise automation and special processes.

The following will briefly introduce the HF general and special functions of the
hybrid V10/X10.

The HF SOFT editing and control integrated system is divided into two system installation

methods: "desktop” and "bottom type".



The HF series software includes:

@ HF wire cutting editing and control Integrated system (HF)

@ HF sand wire machine programming and control integrated system (HF-ABR)
® HF Industrial automation intelligent control system (referred to as: HF-IA)

@ HF Automatic programming transmission system (referred to as: HF-P)

Affirms that:

At www.hgdsoft.com We will provide V10 and X10 software downloads on the official
website of. com. If one of your hardware devices has a "dongle" label marked with "V10"
or "X10", you can upgrade HF software to the latest version of V10/X10. Do not force
upgrading or running without identification, such as causing software dog damage and

not enjoying after-sales service.

What is the HF underlying control system:
The PC does not need to install Windows or Linux or Unix. After the PC is powered on,

it directly enters the HF control system to work.

Characteristic:

Quickly access HF software directly after power-on

Professional control work is independently completed by HF system

The underlying mode is stable, powerful and fast

GHOST installation and recovery completed at a high speed (1 second)

Hard disk portability is very strong, and the same hard disk can be applied to other

PC ends




Solid state drive is lightweight and convenient for technical support
The underlying HF software can be self-upgraded, easy to understand and effective

in real time
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1. HF Interface

Exit Program Process 4-Axes Param. Other Informa.
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1. "Exit" : Exit the software
2. "Program” : drawing and post-processing code generation

3. "Process" : code processing



4. "4-Axes" : heterohedron synthesis
5. "Param.” : Basic system parameter settings
6. "Other " : other comprehensive processing and operating functions

7. "Information” : Software Instructions and Introduction

2. “Program” Interface

Program

Measure Dividin
Read Save

Next.1

Ch.Trace| De. Tr&Au| De. Tracs EXIT |

Disp.All|Di.Direc| Move pi=play NG

"program” contains various drawing functions, and has high-precision mathematical

model processing for straight lines, arcs, and parabola.



Ch. Inter| Ch.Trace| De. Tr&fAu| De . Tracz| Del Aux.|Clea.Sc. EXIT

| | |

Di.Trace|Disp.All|Di . Direc Mouve Full Zoom Display _

The graphics programming accuracy and processing ability of HF "program” are much
higher than the drawing method of small arcs in CAD graphics programming. It should
be noted that CAD uses a straight-line approximation drawing method for small arcs,
and the accuracy calculation is less than that of HF, while HF directly uses the real arc
processing method and the large-precision bottom layer processing. HF's full-drawing
programming makes the processing data transmission more synchronized with the axis,
and the workpiece is more accurate and smooth.

"program"” contains keyboard shortcuts to:

“Choose intersect’ “Take trace “Del trace(line or  “Del continuous
point” :1 between two points arc)” :3 traces” :4
on aux” : 2
“Del “Clear Screen” :6  "Exit" :7 “Only display
aux(point/line/circle)” : traces” : 8
5

“Display all” : 9 “Display traces’s “Move graph” “Full screen” : C




direction” : A B
“Zoom (in/out)” : D “More display “Take aux’ “Take
functions” : E point” : F aux’ line" : G
“Take aux’ arc” : H “1 tange’ circle” :1  “2tange’ "3 tange’
circle” :J circle” : K
“Common tange’ “Undo graph” : M “proces” : N “Other” : 0O
line” : L
“Draw trace’ line” : P “Draw trace’ arc” “Regular “List’ points
Q curve” : R curve” : S
“Change “Change block” : “Modify trace” “Change
contionuse” : T U Vv trace” W
“Order for traces” : X  “Fillet/cChamfer” “Lead in/out- “Input graph” : 0
Y line” :Z
“Next 1" : F9 Frame selection “Next 2" :F10  Frame selection
graphics graphics
“2NC1" : F5 Frame selection “2NC 2" : F6 Frame selection
graphics graphics

Shortcut key operations can be performed on the "program" interface.

A, "“2NC/D1” #1 “2NC/D2" : Quickly generate 2NC code



Program

To
Proces

Measure Dividin
Read Save

Next.1 | Next .2

Ch. Inter| Ch.Trace| De. Tr&Au| De.Tracs| Del Aux.|Clea.Sc. EXIT | | |
Di.Trace|Disp.All|Di . Direc Mouve Full Zoom Display _

At the bottom right corner of the "Full Drawing Programming" interface
"2NC/D1" is "execute all trajectory lines", "2NC/D2" is "execute trajectory lines within

the leader".
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Various parameters in "Run”, you can immediately synchronize the current Settings

when you click "Run”.

"Execute" : Start generating processing G code

Cancel: Exits the 2NC library

Save HAF: Save the current battery parameter file

"Cutting parameters” : enter manufacturing parameters, cutting times, deviation,

overcut, etc.

‘ Rough . Nu 2 Cut.Nu [ ‘Material [ ‘Altitude [0 ‘
Contents of the material database. When there is a material database, you can select
"Material", enter the value of "Altitude", enter the value of "Rough.Nu", instantly access
the "manufacturing parameters” and "electrical parameters”, just click "Run" to start

processing.



Group P.W P.I H.V Grou Grou Step Step Loop Loop Sing Fila Puls
Stat Puls Stat Puls Stat Time Stat Stat Spee

Each item in Electrical Parameters can be modified independently. “SG” is the first

n n

electrical parameter when cutting starts. “+” to retrieve the saved Electrical

Parameter file.

l_ Note:CutPause

Tah

lap Width Stop

"Grou Set" (manufacturing parameters) : Each item can be modified independently and

is automatically presented when retrieved from the material database.

Whether "2NC Library"” has "material database” or not, you can manually set

"cutting times", "cutting parameters”, "electrical parameters”, and one-click to

start generating processing code, just click "Cut".



"2NC/D" It can quickly access cutting and electrical parameters, and display the
current selected file content and historical file content in real-time.

And, after clicking on "Generate G Code and Process", the G code can be automatically
generated and retrieved to the processing interface. And the cutting frequency

parameters and electrical parameters are configured at once.

The "2NC/D" can quickly and quickly process the 2NC code for users and achieve
one click start processing.

All data can be modified. After clicking Execute, all data takes effect. And the
processing graphics and processing parameters are all automatically completed, just
click to cut.

"S" button can view the processing situation in real time. "Save File" can be
automatically generated or saved according to the user's preference when selecting a

file name.

1, “In/Out Line”



h 7 (InsOut Line)

Point method

Length method

fAingle method

Line->I1-0-1ine

Del all-l1line

Change direct.

Ch.coeff icient

Batch coeff.

Batch line

Del ha'line

C' laststep

Shrink&Blow

Oof f=et/f

e e | Exit

All f£=2

This function needs to set the "gap compensation f" value used globally in option D,

otherwise it cannot be used. If there is a "global gap compensation f" value, it will be

displayed at the bottom of the screen. At the same time, if the D option f has a value,

"Execute 1" or "Execute 2" will skip the input of the f value, but will be rendered.

h 7 (InsOut Line)

Point method

Length method

fAingle method

Line->I1-0-1ine

Del all-line

Change direct.

Ch.coeff icient

Batch coeff. f

Batch line

Del ha'line

C' laststep

Shrink&Blow

Oof f=et/f

e e | Exit

lect the t t }
selec he target graph All £=2




Use the mouse box to select the required coefficient to modify the lead-in line of the
graph, and enter the value of f.

What should be understood is that the+- input of the f value is only to switch the same
side or the opposite side of the lead-in line of the current drawing.

Distance: if you enter f as - 2, the lead-in arrow moves to the opposite side. The change

effect is as follows

Before change : After change :

i i (In/Qut Line)

Point method

Length method

Angle method

Line—>1-0-1ine

Del all-line

Change direct.

Ch.coeff icient

Batch coeff. f

Batch line

Del bha’'line

C’' laststep

Shrink&Blow

Of fzet/f

e | Exitl;

All f£=2

Please note that this f value is the gap compensation f value, and this f value is the f
value of the graph you selected, which does not conflict with the global f value, and will
be automatically converted into a coefficient to bring in after the input is completed.

The purpose of entering f value is to make it easier to understand and use directly, but



the final f value will be expressed as a coefficient.
This function can be modified in full drawing programming when applied to different

graphics using different gap compensation.

Three ways to turn off "global f value": (ensure that "global f value" does not interfere
with the next work)
(1) Manually reset the "global f value" to 0; (2) Exit the software and close it

automatically; (3) "Global f value" and enter the post position.

Mind Map:

When the global f value is positive, all graphics are compensated according to the
same side; When the global f value is negative, all graphics are compensated
according to the opposite side. The logic is the same as the input effect of f value
when it is set after.

The+- in "block change compensation f value” is only the switching direction.

Special cases:
After modifying the f value of a figure leader to 0, you can enter the+- f value at will
after modifying the f value again, check the arrow direction, and then make the

required+- f modification.

“Batch coeff.” :



This function needs to set the "gap compensation f" value used globally in option D,
otherwise it cannot be used. If there is a "global gap compensation " value, it will be
displayed at the bottom of the screen. At the same time, if the D option f has a value,
"Execute 1" or "Execute 2" will skip the input of the f value, but will be rendered.

Use the mouse box to select the required coefficient to modify the lead-in line of the
graph, and enter the value of f.

Please note that this f value is the gap compensation f value, and this f value is the f
value of the graph you selected, which does not conflict with the global f value, and will
be automatically converted into a coefficient to bring in after the input is completed.
The purpose of entering f value is to make it easier to understand and use directly, but
the final f value will be expressed as a coefficient.

This function can be modified in full drawing programming when applied to different
graphics using different gap compensation.

“Batch line”

(In0Out Line)

Point method

Length method

fAingle method

o Line—>1-0-1ine

Del all-line

Change direct.

Ch.coeff icient

Batch coeff. f

Batch line

Del ha'line

C' laststep

Shrink&Blow

Oof f=et/f

Exit

select the soure graph,include lead in



Follow the prompts to select a drawing that already has a leader

(In0Out Line)

Point method

Length method

fAingle method

Line->I1-0-1ine

Del all-l1line

Change direct.

| <Ch.coefficient

Batch coeff.

Batch line

Del ha'line

C' laststep

Shrink&Blow

Oof f=et/f

Exit

zelect the target graph

Then frame the block area where the same drawing exists

(In0Out Line)

Point method

Length method

fAingle method

Line->I1-0-1ine

Del all-line

Change direct.

Ch.coeff icient

Batch coeff. f

Batch line

Del ha'line

C' laststep

Shrink&Blow

Oof f=et/f

Exit [}




Automatically generate leaders with the same cut in and trend. (if the selected block
area drawing is very different from the existing leader drawing, the leader length is

automatically compensated)

“Del ba’ line” :

(In0Out Line)

Point method

Length method

fAingle method

Line->I1-0-1ine

Del all-line

Change direct.

Ch.coeff icient

Batch coeff.

Batch line

Del ba'line

C' laststep

Shrink&Blow

Oof f=et/f

Exit

select the graph,clear lead in line

Select the area of the block where the leader needs to be deleted, and all drawing

leaders in the block will be deleted automatically.



(In0Out Line)

Point method

Length method

fAingle method

Line->I1-0-1ine

Del all-l1line

Change direct.

Ch.coeff icient

Batch coeff.

Batch line

Del ha'line

C' laststep

Shrink&Blow

Oof f=et/f

Exit [;

Leader deletion is completed after marquee selection,

“C" lastsetp” :
Cancel the previous operation of generating or canceling the leader, and return to the
previous operation.

“Shrink&Blow" :
Reduce and enlarge the drawing in the leader operation, and automatically return to
the leader interface after ESC is cancelled.

"Zoom" :



Next.1 | Next.2

Ch. Inter| Ch.Trace| De.Trace| De.Tracz| Del Aux.|Clea.Sc. EXIT Tng?gBSg&BB
Di.Trace|Disp.All|Di.Direc Move Full Zoom Display NETTHCRES

Click the mouse (left or right button) on the graphic interface in the "full drawing

programming" interface, or click the key D to quickly enter "zoom".

» Mouse L~ R Bu
hox =elect

+ L Bu

. — ‘R Bu

<N O N <- f F9 :Full

Exit:Dhlc.~ESC

.233795568:1

Note :Graph Main interface,Mouse(L/R) Click Into AT




» Mouse L~ R Bu
hox =elect

+ L Bu

. — ‘R Bu

R & 3 | TR F9 :Full

Exit:Dhlc.~ESC

.233795568:1

Note :Graph Main interface,Mouse(L/R) Click Into T

The left mouse button box selects the local zoom range, and the right mouse button
box selects the local zoom range, which can be realized immediately. Double click the

mouse (or ESC) to exit immediately.

Comprehensive function description:

Mouse (left+left) box selection=zoom in

Mouse (right+right) box selection=Zoom out

Mouse (left+left) click in place=exit

Mouse (right+right) click in place=exit

Mouse (left+right) click in place=full screen

Mouse (right+left) click in place=full screen

The combination of the above mouse buttons completely eliminates the use of a
keyboard, and can complete all functions such as zooming in, zooming out, exiting, and

full screen with one hand. Greatly accelerating graphics processing speed and smooth



operation.

“Move” :

To
Proces

-

Next.1 | Next.2

Ch. Inter| Ch.Trace| De.Trace| De.Tracz| Del Aux.|Clea.Sc. EXIT Tng?gBSg&Bﬂl
Di.Trace|Disp.All|Di.Direc Move Full Zoom Display NETTHCRES

Click Tl<— key in the "Full Drawing Programming" interface, or click button B to

quickly enter the "Move Graph”



» Move Mousze

1)Distance sm—
all at center
) of =zide.
......... A AR g - Z2)Diztance bhig
. ) | D — (.0 at other.

» DirectionKey

T1l<+ nove

Exit:Click~ESC

Note:Graph Main interface,Direction key Into

You can use the arrow keys (or the edge of the mouse) to move the image in "Move

Image”.

2. "“Overcut sharp corner”

Modify trace

Truncate

Two part into
line

Two part into
arc

Arc to line

Extend

Ourcut sharp
corner

Exit

16.9897959:1
Tr=6 Au=A
Name: Noname




“Program” - "Modify trace” - “Overcut sharp corner” ,please add lead in/out-line
before using this function. Single graphics can be processed by frame selection, or

multiple graphics can be processed in batch.

* Qurcut

Line
QuerCut

Triangle
QuerCut

Exit

Note:

for one cut

16.9897959:1
£_______________________________________________________________1 Tr=6 Au=8
zc(Mouse—R):Exit Name: Noname

Overcut sharp corner,punch only ( for single cut) .

“Line OverCut” generate the following legend:



* Qurcut

Line
QuerCut

Triangle
QuerCut

E-*t

Note:

for one cut

16.9897959:1
Tr=6 Au=A
Name: Noname

“Line OverCut” the lead-in line and the cut-in direction need to be in the same
straight line direction, suitable for right-angle shape.

“Triangle OverCut” generate the following legend :

* Qurcut

Line
QuerCut

Triangle
QuerCut

E-*t

Note:

for one cut

16.9897959:1
L_______________________________________________________________1 Tr=6 Au=A
sc (Mousze—R) Exit Name: Noname




“Triangle OverCut” it is required that the lead-in and the cut-in direction are in the

same linear direction, and can be used for non-right-angle shapes.

3. “Program Right’ Borde ESC” :

—
—
—
-
—
—
—

When the "Full Drawing Programming Right Touch Exit" is set to "ON" in "System
Settings”, in the selection menu of full drawing programming branch column buttons,
right touch the rightmost border to return to the Home screen. This method can

accelerate the graphics rendering processing ability after habitual use.

4A. “READ”



Call Traces

Z Call Auxs

3 Call Tr&Auxs

. , S 4 ca11 DxF

5 Call cAD

6 Call GB Cha.

7 Call AUTOP

g { Clear >

EXIT

Include :

“Call Traces” : Retrieve the trajectory line graph in HGT format.

“Call Auxs” : Retrieve auxiliary line diagrams in HGN format.

“Call Tr&Auxs"” : Automatically retrieve HGN files with the same name after retrieving
an HGT file, such as retrieving SDJ Automatically retrieve SDJ after HGT HGN and
automatic full screen display.

“Call DXF" : Retrieve DXF format files that are compatible with all formats.

“Call CAD” : Must have a dedicated HF font library.

“Call GB Cha.” : Must have a dedicated HF font library.

“Call AUTOP” : Retrieve DAT format file.

“<Clear>" : Clear screen, can be cleared in real-time on the image adjustment

interface.

4, “READ” - "CALL DXF”



Regardless of whether the HGT, HGN, or DXF files are retrieved during the image

retrieval process, the graphics will automatically display full screen after the retrieval is

completed

Traces

Z Call Auxs

Tr&Auxs

Call

DXF

5 Call cAD

6 Call GB Cha.

7 Call AUTOP

g { Clear >

EXIT

FileMame [.DXF1 |}

Any mouse button/enter key: execute downwards.



Call All
h No hlockéch.
= 1 ' e Abso lute(2)
P — i ——— i : R D Mouse=1
T - []Enter=1

ESC(Exit2)

F

Any mouse button/enter key: execute downwards.

Any mouse button can quickly and directly reach the target file location with one click
when selecting "Retrieve DXF".

If we call DXF files generated by other software, we can use "Auto Merge Sort" to

quickly process graphics.



Leading order

Auto order

Del overlap

Order rectangu
Order poluygo
H?ticluc
Composze =same
Compose

Dispqu

Del breakpoint

Auto Com.&0r.

Exit

Auto Composing same type traces...

Call the DXF file generated by other software, and use "Auto Merge Sort" in "Sort" to

automatically complete the merging of similar segments and automatic sorting.

Leading order

Auto order

Del overlap

Order rectangu
Order polygo

H?ticluc

Del breakpoint

Auto Com.&0r.

Exit

All Break: 336

Example: When external DXF files are not "automatically merged and sorted"



Leading order

Auto order

Del overlap

Order rectangu
Order polygo

H?ticluc

Del breakpoint

Auto Com.&0r.

Exit

All Break: 1

Example: The case of external DXF files that have used Auto Merge Sort

After comparison, we find that the external DXF files that have used "automatic merge

and sort" have become orderly and regular.

4B, "“CAD”"



Character Set and it’'s name

Height (mm)

X—propotionalitylll]

Center Rotation Gradient

Vertical Elevation Angle

Mirror or not

Arayal Mode

Character Set and it’'s name

Height (mm)

X—propotionalitylll]

Center Rotation Gradient

Vertical Elevation Angle

Mirror or not

Arayal Mode

Multiple Fonts: SHXNEXTWFST

Baze on MID-P of ha=ze line

Hollow Char

Multiple: SHXNEXTSNITALCOME

Hollow CHN

User—Char

User—CN

Multiple Fonts

Baze on MID-P of ha=ze line




Font : ITALCOMP <« | >>|i{g’|ﬁ[|

HETXT3 ZHCN

HETXTH £HCHN

HETXTH £HCHN

HETXTS £HCH

HZUE £HCHN

HZXK ZHCHN

HEXY ZHCH

HZZY ZHCH

1509 [; CHaR

ITALCOMP CHAR

ITALIAN CHAR

ITALIC CHAR

ITALICYO CHAR

1 Call Traces

Z Call Auxs

3 Call Tr&Auxs

4 Call DXF

5 Call cAD

6 Call GB Cha.

7 Call AUTOP

g { Clear >

A EXIT

4C, “Save”

“Trace&Ausx” : Automatically save the guide line as an HGN file with the same



name while saving the HGT file.

“F9=USB"” : Quickly switch between storing local and USB drives (without

manually entering drive letters and paths, etc.).

Trace—>HGT

Z Auxs —>*HGN

3 Trace&fuxs

- ! il ¢ Trace>DXF

5 Trace—>DAT

Exit

F9=USB, F9 switch can achieve the function of storing to local or USB drive.



Trace—>HGT

Z Auxs —>*HGN

3 Trace&fuxs

4 Trace—>DXF

5 Trace—>DAT

Exit

F9=USB, when stored on a USB drive, the USB icon will be displayed in the bottom

right corner of the interface.

Trace—>HGT

Z Auxs —>*HGN

3 Trace&fuxs

4 Trace—>DXF

5 Trace—>DAT

Exit

(Trace)Save [E:\NEUDXFA\ZBBB%\15231(.HGT)? 36l

USB valid (USB storage), the entered file name will be stored on the USB drive.



5. "De. Tr&Au" :Del Trace and Aux
You can box select graphics and batch delete selected graphics; You can also click on
the trajectory line with the left mouse button to turn it into an auxiliary line; You can

also right-click to directly delete trajectory lines or auxiliary lines.

To

P Other

Next.1 | Next .2

Del trace&aux <3> 1.84731678:1

Ch. Inter| Ch.Trace| De. Pe&fAu| De. Tracz| Del Aux.|Clea.Sc. EXIT Tr:ild Auw:8
Di.Trace|Disp.All|Di . Direc Mouve Full Zoom Dizsplay N ETT-HEE4




31.9544-56. 9629

1JHou=se (L) :
Trace change

aux by del.

ZIMouse(R):
Del all

trace&Aux

FIFrame draw:
Del all hy

frame draw

ESC=Exit

1.84731678:1
Tr:114 Au:A
Name 2T

1JHou=se (L) :

Trace change

aux by del.

Z2IMou=se(R):
Del all

trace&Aux

FIFrame draw:
Del all hy

frame draw

ESC=Exit

' 1.84731678:1
Del Key=Yez-0ther Key=Cancle Tri114 Au:

F3:Hovelof ) MName:2T

Delete key is YES



145.582-118. 8681

1JHou=se (L) :

Trace change

aux by del.

ZIMouse(R):
Del all

trace&Aux

FIFrame draw:
Del all hy

frame draw

ESC=Exit

) 1.84731678:1
[Pro DellBetween two point of draw(LsR)7? Tr 69 Au: 18

F3:Movelof ) Name 2T

You can also change the trajectory line to a duplicate line, or directly delete the
trajectory line or auxiliary line
Full function cancellation, capable of deleting all lines, and convenient and fast box

selection method makes graphics processing more convenient

"Change block” - “Translation” :



To

P Other

Measure Dividin

Next.1 | Next .2

Ch. Inter| Ch.Trace| De. Tr&fAu| De . Tracz| Del Aux.|Clea.Sc. EXIT Tg;ggzgsgﬁ?éi

Di.Trace|Disp.All|Di . Direc Mouve Full Zoom Dizplay N,ETT-HE]

Retrieve HGT graphics

Take hlock

Take hlock

Take hlock

Remove hlock

Hque hlock

anm hlock

Copy block

Zoom hlock

Axial symmetry

Translatiun%

Rotate hlock

Exit

Adjust the graphics to the appropriate position



Take hlock

Take hlock

Take hlock

Remove hlock

Hque hlock

anm hlock

Copy block

Zoom hlock

Axial symmetry

Translation

Rotate hlock

Exit

input hlock area

First, select the graphics that need to be listed in the 'Tacke block' box, and then select

"Translation'

Take hlock

Take hlock

Take hlock

Remove hlock

Hque hlock
anm hlock

_Rutate

Copy block

Zoom hlock

Axial symmetry

Translation

Rotate hlock

Exit

Enter 'Number of Cycles’, enter the displacement value in the X or Y direction (when



X=0, it means that the entire selection content has no change in X value, and when
Y=reqgular, it means that the graph is in an upward array (when negative, itis in a

downward array)

For example, the graph is arranged to the right, X=0, Y=25

Take hlock

Take hlock

Take hlock

Remove hlock

Hque hlock
anm hlock

_Rutate

Copy block

Zoom hlock

Axial symmetry

Translation

Rotate hlock

Exit

input hlock area

Then select ' Take block ' and select 'Displacement’ using the same method as before.
Through "displacement”, we can achieve batch arrays of single and multiple shapes. In

practical operation, using 1-2 times can complete the array graphics.



Measure Dividin

L Next.1 | Next.Z

Ch. Inter| Ch.Trace| De. Tr&fAu| De . Tracz| Del Aux.|Clea.Sc. EXIT T;?ggglzgsgai

Di.Trace|Disp.All|Di . Direc Mouve Full Zoom Dizplay NETTE

When the operation is completed, the array graphics achieved through "displacement”

are completed.

P Other
o

Next.1 | Next .2

.932912AA09:1
Tr:378 Au:A
Fi1: +zspeed F2: —speed Mame:3

Through "Display traces’ s", we will find that the order of the 1-6 rows of graphics is



from left to right. If the actual cutting needs to be carried out with the shortest route,

please refer to "Directional Sorting"

“Order for traces” - “Direction sort” :

Leading order

Auto order

Del overlap

Order rectangu
Order poluygo

ﬁqticlnc

Composze =same

Compose

Dispqu

Del breakpoint

Auto Com.&0r.

Direction sort

Exit

selecte “"Order for traces” - "“Direction sort”



Leading order

Auto order

Del overlap

Order rectangu
Order polygo
ﬁqticlnc
Compose =ame
Compose

Dispqu

Del breakpoint

Auto Com.&0r.

Direction sort

Exit

Input hlock area

Box select the shapes that need to be sorted (for example, the order of the second row

of shapes was originally left to right)

Leading order

Auto order

Del overlap

Order rectangu
Order polygo
ﬁqticlnc
Compose =ame
Compose

Dispqu

Del breakpoint

Auto Com.&0r.

Direction sort

Direction: (1) » (2) « (3) T (4) | (Enter)Cancle:ll

Specify sorting direction: (1) Right; (2) To the left; (3) Up; (4) Down



When we perform operations on rows 2, 4, and 6 of the graphics, we obtain the

graphics

To

P Other

Ch. Inter| Ch.Trace| De. Tr&Au| De. Tracs| Del Aux.|(Clea.Sc. EXIT
Di.Trace|Disp.All|Di.Direc Move Full Zoon Display N,ETTEHE]

At this point, all graphics are completed according to the shortest route.

“Next1” . “Next2”:



Program

To

P Other

Measure Dividin
Read Save

Next.1 | Next .2

“Next 1” = Execute all trajectory lines (all shapes):

Ch. Inter

Ch.Trace

De . Tr&Au

De.Tracs

Del Aux.

Program

To

P Other

Measure Dividin
Read Save

Next.1 | Next .2

EXIT | | |

Di.Trace

Dizsp.All

Di.Direc

Mouve

Full

Display [N

Execute all trajectory lines (all shapes)



B8 .8888=f
B.2881:1

Step: 644

Modu: End

Mumh: B89

Di.Trace

Tr'Width

Di.Value

Esc :Cancel

The graphics are transferred to the generation, and the required machining code can

be generated by post-processing.

“Next 2" = Execute trajectory lines within the leader (all shapes):



B8 .8888=f
B.2881:1

Step: 644

Modu: End

Mumh: B89

Di.Trace
Tr'Width

Len.Rad.

Di.Value

E=sc :Cancel

Execute trajectory lines within the leader (all shapes)

B8 .8888=f
B.7868:1

Step: 141
Modu: End

Mumb @ 144

Di.Trace

Tr'Width

Len.Rad.

Di.Value

Exit

Esc :Cancel

The graphics are transmitted to the generator, and the required machining code can be

generated by post-processing.



F9= Execute all trajectory lines (boxed shapes) :

Program

Measure Dividin
Read Save

Next.1 | Next .2

When pressing F9, box select the shape to be selected (regardless of whether it has a

leader).



CI :NWDDEBSHF9\5)

Di.Trace
Tr'Width

Len.Rad.

Di.Value

E=sc :Cancel

The selected graphics are transferred to the generation, and the required machining

code can be generated by placing them in the background.

F10= Execute the trajectory line within the leader (boxed shape):

Program

P Other

Measure Dividin

Read Save




When pressing F10, box select the shape to be selected (the shape needs to have a

leader).

B8 .8888=f
1.8633:1

Step: 14

Modu :

Mumb :

Di.Trace
Tr'Width

Len.Rad.

Di.Value

Esc :Cancel

The selected graphics are transmitted to the generator, and the required machining

code can be generated after being placed.

3. "Process" interface



HF U9 lep| | L||mm| [puse] -] s |+||0N/OFFI

Q101010101010

YO000000

HOVE

CHEC,

FaRA | EXIT,

READ ; DR':'HUNE UNDO :

°0BJECTH RESCT! HEI’-‘!SUH"

+CUT : +0NE " CONTIND

—-CUT :

TIHE=BHI| hAAR .82 .11

—0ONE : STOP "

NB#64 GA1 X 0.8888 ¥ -H.68860
+ NBB6S MBZ

NAME: 111 ZNC SEGM: 65 H9:P2 A4 MODE: STOP EFF.STEP/‘a

ESC

HF U9 | L] | mm]| [puLse[ - T 3 |+||0N/OFFI

Q101010101010
YO000000

HOVE

CHEC, | FARA | EXIT,

READ ; NULL ; UNDO :

°0BJECTH RESCT! HEI’-‘!SUH"

+CUT : +0NE " CONTIND

—-CUT :

TiME=0i][  ©@6B.00.P0 |

—0ONE : STOP "

NBBBAA G922 XAYAZA {F= A.8 ¥X= 8.8 Y= 8.8}

NAME: EXAMP2 ZNC SEGM: A 15:22:33 MODE: STOP EFF.STEP/a ESC

Shortcut key :

OF" :Q SuUB” :P “GR" : M "EFF.STEP/S”

N




"HIGH “MOTOR" : J “Pu” :R "Sir .S
FREQENCE" :1
“ON/OFF" : 0O “PULSE-" :-orK  "PULSE+" : +or "EP" :R

"EP":Electrical parameter transmission

EP

S E

"EP":(Shortcut key R): Click to enter the electrical parameter sending interface,

complete and return to the processing interface.

HF U9

lep| | || mm | [puse] T 4 |+||0N/0FFI

(101010101010

YO000000

NBBBAA G922 XA YA ZA {F= B.888 AX=

NAME: EXAMP1

ZNC SEGM: H

26.5844 AY=

14:12:58 MODE: STOP EFF.STEP/a

MOUE | CHEC,| PARA, | EXIT,
READ | DRYRUN | UNDO
“OBJECT | RESCT | MEASUR,
+CUT | +ONE | CONTIN
-cut | -ONE | STOP
TIME=8:| @pep.00.00 |

3.7837%

ESC




This interface can switch between three modes through the following methods:
(3) Sending electrical parameters (not modifiable)
(4) Sending electrical parameters (modifiable)

(1) Enter the main interface of electrical parameters



HF SO0FT

Class And Parameters

(1) Clas=s or Parameters Out Para.( 1-Type 2

(2) Cuting of Parameters .H*F

(3) Out Paramet.(Not change)

(4) OQut Paramet.(Can change)

(3) Edit file of Parameters

(6) Link DataBse

(?) COM-Port Send(ASC) Set (COM Port Close) Mo Active

(8) EP Pointing to L ] 3

(9) Lock Parameters Select

(a8l EXIT

14:99:85
"S": mechanical coordinates
HF U9 ler| |1 L| |EHE]|@|PULSE|-—| 3 |+ IlON/OFFI
Cut Machine
X= 4412 X= B.854
v=8 vy= 8.871
U=—31318 U= B.854
U= 9 U= 8.871
Z= 8 Z= B.854
3 Exit 2 Refresh
lue Difference
X= 49588 y= 71888
U= 85318 U= 71888
7= 54880

+ NB881 Ga1 U 1.8588 U B.68888 { LEAD IN }
+ NABA1 GA1 X 3.7hAA ¥ A.ApAA  { LEAD IN }

NAME: 11 G6NC SEGM: 1 12:19:34 MODE: STOP EFF.STEP/Q ESC

Processing interface, S-key to enter; S-key exit




"OF.": Instant compensation function (three functions).

-"SAME TIME"

-"CUSTOM:FE/MALE"

-"DIFFE’ TIMEF "

- “"<START FIX TR>"

- “EXIT"

The compensation that needs to be added in the next picture can be modified in real
time without redrawing and regenerating the G code. It should be noted that if instant
wire compensation is used, the content of the G code is different from the G code file
without instant wire compensation. Therefore, if there are multiple instantaneous wire
compensation, the compensation coefficient should be considered on the basis of the

compensation that has been done before.

HF U9 EEREEER +||OH/0FFI

1 SAME TIME F' 8.1

Z CUSTOMIFE-MALE | A

3 DIFFE' TIME F’

4 <START FIX TR>

5 EXIT

Start the bhegimming

SUB>> " 6=Cut Of Times

NBBAA G922 XAYAZA {F= A.8 X= A.847A Y=—0.A845}

NAME: T4 ZNC GEGM: A 12:23:58 MODE: STOP EFF.STEP/a ESC




" compensation "-"Film with the same cut times":
All graphics in the processing diagram are used for real-time wire compensation
according to the cutting times parameter of the current mode or the OCC file is selected,

and the cutting times are the same.

" compensation "-"Customized Instant wire compensation ":



Real-time wire repair is made according to the parameters of the die length, step margin,

die step height and width.

" compensation "-"Film with different cut times":
The real-time wire compensation of OCC (post-cutting times parameter file) is defined
according to the cutting times of different graphics in the processing drawing and the

total compensation coefficient.

" compensation "-"Customized Instant wire compensation ":
Real-time wire repair is made according to the parameters of the die length, step margin,

die step height and width.



1 SAME TIME F’ a.1

Z CUSTOMIFE-MALE | A

3 DIFFE’ TIME F'

4 <{START FIX TR:

2 EXIT

Graph Numher: 1
The 1 Graph(0OCC): |}

Heed Exist 0CC

Fe=Cut Of Times

" compensation "-"Apply M.R.P":

HF X9 [ep] [J L[ wm]|[J[puse =] 3 [+] [onorr]

SAME TIME F'

CUSTOM iFE-MALE

DIFFE' TIHME F'

Apply M.R.P

1
2
3
4 START FIX TR>
5
&

EXIT

Start the beginming

F¥=Cut Of Times

NBBABA G922 XAYAZA {F= A.8 X=—16.2963 Y= 12.9638}

NAME: 3 ZNC SEGM: A 18:18:52 MODE: STOP EFF.STEP/Q ESC

If "Applied pitch MRP" is set to "NQO", it means that "Reading disk automatic pitch MRP"
is not enabled. In this case, MRP cannot be applied but the trajectory can be corrected

in real time.



HF X9 [ep] [J L[ wm]|[J[puse =] 3 [+] [onorr]

SAME TIME F'

CUSTOM iFE-MALE

DIFFE' TIHME F'

Apply M.R.P

1
2
3
4 START FIX TR>
5
&

EXIT

Start the beginming

F¥=Cut Of Times

NBBABA G922 XAYAZA {F= A.8 X=—16.2963 Y= 12.9638}

NAME: 3 ZNC SEGM: A 18:11:27 MODE: STOP EFF.STEP/Q ESC

When "Applied pitch MRP" is "old MRP", it means that "control" - "reading disk automatic
pitch MRP" is on, and the XY value of the old pitch is used in the real-time correction

trajectory (no real-time detection of the lower machine signal).



HF X9 [ep] [J L[ wm]|[J[puse =] 3 [+] [onorr]

SAME TIME F'

CUSTOM iFE-MALE

DIFFE' TIHME F'

Apply M.R.P

1
2
3
4 START FIX TR>
5
&

EXIT

Start the beginming

F¥=Cut Of Times

NBBABA G922 XAYAZA {F= A.8 X=—16.2963 Y= 12.9638}

NAME: 3 ZNC SEGHM: A 18:11:59 MODE: STOP EFF.STEP/a ESC

When "Applied pitch MRP" is "New MRP", it means that "control" - "reading disk
automatic pitch MRP" is on. The XY value of the new pitch is used in this real-time
correction trajectory (real-time detection of the signal of the lower machine).

" compensation "-"Film with different cut times":

The real-time wire compensation of OCC (post-cutting times parameter file) is defined
according to the cutting times of different graphics in the processing drawing and the

total compensation coefficient.



File Input 93«

NAME: T1 ZNC

No matter what method of wire compensation is selected, click "Start Correction Track”,
and the calculation and compensation will start automatically. After completion, it will
automatically return to the processing interface to start a new cutting.

Please refer to the "post”" G code generation instructions for the "post" method of

generating G codes with different cuts.

"NULL":NULL WALK

Real-time display of "Maximum setting speed of idling", MAX:****** In addition to
satisfying the stepping motor, the idling motor automatically performs uniform speed
increase at the beginning, full speed idling in the middle, and uniform speed reduction
at the end of the servo motor during idling, ensuring the full-function and stable state

of the servo motor during idling.



|J L| | -] [PuLse] — [ 18 ] +||0N/0FFI

(0101010101010

YO000000

+ UALK + ONE

— WALK — ONE

+N ONE —-N ONE

(1888-3) : 20061

EXIT
MAX : 1888

TiME=0i]|| ©@PB.00.80 |

NABAA G992 XAYAZA {F= A.8 X= 22.A Y= 8.8}

NAME: Z1 ZNC SEGM: B 11:22:89 MODE: STOP EFF.STEP/a ESC

|J L| ||:|||:|| [PuLsE| — | 10 | +I|0N/0FFI

(0101010101010
YO000000

+ WALK

+ ONE

— WALK — ONE
+N ONE —N ONE
Max Speed

EXIT

TiME=0i|| ©@@PB.00.80 |

NBBAA G992 XAYAZA {F= 8.8 X= 22.A Y= 8.8}

NAME: Z1 ZNC SEGM: B 11:23:85 MODE: STOP EFF.STEP/a ESC




| | [om ]| [pursel =T1e [+] |0N/0FFI

X0002330

YOO00017

+ FACE 1-SEGMENT...

MAX : 2888

TIHE=Bﬂ| ABAA . BA . B8

NB195 MBa
NB196 GAA X 49.6296 Y A.37A4

NAME: Z4 ZNC SEGM: 196 11:25:14 MODE: NULL EFF.STEP/a

ESC

| | [ | [pucse —T1e [+] |0N/0FFI

(0101010101010
YO000679

— ANTI 1-SEGMENT...

MAX : 2888

TIHE=Bﬂ| ABAaA . BAa . B8

NB193 GBA3 X A.A888 Y 5.8989 1 a.8888 J 25.9259
NB194 GA1 X A.808688 Y A.8a888 { LEAD OUT

NAME: Z4 ZNC SEGM: 194 11:26:85 MODE: NULL EFF.STEP/a ESC

"NULL " - “Normal Mode” :



HF X9 [ep] [J L[ wm]|[J[puse =] 3 [+] [onorr]

X0000000

YO000000

+ WALK

+ ONE

— WALK — ONE - N

Max Speed

(Normal Mode)

EXIT

[rimE=e]| eepe.pe.pz |

NBBABA G922 XAYAZA {F= A.8 X=—16.2963 Y= 12.9638}

NAME: 3 ZNC SEGHM: A 18:46:54 MODE: STOP EFF.STEP/a ESC

Edge detection is not carried out in "General mode" during empty walk.

" NULL " - “Edging Mode" :

HF X9 [ep] [J L[ wm]|[J[puse =] 3 [+] [onorr]

X0000000
YO000000

+ WALK

+ ONE

— WALK — ONE - N

Max Speed

—» (Edging Mode) <-

EXIT

[rimE=e]| eepe.pe.pz |

NBBABA G922 XAYAZA {F= A.8 X=—16.2963 Y= 12.9638}

NAME: 3 ZNC SEGM: A 18:47:3A MODE: STOP EFF.STEP/a

Edge detection in "Common Mode" in the X9 version.

ESC




" NULL " has three modes:

Unrestricted idling: when the pause symbol is valid, MO0 pauses during idling; when the
pause symbol is invalid, MO0 does not pause during idling, and the entire process is
idling.

Single-segment empty walk: just walk a piece of code.

N-segment idling: according to the set N number, N number of effective segments (MO0
non-effective segment) will be taken.

N segment delay: After N segment input, you can enter the inter segment delay time,
and enter or 0 without delay. This function is applicable to measuring the error value of
each segment with a laser interferometer and generating the pitch format file AME with

one click in "Pitch format conversion" in "Other functions”.

HF U9 |1 L||oio| [puese -] 4 [+] |0H/0FFI

X0000000

YO000000

+ WALK

+ ONE

— WALK — ONE
+N ONE -N ONE
Max Speed

EXIT

TIHE=ai]|  ©@pee.00.80 |

NBBAA G922 XAYAZA {F= A.A ¥X= 0.8 Y= 0.8}

NAME: EXAMP2 ZNC SEGM: A A9:47:15 MODE: STOP EFF.STEP/a ESC
When using the N segment idling function, you will be prompted to enter "DELAY (S)"




after entering the N segment number, and the default "Enter” is not used. If the number
of seconds is entered, it will automatically delay and continue after each segment is
empty. This function is mainly used to trigger the measurement of "Renishaw Laser
Interferometer”, and can cooperate with "Pitch Format Conversion" in "Other Functions”
to automatically convert all values and measurements into AME format pitch files and

apply them with one click.

HF X9 [ep] [J L[ wm]|[J[puse =] 3 [+] [onorr]

X0000001

YO000000

+ WALK

+ ONE

— WALK — ONE - N

Max Speed

(Normal Mode)

EXIT

[rimE=e]| eepm.p7.3z |

NBB84 Moa
+ NABAS GAA X 14 .4444 ¥ 1.4815

NAME: 5 ZNC SEGM: 5 15:24:33 MODE: STOP EFF.STEP/a

ESC




HF X9 [ep] [J L[ wm]|[J[puse =] 3 [+] [onorr]

X0000001

YO000000

+ WALK

+ ONE

— WALK — ONE - N

Max Speed

—» (Edging Mode) <-

EXIT

[rimE=e]| eepm.p7.3z |

NBB84 Moa
+ NABAS GAA X 14 .4444 ¥ 1.4815

NAME: 5 ZNC SEGM: 5 15:25:84 MODE: STOP EFF.STEP/a

"Walk" has two modes:

ESC

(1) General mode: ordinary empty walk.
(2) Side touch mode: Pause immediately after detecting side touch signal during empty

walk.

“READ”

(1) G-code

(2) 3B-code

( 3) G-code —(Vary)

(Communication angle): it can automatically input the angle and call the G code
according to the mechanical feedback angle. Machinery manufacturers can customize

the lower computer design with reference to the communication protocol.



HF U9 MEEREEEN +||OH/0FFI

Rotate +98
Rotate 188
Rotate —-98
Self-def ine

X—axial summetry

¥Y-axial symnetry

(Gain Angle)

¢ No change > %

NAME: T1 ZNC SEGHM: A 11:15:23 MODE: Read EFF.STEP/a EEC
(4) 3B-code —(Vary)

(5) Class&Para. + G-code

( 6) Other Function

( 7 ) Correcting the pitch

XYW Thread Pitch

(Amend—No)

(Yes—XY¥) i (Yes-UV)

Start Amend

Clear Amend—Y¥e=s Sign

X¥ Edit UV Edit

T.F Tezt&Amend

Config File(SavesLoad)

Exit

1)Datum Point OFf XY At Bottomm Left Cormer. Z2)Cutting Start Point Of XY At

Right Upper. 3)Inital Point OFf UV At Mid-Point Of UU

13:21:11




1)File =*=.AME Z)3ave path X¥YUU 3)First name:XY or UV 4)Input max:Dhit

Correction of pitch includes: XY editing, UV editing, XY reading, UV reading, XY saving,
UV saving, AME import, AME export. Import AME, export AME as batch import export *
The pitch parameter file in AME format.

(1) XY Save: If you enter 111, it will be saved to the XYUV \ XY-111L.AME file.

(2) XY read: It selects a saved file The AME file changes in real-time to the pitch parameter
of this XY.

(3) AME import: Import all AME files from a certain location (such as a USB drive) into
the local XYUV directory.

(4) Export AME: Export all AME files in the XYUV directory of the local machine to a
certain location, such as a USB drive.

The above functions can greatly facilitate machine tool manufacturers to debug different

pitch compensation machine tools.



“T.P Test&Amend” :
The error of pitch can be measured directly by laser interferometer on the basis of non-

drawing

Thread Pitch Test

Thread Pitch Apply

Xy Z8 B.81
uy Z8 B.1
SET Bes) _ 200(/)

—
e

Two functions are available: Test and Apply.In general, you should try "test" before using

"apply". You can also use the ESC key to cancel "Execute".



Thread Pitch Test =

Thread Pitch Apply

Xy 28

Thread Pitch Test

Thread Pitch Apply =

Xy 28

On the basis of available data, start one-click pitch correction.



“Thread Pith Amend Data” :

[

ﬁ_l_l_l_l_l_l_l_l_l_l_l_l

ﬁrrrrrrrrrrrr

ﬁ_l_l_l_l_l_l_l_l_l_l_l_l

E1 B3 E B E1EET BB B

el sef el e e e x| =]

ﬁ_l_l_l_l_l_l_l_l_l_l_l_l

il il il Bl Bl B

Bl i il Bl Bl B

HEEEEEEEEEEE

HEEEEEEEEEEE

Screw pitch XYUV editable unlimited N segments



Among them (5) you can select high-frequency parameters and then select the
processing G code at the same time to complete the configuration required for
processing at one time. If the HAF file is not selected in (5), the parameters will be sent
according to the current default high-frequency parameter configuration file that has
been set. High-frequency parameter files are retrieved and used in real time, improving

work efficiency and human-machine integration.

HF U9 MEEREEEN +||OH/0FFI

3NC 4NC 5NC
Tal IS0 CNC

BEE

G—Code

JB-Code

G—Code - (Uary)

FB—Code — (Vary)

Clas=&Para. + G—Code

Other Function

EXIT

NBBAA G922 XAYAZA {F= A.18 X= A.A Y= Z3.8948}

NAME: T1 ZNC GEGM: A 11:18:A5 MODE: Read EFF.STEP/a ESC

“Check” - “Pull”



Bring Into OK

S

Each function contains a "plug in" function, which can directly plug the calculation results

into the "guide wheel parameters".







"Check" and "Rastr":




HF U9 EEREEER +||OH/0FFI

Check Rastr Date Count Midpoint-/Core
(1) X Axis Clear (1) Record Date For MNo.1
(2Y ¥ Axis Clear (2) Record Date For No.Z
(32 U Axis Clear (3) Record Date For MNo.3
(4) U Axizs Clear (4) Record Date For MNo.4
(3) 4 Axis Clear (3) Count Midpoint For 1-2
(6) Read Rastr Date (6) Count Core For 1-4

EXIT

NAME: EXAMPZ 3NC SEGM: B 17:2:49 | MODE: Chec |EFF.STEP/S| ESC
"MOVE" :
HF U9 lep| |1 L||mm| [puse] -] = |+||0N/OFFI‘

AXT  XY-U

MOVE’ DISTANCE

OTHE DISTANCE

BOX—COM

To Vertical

oo s M=

EXIT

NBBBA G922 XAYAZA {F= 8.8 X=—7.7778 Y= B8.8889%

NAME: 1 ZNC SEGM: A 11:22:17 MODE: MOVE EFF.STEP/Q ESC

The contents of the previous shift, such as LOD:+X 1, and the contents of the current

shift, such as NEW:+X 100, are displayed.



At the same time, Send is displayed when sending data. If a large number of data is being
sent continuously, Send persists or blinks.
" To Vertical" : Records all XYUV numbers in the manual axis shift, and sends them in

first-in-last-out mode in the center of the back.

"SI" and "Pu": The water pump and the wire barrel switch can independently control
each item (open the "pump wire" control in the "control") (expansion card pins are
required). If the option is turned on in "Control”, the button will be displayed on the
processing interface, and the water pump and the wire barrel will be turned on

automatically when you click on it.

"OBJECT” : A red dot will be displayed on the "Position" button when the pause symbol
is valid, and a black dot will be displayed when it is invalid, which can be viewed in real

time.

+DBJECTH°+3TUP’CUDE —STOFP' CODE

+q§JECTE +STOP' CODE |-—STOP' CODE

"RTS": The remaining time (minutes) to cut the workpiece in the forward or reverse
direction, calculated based on the current cutting efficiency, the RTS fluctuates slightly,
but it is basically accurate. It allows the user to leave the cutting duty and switch to work
again within the required time.

"Blue Wave Bar": Display the current efficiency percentage according to the set cutting
speed, and understand the settings and processing efficiency in real time.

"SUB": "Sub-Control Center" (SUB X9 Sub-Control Center)

Enter the "Sub-control Center" by pressing the P key in the processing interface, or you



can choose to enter by pressing the button.

"SUB>>": SUB> > is displayed as "Sub-Control Center" 5. After the function is turned off
(OFF), the processing interface can query the SUB status in real time. Example: When the
"Dry running in reverse direction after cutting” is set to ON state, SUB. will be
displayed as SUB-6, and so on. At the same time, SUB can provide "sub-control center”
combined function display, such as S5S7.

"Aligning to edge": Ordinary centering and edge alignment of molybdenum wire, if you
want to achieve better accuracy requirements, please use the digital display method. The
load resistance value of the high-frequency power supply output must be greater than

510 ohms when centering and opposite sides.

“Measurement ": A common alignment method for molybdenum wire edge contact.
If you want to achieve better accuracy requirements, please use digital display. The load
resistance value of the high-frequency power supply output needs to be greater than

510 ohms when aligning with the opposite side.



HF U9 |ep| | [|mm | [puse] -] = |+||0N/OFFI

Profile Angle

Profile Aenter

Side

Inner Center

Rotat Coordinate

Coordinate Change

C|
HIQ— =0 Nl B-- B =R =]

Up
¥

Left Cent Righ

Xz I X 3

Ls
Down

¥
S

6. Bet Config 8

T. Exit

NAME: 2 ZNC SEGHM: 11 13:14:81 MODE: STOP EFF.STEP/a ESC

HF U9 [ep] (o L|[wm] [puesg =] 3 [+] [onorr]

. Profile Angle

. Profile Aenter

Inner Center

. Botat Coordinate

IE
E
| a. side
E
lc

Up
Y

Left et Righ

Xz I X 3

Down
¥

6. Set Config =}

T Exit

NAME: 3 ZNC SEGM: A 13:29:32 MODE: STOP EFF.STEP/Q ESC

'‘Measurement' includes the first generation of 'alignment to edge' and the second

generation of 'alignment to edge'



The second generation of "measurement” includes: "external angle finding", "external

center finding", "edge finding", and "internal center finding"

'Finding the center inside' includes: 'Centering the circular hole', 'Centering the groove',
‘Rotat Coordinate’

'Finding the center of the hollow circle at three points', and' Finding the center of the

solid circle at three points’

“Pro-Angle” :

HF %9 | || mm | [puLsel -7 4 [+] |0N/OFFI

BN oy | [ 1 |[rz | [ P2 |

: PA

. X Distance I B . Brnm

. ¥ Distance I B . Brm

. Runistep) I

IE
e
| 7. wire Diameter | 8.6nm
[
(o

. Exit |

13:57:16 MODE: STOP EFF.STEP/Q ESC




HF %9 | || mm | [puLsel -7 4 [+] |0N/OFFI

BN oy | [ 1 |[rz | [ P2 |

: PA

‘ 3. X Distance I B . Brm

‘ 6. ¥ Distance I B . Bram

[ 7. uire Dianeter | 8.60 |

‘ B. Runistep) I|B.18 I

| 8. Exit

NAME : SEGM : 13:58:11 MODE: ETOP EFF.STEP/a ESC
The "Shape Corner Finding" includes four modes: PO, P1, P2, and P3, each with

corresponding placement positions for molybdenum wires and workpieces.
The red dots of PO, P1, P2, and P3 represent the initial position of the molybdenum wire.
The 'X-axis displacement’ is the longest route length for X-axis motion, while the 'Y-axis

displacement’ is the longest route length for Y-axis motion.

“Pro-Center” :



HF %9 | || mm | [puLsel -7 4 [+] |0N/OFFI

T g | [ | [Tz | [ |

i Ma

‘ 5. Workpiece Hi.I B . Brm

‘ 6. Mouve Distancel B . Bram

‘ 7. Runistep) I
‘ B. Exit I
Real:

NAME : SEGH: 14:84:14 MODE: STOP EFF.STEP/a ESC
The "Outline Classification" includes four modes: M0, M1, M2, and M3, each with

corresponding placement positions for molybdenum wires and workpieces. When
using this function, the position of the molybdenum wire is approximately placed at the
center of the workpiece (precision is not required).

The red dots of MO, M1, M2, and M3 are the initial positions of the molybdenum wire.
The "workpiece width" refers to the actual width of the workpiece, and the "movement
distance" refers to the distance that the molybdenum wire moves vertically towards the

workpiece.

“Side”



HF %9 | || mm | [puLsel -7 4 [+] |0N/OFFI

Lxe ] e e ]

HE £

. Rollhack Dis.I B . Brnm

. Wire Diameterl B . Brm

IE
I
‘ 7. Run(step) I
I

. Exit |

Unit imm

NAME : SEGM: 14:97 :8A MODE: STOP EFF.STEP/a ESC

The red dot represents the initial position of the molybdenum wire.

“Inner”

HF %9 | || mm | [puLsel -7 4 [+] |0N/OFFI

1
‘ 1. Round Hole Center I

Z. Trench Center I

FPoint Void Center I

|
B
‘ 4. 3Point Solid Center I
I

Exit |

NAME : SEGM: 14:09:82 MODE: STOP EFF.STEP/Q ESC

The "finding the inner center" is divided into "dividing the center of a circular hole",




"dividing the center of a groove", "finding the center of a hollow circle at three points”,

and "finding the center of a solid circle at three points”

“Inner” - “Round hole” :

HF %9 | || mm | [puLsel -7 4 [+] |0N/OFFI

‘ 3. Hax Move Dis.I 1Bmm

‘ 4. Run(step) I
‘ 8. Back I
A”:

Unit imm

NAME : SEGM: 14:11:1A MODE: STOP EFF.STEP/Q ESC

The red dot represents the initial position of the molybdenum wire.

“Inner” - “Trench” :



| | [ mm | [puLse] -] 4 |+||0N/0FFI
DX aF

| 3. Max Move Dis.I 18mm

|4. Run(=step) I

| B. Back I

X Direction Centering:
i Unit imm
NAME : SEGM: 14:12:82 | MODE: STOP [EFF.STEP/S)| [ESC|

The red dot represents the initial position of the molybdenum wire.

“Inner” - “3Point Void”

HF %9 | || mm | [puLsel -7 4 [+] |0N/OFFI

JPoint Void

1. Max Move Dis.I 18mm

. Start Angle I a*

|

E

‘ 3. Bunistep) I
e

. Back _L

Unit imm

NAME : SEGM: 14:12:44 MODE: STOP EFF.STEP/Q ESC

The red dot represents the initial position of the molybdenum wire.




“Inner” - “3Point Sol.”

HF %9 | || mm | [puLsel -7 4 [+] |0N/OFFI

[3roint sol. | ias iy N
P X+
Rad.l Dia.l R= 38

‘ 7. Runistep) I
‘ B. Back I
Real:

Unit imm

NAME : SEGM: 14:13:25 MODE: STOP EFF.STEP/Q ESC

The red dot represents the initial position of the molybdenum wire.

“Rotat Coordinate” :




HF U9 |ep| | [|mm | [puse] -] = |+||0N/OFFI

Rotat Coordinate

. Select G—Code File

Z. Auto Find Angle

3. Cutom Angle

4, Exit

222 .6NC

NAME: 3 ZNC SEGHM: @ 13:360:86 MODE: ETOP EFF.STEP/Q
Real time display of G-code file graphics

ESC

HF U9 |ep| | [|mm | [puse] -] = |+||0N/OFFI

Rotat Coordinate

. Select G—Code File

Z. Auto Find Angle

3. Cutom Angle

4, Exit

Fully Automatic

Gain Angle = Wait Machine Work Signal (Anykey Break)

NAME: 3 ZNC SEGM: A 13:30:4A MODE: STOP EFF.STEP/a

Capable of "fully automatic communication angle”

ESC




HF U9 |ep| | [|mm | [puse] -] = |+||0N/OFFI

Rotat Coordinate

. Select G—Code File

Z. Auto Find Angle

3. Cutom Angle

4, Exit

fing le: 18J

NAME: 3 ZNC SEGHM: A 13:31:23 MODE: STOP EFF.STEP/a

Customizable rotation angle

ESC

“Coordinate Change” :

HF U9 [ep] (o L|[wm] [puesg =] 3 [+] [onorr]

. Profile Angle

. Profile Aenter

. Bide

Inmer Center

. Botat Coordinate

. Coordinate Change

uP
Y
Left et Righ
X 3 I X 3
Down
¥
6. Set Config =}
7. Exit

NAME: 1 ZNC SEGM: 7 A9:4A:34 MODE: STOP EFF.STEP/Q ESC




HF U9 |ep| | [|mm | [puse] -] 3 | +||0N/OFFI
1. Exit
Current 2 Target 5 Execute "Reuerse
2. Move Speed
Finapage| Fs1 | rasee _[ragevon] || SHEBCSISS |
1 ¥ B8 vlg ula ula 3. Mach.Coordimmates
12 X| 8 ¥Y(a ujle uia
o. Clear Config
3 X| 8 vla ujfsa uia
4 X| 8 ¥(a ujfe uia
15 X1 ¥l1 U2 uis
6 X| 8 ¥Y(a ujle uia
7 X| 8 vla ujfa uia
8 X| 8 ¥ ujlea uia
9 X| 8 vla ujfa uia
1A X| 8 (e ujlea uia

NAME: 1 ZNC SEGHM: 7 A9:41:83 MODE: STOP EFF.STEP/a ESC

HF U9 |ep| | [|mm | [puse] -] 3 | +||0N/OFFI
1. Exit
Current 2 Target 5 Execute [Reverze
2. Move Speed
Finapage] Ps'1 | raseve_[ragevend || SHERCSISIS |
1 ¥ B8 vlg ula ula 3. Mach.Coordimmates
12 X| 8 ¥ia ujle uia
o. Clear Config
3 X| 8 v(a ujfa uia
4 X| 8 ¥(a ujfe uia
15 Xl 1 i1 U2 uis
& X| 8 ¥Y(a ujle uia
7 X| 8 vla ujfa uia
8 X| 8 ¥ ujlea uia
9 X| 8 vla ujfa uia

NAME: 1 ZNC SEGM: 7 A9:41:3A MODE: STOP EFF.STEP/Q ESC

" Coordinate Change " can move the mechanical coordinates of different workpieces to

facilitate timely coordinate switching between 1-10 workpieces.



4, "Processing”-"Parameters" main interface
EP | =

1(5)

On Sing:3(3)
1886 (Step)
1886 (Step/58)
1886 (Step 5]
SHB(Steps3)

No ;Mo Beep
No ,Beep 18(E)

1AA(Step-5), (1)
388 Cimm )

L EELEEEFELERL]E

£

"Calculator" can be transferred to "Guide Wheel Parameters” by "substitution” after

passing the calculation result.




:

= e fofe e o] ]

Bitines)
Mo

MULTI-CUT iother
CLOSE

Mormal

Mo

[HF_U5|
—
—_—
=
S
=
—
=
=
S
=
—_—
—
S
=

i

At the same time, the "parameter” interface includes "parameter locking" to protect
important parameters and prevent misoperation and change. After locking, click "xyuv

four axis parameters” and "other parameters” to prompt "unlock: 0000". Enter 0000 to




enter, and enter 6666 to permanently unlock. After permanent unlocking, you can also

use "parameter locking" to re lock.

4, (1) "Measure limit and beep”

“Press” - "Para” - "other paramters” - “measure limit and beep”

The function is effective at low level, and the limit signal and alarm signal are set at the
same port, and the external lines can be combined and unified.

If the simulation test is required, please short circuit the parallel port P10 and P8
interfaces during processing. If the signal occurs, the "alarm or limit signal detected"”
will be displayed, and the cutting will be suspended automatically.

(Note: the function of V9 version is different from that of earlier v7. Please plan according
to the latest setting requirements)

5. "Processing”-"Parameters"”-"Z-axis table or self-rotating” (3D stereo processing)



The following example is "Processing”-"Parameters"-"Other parameters"-"Fifth output
port or Z-axis parameters"-"Multiple cuts" after setting the interface to return to the

processing interface.

HF U9 ||| mm | [puse] —[12 [ +] |0N/0FFI

X0000000

YO000000

MOVE | CHEC,| PARA, | EXIT,

READ . NULL B UNDO :

[ CENTER
oBJECT, | RESCT | “EHIER

+CUT o +0NE " C(ZIN'I'IN[|

—-Cut E

TiME=0i] ©@PB.00.B0 |

NBBAA G992 XAYAZA {F= A.8 X= 22.A Y= 8.8}

NAME: Z1 ZNC SEGM: A 18:59:51 MODE: STOP EFF.STEP/a ESC

—0ONE : STOP :

The following example is "Processing”-"Parameters"-"Other parameters"-"Fifth output
port or Z-axis parameters"-"Z-axis table or autorotation" after setting the interface to

return to the processing interface.



|J_|_||-| [pusg] — | 12 |+||0N/0FFI

(0101010101010

YO000000

EXIT,

MOVE | CHEC, | PARA,

READ . NULL : UNDO -

. CENTER
OBJECTH RESCT o “EDGE &

+CUT 5 +0NE " CONTIND

—-CUT e —ONE . STOP ;

TiME=0i]|| ©@PB.00.80 |

NABAA G992 XAYAZA {F= A.8 X= 22.A Y= 8.8}

NAME: Z1 ZNC SEGM: B 18:59:51 MODE: STOP EFF.STEP/a ESC

We found that the processing interface graphics file "Z-axis table or spin" has more Z-
axis values on the XY display than "multiple cuts”, and the graphics transition line (Z-axis)
changes from a straight line to an arc.

The settings are as follows: "Processing”-"Parameters"-"Other parameters”-"Fifth output

port or Z-axis parameters"-"Z-axis table or self-rotation”



Hint:5'0UT-PORT In HF—card Is:

ISA(9—port)-P2-P3-P4 or PCI(15-port)-P3-/Po-P7)

k

COM1-ASC Code OUT-PORT I=:
COM1-9 P2-/P3-P5 (Pls Set Up COM Send Activel

Z—hAxis Pulse=Minimum Scale Rotation Angle

Please note: "Pulse equivalent of the fifth axis" is the number of pulses sent in each step
of the motor, that is, "Z-axis pulse equivalent” = "minimum scale rotation angle".
Regardless of whether the motor type is servo or subdivision, it needs to be set according
to the physical rules of the motor. At the same time, it should be noted that the Z-axis
physical hardware is a rotating head, and the Z-axis rotation is based on 360 degrees.
Therefore, regardless of the physical design of the servo and subdivision, it is necessary

to meet the degree of rotation of each grid to be divisible by 360 degrees.

For example:

The motor has 1 degree per division, a total of 360 divisions, and a pulse equivalent of 1,
which meets the requirements.

The motor is 1.5 degrees per division, 240 divisions in total, and the single pulse quantity
is 1.5, which meets the requirements.

The motor has 1.5 degrees per division, a total of 200 divisions, and a pulse equivalent



of 1.5, which does not meet the requirements.

After the Z-axis design is completed, a serial parameter receiver needs to be made.
Please refer to the "Serial Parameter Transmission Protocol” document.

"Z-axis table or self-rotation” has transcended the plane (cone) to 3D three-
dimensional design. The drawing process needs to consider the Z-axis angle rotation
design. Please design a single or multiple graphics combination for processing

based on the space requirements of the three-dimensional rotating graphics.

"Processing”-"Parameters"-"Processing graphics rotation angle” (normal mode or -

90° mode)

HF U9 |1 L||oio| [puese -] 4 [+] |0H/0FFI

X0000000

YO000000

HOVE,

CHEC. | PARA | EXIT,

READ : NULL ; UNDO -

[ CENTER
OBJECT | RESCT | “ENRER

+CUT : +0NE . Cl.'ZII‘ITII'I[|

—CUT ;

T IHE=BHI| ABAA . B8 . B8

—0ONE : STOP r&

NBBAAA G922 XAYAZA {F= A.A X= 8.8 Y= 61.8519}

NAME: T3 ZNC SEGM: A 11:368:18 MODE: STOP EFF.STEP/‘a ESC
(Normal display mode)




HF U9 MEEREEEN +||OH/0FFI

X0000000

YO000000

EXIT,

MOVE | CHEC | PARA,

READ : NULL ; UNDO -

[ CENTER
OBJECT | RESCT | “ENRER

+CUT : +0NE . Cl.'ZII‘ITII'I[|

—cut | -ONE | STOP Jl?

TIHE=ai]|  ©@pee.00.80 |

NBBAAA G922 XAYAZA {F= A.A X= 8.8 Y= 61.8519}

NAME: T3 2NC SEGM: B 11:38:52 | MODE: STOP |EFF.STEP/g| ESC
(-90°/2D mode)

The normal and -90° display modes will be able to coordinate the direction of the
machine tool XY to effectively determine the direction and position the graphics in

real time.

6. Travel Limit Warn(Read)



MULTI-CUT iother
CLOSE

9999,9999

Mo
OFF




HF U9 |ep| | [ [oio| [puse] =] 4 | +||0N/OFFI

]

dNC 4NC 5NHC
TAC TAl IS0

3B BEE

G—Code

IB-Code

G—Code (Vary)

FB-—Code (Varyl

(Cla&Par+G—Code)

Other Function

(=~ (=l O - TSI S

EXIT

NAME: EXAMP1 ZMC EEGH: 13:31:48 MODE: Read EFF.STEP/a ESC

Maximum stroke of X and Y (default 9999cm), maximum height of H (default 9999cm)

When reading the NC file, if the X or Y or H value is found to be greater than the

maximum set of valid values, an "alarm" prompt appears.

7. "SUB" main interface



ler| | |_||-||]|PULSE| —| = |+||0N/OFFI

X9(Zub Center)

ThA* Delay(1-9)8

=

Clas=s & Para.

=]
]
]

S51ilk&Pump Cont.

ControlBox

GHA Protectifu.

HiE

]

Cut'Do. L'Round OFF

Cut'Do. Close.f OFF

Auto’ Be Process OFF

Multigraph Cut OFF

H

Gr. Inside NULL OFF

1
Z
3
4
3
6 Cut'Do. Auto —U F
7
8
9
A
B
1 [Z

B

NBBABA G922 XAYAZA {F= A.8 X=—16.2963 Y= 12.9638}

NAME: 3 ZNC SEGHM: A 18:26:12 MODE: STOP EFF.STEP/a

ESC

ler| | |_||-||]|PULSE| —| = |+||0N/OFFI

X9(Zub Center)

1 Last B.5mm Stop
2 Work Times (h) || 8 |
3 Auto PulsesSetp OFF
4 Cut End—> @’SEG || OFF
5 A—axis Rotation L___J
6 Wire-> Vertical || |
7 Cut Mix Delay || 8 |
8 Nc Auto M.R.P OFF

| 8 Cut D.Y&PLC B-n || OFF
| 9 MachineHand R/1 || |
A Auto PAT Wire OFF
2 o]
| Douml EXIT |

NBBABA G922 XAYAZA {F= A.8 X=—16.2963 Y= 12.9638}

NAME: 3 ZNC SEGM: A 18:26:52 MODE: STOP EFF.STEP/a

ESC




ler| | |_||-||]|PULSE| —| = |+||0N/OFFI

X9(Zub Center)

'|1 GHA Walk&EdA&Cut I OFFl

@ NEE CRa
m UPt | Douml EXIT

NBBABA G922 XAYAZA {F= A.8 X=—16.2963 Y= 12.9638}

NAME: 3 ZNC SEGHM: A 18:27:23 MODE: STOP EFF.STEP/a ESC

"CR" can be used to clear the Settings of the distributed control center with one click. The

page number flag can indicate the current page or indicate which page has a setting.

1. Delay(1-9)S : Set the delay time for the first knife cutting completion of TAC
graphics.

2. Class & Para : Set the high-frequency parameters (the right side shows that the
group number type has been selected by default).

3. There are 15 different types of parameters in categories 1-7.



At the same time, "high frequency combination and parameters" includes locking

protection to prevent misoperation and modify class types.




Para-2 :

-
-
A

-
-
-

Para-3 :



e |o Jeo |o |3.7 Jorr Jorr Jorr Jorr | en | en Jen | en |8 |
8 |o Jo |o |3.7 Jorr Jorr Jorr Jorr | en | eq Jen o4 |8 |
6 |e Jo |8 |37 Jorr Jorr Jorr Jorr | en o4 Jen o0 |8 |
6 |o Jo |8 |37 Jorr Jorr Jorr Jorr | en o4 Jen [ o0 |8 |

8 |o |o |o Jorr | o Jorr | @ Jorr | @ Jorr Jorr |8 | & |
8 |o |o |o Jorr |0 Jorr | @ Jorr | @ Jorr Jorr |8 | & |
8 |o |o |o Jorr |8 Jorr | @ Jorr @ Jorr Jorr |8 | & |
8 |o |o |o Jorr | o Jorr | @ Jorr @ JorF Jorr |8 | & |







Para-7 :

CPEEET
CPEEET
CPEEREET
CPEEREET
CPEEET
CPEEET
CPEEREEE

g

If Pulze=8,Cut.Speed Active

(1) COM-Port Send(ASC) Set : ( There are three options))

. 16
[1] ( COM Port Close ) Not send ASC code.



[2] COM Send ASC (Z' Send Paramet) .

[3] COM Send ASC (Z' Send Pulse ) ., <Suitable for z-axis table or self rotation

If the serial port function is enabled, the unmodified and modifiable group number

parameters will display the serial port open status.



Parameter (not modified) interface for sending a group number

L

Hint:3'OUT-PORT In HF—card Is:
ISA(9—port)-P2/P3- P4 or PCI(15-port)-P3-/Po-P7)

COM1-ASC Code OUT-PORT I=:
COM1-9 P2-/P3-P5 (Pls Set Up COM Send Activel

Z—hAxis Pulse=Minimum Scale Rotation Angle

The above figure shows "machining" - "parameters" - "other parameters” - "fifth

output port or z-axis parameters" - "z-axis table or self rotation"




[3] ASC code parameters sent by serial port (pulse sent by Z-axis) + "z-axis table or
self rotation": then z-axis sends pulse, and high-frequency parameters are sent
through serial port. If the z-axis needs to rotate in degrees, it needs to cooperate with
the machining drawing. Please refer to "V" - "machining” - "parameters" - "z-axis table

or self rotation".

For serial communication protocol, please refer to the document "serial parameter
sending protocol”.
For z-axis rotation design, please refer to the document "pulse calculation

corresponding to z-axis degrees".

Si and Pu : On means to turn on the switch of water pump and silk drum, and the
control button is displayed on the processing interface. Clicking cutting will also

automatically turn on the switch of water pump and silk drum, and off means off.

[si][pa] [L][wm] [puisel —J1e [+] [onorr]

(0101010101010

YO000000

MOVE | CHEC.{| PARA | EXIT,

READ : NULL ; UNDO :

L CENTER
OBJECTH RESCT ol “EDGE &

+CUT - +0ONE " CONT INIJ

—-CUT ;

TiME=0i][ ©e6B.00.00 |

NBBAA G992 XAYHZA {F= B.18 X=-5.8 Y=-12.8}

NAME: T18 2NC SEGM: @ MODE: STOP |EFF.STEP/g]| ESC

—0ONE : STOP ;




5. ControlBox : Press the p key to enter (or press the p key twice in a row in the
processing interface to directly and quickly enter the default option), (the electronic
handwheel mode has been selected by default is displayed on the right), or press the

key to change the default.

|1 L||oio| [puese] —[1e T +] |0N/0FFI

(ControlBox)

1 Normal Mode

2 Error Recovery

3 H-ControlBox

A EXIT

SUB KEY=P(Last Model)

NB661 GA1 X A.8068 Y #8.8888 { LEAD OUT }

+ NBG66Z MAA
15:28:83 MODE: STOP |EFF.STEP/a ESC

NAME: T13 ZNC SEGM: 662
Whether you click or use the shortcut key, it will reflect the direct effect of the

electronic handwheel.



HF X9 1 L||oo| [puese -] 4 ] +||0N/OFFI

(ControlBox)

1 Hormal Mode

2 Error Recovery

3 H-ControlBox

4 > Description

B EXIT

SUB KEY=P(Last Model)}

Note:Each scale of the handwheel sends one pulse (XYUU=The numher of pulses)
The motor runs=numbher of pulses*motor(N Steps-Pulse)

NAME: 1 ZNC SEGHM: A 11:p8:49 MODE: STOP EFF.STEP/a ESC

ler| |1 L||oo| [puise] -] = |+||0N/OFFI

ControllDisplayl

ControllMo Disl

Return Vertical

ComPort (COM1)

EXIT

(Short Key:P+P)

NBBBAA G922 XAYAZA {F= A.8 ¥X= 8.8 Y= 8.8}

NAME: T ZNC SEGM: A A4:41:81 MODE: STOP EFF.STEP/a

"Normal mode": normal mode.

ESC

"Fault tolerant mode": solve the mode of external magnetic field and electronic

interference.



"Fault tolerant mode" will completely solve the interference data formed by
electromagnetic and external hardware pulse interference, and ensure that the axis

data is completely normal.

“Return Vertical” : After the electronic hand wheel is moved, the molybdenum wire

can be returned to the position before use by " Return Vertical ".

X9 Sub Control Center:

The X9 sub control center has many powerful automation control capabilities,
which can not only greatly improve production efficiency, but also the
combination control of different functions allows processing to easily reach

industrial automation.

6. GOOProtect|Au. : The input options are 0, 1 and 2.
When option 0 is GOO = 0, pause during execution (the pause character is required
to be valid);

Option 1 is GOO protection during execution and cutting is not allowed;



|1 L||oo| [pucse —T1e [ +] |0N/0FFI

(0101010101010

YO000000

MOVE,

CHEC, | PARA | EXIT,

READ ; NULL : UNDO -

[ CENTER
oBJECT, | RESCT | “EHIER
f— —

+CUT +0NE " C(ZIN'[II'I[|

—CUT ; —ONE . STOP ;

TiME=0i]|| ©@PB.00.80 |

e

NBG661 GA1 X A.a888 Y a.8888 { LEAD OUT } GAA PROTECT
+ NB66Z MBa

NAME: Ti3 ZNC SEGM: 662 15:27:38 MODE: STOP EFF.STEP/a ESC

GOO protection will greatly solve the occurrence of false cutting and remind the

user that false operation has occurred.

Option 2 is GOO, which automatically starts cutting after automatic idling.

| | [ | [pucse] —TJ1e [+] |0N/0FFI

X0001558
Y-000028

| + FACE 1-SEGMENT...

MAX : 2888

TIHE=Bﬂ| ABAn . BAa . B8

NBABB G992 XAYAZA {F= 8.8 X= A.8 Y= A.1728%
NBBA1 GA1 X 9.4488 ¥ -A.1vA9 { LEAD IN ¥

NAME: Ti3 ZNC SEGM: 1 15:26:84 MODE: NULL EFF.STEP/a ESC




GO0 = 2 makes the workpiece cutting process more in line with man-machine fit.
For more powerful graphic inner segment idling, please use (x9) graphic inner

segment idling.

7. (X9) Cut’ Do. Auto _W : When on is valid, the cutting is completed and

automatically goes back to the starting point along the processing route.

|1 L| o] [puise] —T1e ] +||0N/0FFI

(X9 Sub Control Center)P

Multigraph Cut OFF

1 Delay(1-98
2 Class & Para. |4_|
3 Silk&Pump Cont. || OFF|
4 ControlBox |1_|
5 GBB Protect!fu. |8 |
|6 Cut’Do. Auto —u || |
|| 7 Cut’Do. L’Round || OFF]
‘'8 Cut’Do. Close.A OFF
' 9 Auto’Re Process Iﬂl
| a
| B

Gr. Inside NULL || OFF|

| upt || pouns || ar-:qx&l

NBBAE G992 XAYHZA {F= 8.8 X= 8.8 Y= B.1728%

NAME: T13 ZNC SEGM: 8 15:23:34 | MODE: STOP EFF.STEP/Q |ESC
Adapt to single graph and composite graph, and M00 automatically returns to the

starting point without pause. It is suitable for large workpieces to work unattended for a
long time and automatically return to the original point, which greatly saves time and

facilitates restart.

8. (X9) Cut’ Do.L Round :When on is valid, the cutting is completed and

automatically returns to the starting point in a straight line (the nearest route).



|1 L||oo| [puese] —J1e T +] |0N/0FFI

(X9 Sub Control Center)P

Delay(1-9)8

lE

Class & Para.

8ilk&Pump Cont. OFF

ControlBox

GAA Protect ifu.

WS

=]
]
]

Cut’Do. Auto —U

Cut’Do. L’Round OFF

Cut’Do. Close.f

HE

Auto’Re Process OFF

Multigraph Cut OFF

BT OO N s W@ N =

=]
s
bz

Gr. Inzide NULL

| upt || pouns || amqgr_l

NBAAA G992 XAYAZA {F= A.A X= 8.8 Y= A.1728}

MODE: STOP |EFF.STEP/g]| ESC
Adapt to single graph and composite graph, automatic MO0 does not pause, and the

NAME: T13 ZNC SEGM: A

automatic straight line returns to the starting point. It is suitable for large workpieces to
work unattended for a long time and automatically return to the original point, which

greatly saves time and facilitates restart.

9. (X9) Cut’ Do. Close.A : Automatically turn off the high frequency, machine tool

and computer after graphic cutting.



|J |_| ||:|I|:|| [puLse| — | 10 | +I|0N/0FFI

(X9 Sub Control Center)P
1 Delay(1-9)S
2 Class & Para. LE__J
3 8ilk&Pump Cont. OFF
4 ControlBox LE__J
S5 GAA Protectinu. [|8 |

‘|6 Cut’Do. Auto —U OFF

|| 7 Cut’Do. L’Round || OFF]
|8 Cut’Do. Close.a [[ 1 |
| 9 Auto’Re Process LEEEJ
‘| A Multigraph Cut OFF
| B Gr. Inside NULL || OFF]
| upt || pouns || BE)%T_I

NBAAA G992 XAYAZA {F= A.A X= 8.8 Y= A.1728}

15:19:25 MODE: STOP |EFF.STEP/Q

ESC can pause shutdown in real time

NAME: T13 ZNC SEGM: A

ESC

(X9) Auto’ Re Process : After the figure cutting is completed, it will

automatically return to the starting cutting point and repeat the cutting.

|J |_| ||:|I|:|| fpuse| — [ 10 | +] |0N/0FFI

S
(o
i

ARAR 0 AVA7R A QA A R A R
alalala abgaria 1.0 1.0 1.0

NAME: T19 ZNC SEGM: B 15:15:15 MODE: STOP |EFF.STEP/a ESC

Auto’Re Process

Repeat Number

Already Number

Wait Re’' Times M

BEEREE

STOP’ CODE

1
2
=)
4 Ready Re’Signal
3
6
a

EXIT

LPT:17-0UTC(H) 18-INC(L)




(1) Auto’ Re Process : ON/OFF

( 2 ) Repeat Number : Enter 999 as the maximum number of times to repeat cutting
for the figure.

( 3) Already Number : In the middle of processing, you can pause and go back there
to check the number of times that have been completed.

(4 ) Ready Re’ Signal : ON/OFF  On refers to automatic repeated cutting, which
requires HF software to receive the signal before it can continue to repeat; Off is off,
and no signal response is required to automatically repeat cutting.

(5) WaitRe’ Times : Input1-9 (the number corresponds to the minute unit), and
the maximum setting is 99 minutes. When the repeated preparation signal is valid
(on), wait for the set number of seconds when the cutting is completed. If the time
exceeds, the repeated cutting function (protection work) will be automatically
cancelled.

(6) STOP’ CODE : MOO sets on / off status.

"Automatic repeat cutting” can realize two processing modes by using the
setting switch of repeat signal:

(1) Automatic repeated automatic cutting, without the participation of external
hardware equipment, can be used for continuous cutting of a large number of
repeated graphics.

(2) Combined with manipulator connected automatic loading and unloading and

automatic repeated cutting.



Online manipulators: FANUC, KUKA, Epson, Yaskawa, scunk, Sommer and rorze.

The manipulator can receive and respond signals according to "serial port
parameter sending protocol" and customize PLC programming at the same time.
Note: the automatic repeated cutting function can be combined with the GO0 switch
to do the corresponding work. If there is a pause function in the GOO state setting, it

needs to be continued manually after the pause in the automatic repeated cutting, so

please set it strictly according to the demand.

11, ( X9 ) Multig. Con. Cut

|1 L||oo] [pucse] - T 1a

[+ |0N/0FFI

(X9 Sub Control Center)P

| Mmuitig. con. cut |[ 0]

o

ar 1 [xt.
Par 1 |[|X1.

ZNC
H*F

.ZNC
.H*F

Gr 2 ||X%2
Par 2 ||X2
Gr 3

X3

Par 3 ||X3

S LN

.ZNC
.H*F

.ZNC
.H*F

Gr 5_

.2NC
.H"F

| [omn]

X5
Par 5 (%5
OF .
| sTop’ c|]
SUB
GR

ARAR A A A A A R
alalild 1.0 1.0 d

First Cut Need The Gr.1

NAME: T19 ZNC SEGM: 8 15:11:39 MODE: STOP |EFF.STEP/Q ESC

(1) Multig. Con. Cut : ON/OFF



(2) Grl - Gr5 : Graphic G code file.

(3) Parl - Par5 : The parameter file corresponding to the processing of graphic G
code.

Multi image automatic continuous cutting can also cooperate with the z-axis
rotation function of HF software to complete three-dimensional complex graphics at
one time. It can also be applied to the combined machining of ordinary graphics.

Note: the figure at the beginning of cutting shall be the first drawing of the set G
code file, and the corresponding work can also be done in combination with GOO

switch.

12, (X9) Gr. Inside NULL :

ALL: 248

—

NBBAA G922 XAYAZA {F= 8.0 X= 8.8 Y= 8.8}
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(0101010101010

YO000000

PARA,

MOVE | CHEC, EXIT,

READ : NULL ; UNDO :

[ CENTER
oBJECT, | RESCT | “EHIER

+CUT - +0ONE i CONT IND

—-CUT ’

TiME=0:|[ epee.en.e8 T

—ONE : STOP :

NBABAA G922 XAYAZA {F= A.A X= 8.8 Y= 8.8}

15:82:58 MODE: STOP |EFF.STEP/a ESC

The function of "empty walk in graphic section" has been upgraded from the first

NAME: T19 ZNC SEGM: A

generation to the second generation control, from the setting that the first generation
supports 55 empty walks at most to 1045 empty walks at most, with more diverse

functions, more flexible configuration and stronger control ability.



[ Continue 1 Enter:[i

"Empty running section in graphics” can make any section of G code (single or
composite) of any graphics complete automatic empty running, so as to meet the
needs of fast and various bypasses; Even according to this function, the combined
function of pause valid and GO0 = 2 can be completed at one time from the beginning
to the end without manual intervention.

(1) GrInsidel NULL : ON/OFF ON ,open state  OFF ,close state

(2) Display G Code : Display the G code that has been transferred from the
current processing interface, and display the currently set empty segment number

in color separation, so as to query the number of segments to be set.



[ Continue 1 Enter:[i

[ Continue 1 Enter:ll

Appears when the G code is displayed? Number indicates that the G code file is

missing N serial number, you can use "re-order N" in "Other functions” - "Edit text

file". Complete the "re-order N" and retrieve the G code in the processing interface




again.

( 3) Load Config : Retrieve the saved configuration file of the drawing to facilitate
immediate work after returning to processing.

(4) InputNum : Please enter the segment number strictly from small to large, and
press enter to finish the input.

(5) Del Last Nu : Delete the last entered segment number.

(6) Clear All Nu : Clear all the entered segment numbers.

(7) GO0= : The cutting options are 0, 1 and 2.

Option 0 is GOO, pause during execution;

Option 1 is GOO protection during execution and cutting is not allowed;
Option 2 is GOO, which automatically starts cutting after automatic idling.

( 8 ) Save Config : The entered segment number has been saved.

(9) Exit To Pro. : Exit to the processing interface.

Note: the setting of segment number is a mandatory command of the user, so

please carefully check the segment number when entering, and enter it in the order

from small to large as required.

13, “Last 0.5mm Stop”



|1 L||oo| [puese] —J1e T +] |0N/0FFI

(X9 Sub Control Center)P

1 Last B.5mm Stop

(38 ]

2 8ilk Times (h)

| uet || pouns || exir |

NBAAA G992 XAYAZA {F= 8.8 X=-23.7837 Y= 28.8889}

14:57:57 MODE: STOP |EFF.STEP/a ESC

"Pause at 0.5mm at the end of the figure" is divided into three gears: x1, X5 and

NAME: Ti1 ZNC SEGM: A

X10, and each gear is a multiple of "0.5mm".

This function is applicable to freely setting the automatic pause at the end of each
drawing in single drawing and composite drawing (excluding the drawing outgoing
line distance).

When the switch is turned on and the physical distance is triggered during cutting,
the cutting will be suspended automatically without prompt.

give an example:

For three figures, when the first figure "pause at 0.5mm at the end of the figure”
takes effect and is suspended, you can turn to the "sub control center" to set the
"pause at 0.5mm at the end of the figure" gear, which is the setting of the pause
switch at the end of the next figure.

If the first figure "pause at 0.5mm at the end of the figure" has not been

suspended (i.e. the physical distance has not occurred), the adjusted gear is the first



figure.
Comprehensive:
"Pause at 0.5mm at the end of the figure" is effective for the physical distance
that does not occur.
"Pause at 0.5mm at the end of the figure" a figure has taken effect, then the
next figure is adjusted.
"Pause at 0.5mm at the end of the figure" if there is no change, the same
magnification distance shall be used for all figures.
The automatic failure of "pause at 0.5mm at the end of the figure" means that all
contents have been completed, or the figure has been adjusted again or the
function has been turned off.
"Pause at 0.5mm at the end of the figure" function is applicable to waste fixation and
blanking under fast and flexible settings. It can set the pause at the end of the distance
freely and flexibly. At the same time, it can meet the requirements of graphics without
lead-in leads and non closed graphics. It should be noted that each format G code file
has its own process requirements. This function should not be logically confused with

TAC or TA1 or &2nc.

14, Work Times (h) :



HF U9 ||| mm]| [pucse] -] 3 |+||OH/0FFI

(Sub Control Center) P

1 Last B.35mm Stop OFF

Z Work Times «n) [[8 |

OF .
<up || uet || pouns || eExir |

GR

AARR 0 A A A A FARA A
alalild ) ) H H .91 A )

NAME: EXAMP1 2NC SEGM: @ 12:59:59 | MODE: STOP |EFF.STEP-S] [Esc]|

The use time of silk is counted in "hours". After changing the silk, click the button to

start counting again from 0.

You need to enter permissions to reset statistics. The default password is : 111

15, Cut End->0’ SEG :



HF U9 1 L||oo| [puuse - 8 | +||0N/OFFI

(Sub Control Center) P

Last B.5nm Stop OFF

WE

Work Times (h)

Auto Pulsze~Setp OFF

Cut End-> B’SEG

E

Cut D.Y¥Y&PLC B-A OFF

MachineHand R-I

L

=l AN e o R

=]
]
]

Auto P-T Wire

OF .
sup || upt || pouns || eExit |

GR | sz
NAME: 96GR ZNC SEGH: B MODE: STOP [EFF.STEP/g| ESC
SUB, Pls Set “Cut End->0" SEG" =ON
HF U9 ||| mm | [puse] -] s |+||0N/OFFI

Q101010101010

YO000000

HOVE

CHEC, | FARA | EXIT,

READ ; DR':'HUNE UNDO :

°0BJECTEI RESCT 0 HEﬂSUH"

[ +cur .| +ONE | CONTIN

—-CUT :

TIHE=B“| BHAA . 84 . A8

—0ONE : STOP "

NBBBA G922 XAYAZA {F= A.118 X-—48.8 Y= 180.8%

NAME: 96GR ZNC SEGM: A 16:47:56 MODE: STOP EFF.STEP/Q ESC

A small green square will appear in front of the "Processing” button on the processing

interface, making it easy for users to understand whether the status is valid.



When a workpiece processing is completed and there is a "processing pause or
completion”, it will automatically reposition to the first segment of the graph, and the

user can directly start cutting.

16,  Auto Pulse/Step :

HF U9 JL||mm]| [puLse[ - T 3 |+||0N/OFFI

(Sub Control Center) P

Last B.5nm Stop OFF

Work Times (h)

Auto Pulsze- Setp OFF

Cut D.Y&PLC B-n F

BHERE

MachineHand R-I

(=ull O TR G

=]
=
]

Auto P/T Wire

OF .
sup || upt || pouns || eExit |

ARAR 0} AVA7HA A R A A A
alilald algaridi 1.8 a 1.8

NAME: 13 ZNC SEGM: A 1Z2:p4:42 MODE: STOP EFF.STEP/Q ESC




HE U9 ler| |1 L||oo| [puse] -] 4 |+||0N/OFFI

(Sub Control Center) P

1 Last B.5mmn Stop OFF

=g

2 Work Times (h)

|3 Auto Pulse-Setp || OFF

Change Pulse+— 5|}

NBBBAA G922 XAYAZA {F= A.8 ¥X= 8.8 Y= 8.8}

NAME: 7ASS ZNC SEGHM: A H9:30:44 MODE: STOP EFF.STEP/a ESC

Enter a stable machining efficiency value (O=disable this function)

HF U9 JL||mm]| [puLse[ - T 3 |+||0N/OFFI

(Sub Control Center) P

Last B.5nm Stop FF

Work Times (h)

Auto Pulse Setp

Lgl

Cut D.Y&PLC B-n OFF

MachineHand R-I

L

P e i

Auto P-T Wire

=]
=
=

OF .
sop || uet || pouns || emxit |

: GR | sz
NAME: 13 ZNC SEGH: B MODE: STOP [EFF.STEP/g| ESC

The entered value will be presented to the right of the button
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Q101010101010

YO000000

HOVE

CHEC, | FARA | EXIT,

READ ; DR':'HUNE UNDO :

°0BJECTH RESCT! HEI’-‘!SUH"

+CUT : +0NE " CONTIND

—-CUT :

T IHE=BHI| BHAA . 84 . A8

—0ONE : STOP "

NBBABA G922 XAYAZA {F= 8.8 X= 5.558 ¥= A.8%

NAME: 13 ZNC SEGHM: A 1Z2:P6:28 MODE: STOP EFF.STEP/a ESC

At the same time, in the processing interface, the background color of the variable

frequency value will be changed, making it easier for users to distinguish from the

normal mode.

Introduction:

(Automatic frequency conversion value/efficiency) can automatically adjust the
frequency conversion value according to different thicknesses of the workpiece until
stable processing efficiency, suitable for different slope and sharp height workpieces.
It allows users to face similar workpiece processing without the need for manual
intervention and continuous adjustment of frequency conversion values. This function

is applicable to the 1-255 frequency conversion value range function.

This feature has three underlying control capabilities:

(1) Continuous short circuit: Continuously increase the frequency conversion value



(slow down) until the short circuit signal disappears.

(2) Intermittent short circuit: After the frequency conversion value slows down once
(+10), detect the short circuit and continue to detect it until the short circuit signal
disappears.

(3) Workpiece from high to low: The frequency conversion value will adaptively
accelerate based on the change in efficiency value, and self determine whether to
maintain it.

The above controls are all within the short-circuit test waiting time. If the short-
circuit test waiting time is exceeded, it will be rolled back according to the default

method.

17. Wire To Vertical :

HE U9 ler| |1 ||| [puese -] 4 [+ IlON/OFFI

(Sub Center)

|

Last B.5mn Stop

Work Times (h)

Auto Pulse Setp

=

Cut End-> B'SEG

A-—axiz Rotation

BREEEE

Wire—>» Uertical

Cut D.Y¥Y&PLC B-A OFF

MachineHand R-I

L

O =T N e e e

Auto P-T Wire

=]
]
]

| upt || poums || eExit |

NBBBA GI92 XA YA ZA {F= B.AAA AX= 26.5844 AY= 3.7A37

NAME: EXAMP1 ZNC SEGM: A 13:46:58 MODE: STOP EFF.STEP/a ESC




ler| |1 L||oo| [puse] -] 4 |+||0N/OFFI

(Wire To Vertical)

1 Vertical [ Up 1

2 Uertical [Downl

3 Set COM1

B EXIT

(ESC:Cancle)

NBBBA GI92 XA YA ZA {F= B.AAA AX= 26.5844 AY= 3.7A37

NAME: EXAMP1 ZNC SEGHM: A 13:53:46 MODE: STOP EFF.STEP/a ESC

The function obtains mechanical coordinates through communication with the lower

machine, and automatically starts to vertical molybdenum wire after clicking the

button. Can be operated and proofread multiple times and in real time.

18, Cut M1* Delay :



ler| |1 L||oo| [puse] -] 12 |+||0N/OFFI

(Sub Center)

Last B.5mn Stop
Work Times (h) a |

Auto Pulsze~Setp OFF

Cut End-> BA’SEG ||| OFF

A-—axiz Rotation |

Wire-> Vertical || |

Cut Mix Delay
by

Cut D.Y&PLC B/n |[ OFF]
L

MachineHand R-I

I D 0 e L B

Auto P/T Wire

NBBBE GA1 X -8.6968 Y -1.1382
+ NABA? GAZ X -A.3591 ¥ A.ARB3 I —2.4791 J A.8A83

NAME: 5 ZNC SEGHM: 7 14:12:54 MODE: STOP EFF.STEP/a ESC

When the value is 0, the function is disabled (without delay). The valid values are

1-9.

Delay before group number sending (electrical parameter sending) in processing,
no delay when empty.

Globally valid: When the switch is valid (1-9), the function is valid in real time

even after the software is restarted.

19, NC Auto M.R.P :



ler| | |_||-||]|PULSE| —| = |+||0N/OFFI

X9(Zub Center)

1 Last B.5mm Stop
2 Work Times (h) || 8 |
3 Auto PulsesSetp OFF
4 Cut End-> @’SEG || OFF
5 A—axis Rotation L___J
6 Wire-> Vertical || |
7 Cut Mix Delay || 8 |
8 Nc Auto M.R.P  |[ ]
| 8 Cut D.Y&PLC B-n M
| 9 MachineHand R/1 || |
| A Auto P/T Wire || OFF|
| uet || poums ||

NBB84 Moa
+ NABAS GAA X 14 .4444 ¥ 1.4815

NAME: 5 ZNC SEGH: 5 MODE: STOP [EFF.STEP/g| ESC
When the function is ON: after reading the 2NC file, the mechanical XY value of the

lower machine is automatically obtained, and the automatic pitch is applied.
Wait 10 seconds for the next machine to time out. If time out occurs, manually enter

the XY value.

20, CutD.Y&PLCB/A :



HF X9 1 L||oo| [puese -] 2 [+ IlON/OFFI

(X9 Sub Control Center)P

1 Last B.5mmn Stop OFF

2 Work Times (h)

E

| 3 Cut D.YZPLC B-A OFF

' 4 MachineHand R<I
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NAME: T7 ZNC SEGM: 8 MODE: STOP |EFF.STEP/S| [Esc]
HF X9 1 L||oo| [puese -] 2 [+ IlON/OFFI
(Cut Delay/PLC Ba&Ad)
1 Mode ON/OFF [on ]
2 Cut DurationIN]
N=3
8 EXIT I
L
N<=1888 (/S)
D<=1888 (/S)
OF. | PLC:Edit Back&fduance
SUB Direction&Step Num
GR || LPT:17-OUT(H) 18-IN(L)
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NAME: T7 ZNC SEGM: 8 14:31:28 MODE: STOP EFF.STEP/Q ESC

Cut Duration[N]: continuous working time after clicking cutting (seconds)

Time P.Delay[D]: Wait time after HF software pause (seconds)

Operating characteristics: continuous high frequency



When the switch is set to ON, clicking the cut will automatically pause 3 seconds after
the start (for example) and send a low level signal to the parallel port (LPT) 10 Angle.
PLC receives the low level signal immediately according to its custom programming
content back N steps, and then forward N steps. The following action (cut-pait-cut)
will be repeated throughout the cut.

Note that the overall time after the corresponding PLC signal and the motor

movement is set less than D, and the best time can be obtained through debugging.

21, MachineHand R/I1 :

HF X9 1 L||oo| [puese -] 2 [+ IlON/OFFI

(X9 Sub Control Center)P

1 Last B.5mnm Stop FF

2 Work Times (h)

*| 3 MachineHand R-1
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4 Auto PAT Wire

OF .
sup || upt || pouns || eExit |

GR

NAME: 96C ZNC SEGM: A 11:43:26 MODE: STOP EFF.STEP/Q ESC




HF X9 EEREEER +||0N/OFFI

(Ma.Hand ResIn W.Piece)l

1 [Remove Piecel

2 [Install Piecel

3 Set COM1

B EXIT

>> Ma.Hand Remove FPiece |

(Short Key:P+L)

NBBABA G922 XAYAZA {F= A.118 X= A.A Y= A.8}

NAME: 96C ZNC SEGHM: A 11:44:87 MODE: STOP EFF.STEP/a ESC

The robotic arm is suitable for independent loading or unloading needs at a certain

time.
This communication is unidirectional and does not require a mechanical signal to be

sent back.

At the same time, it should be noted that this function is different from the robot
arm's loading and unloading communication after the workpiece is completed in X9's
"Automatic Repeat Cutting”. There is bidirectional communication between the robot
arm and the HF system in "Automatic Repeat Cutting". Therefore, PLC programming

can be used to allow the robotic arm to recognize two different signal requests.



22,  Auto P|T Wire :

HF X9 1 L||oo| [puese -] 4 ] +||0N/OFFI

(X9 Sub Control Center)P

1 Last B.5mmn Stop OFF

2 Work Times (h) a |

|3 Auto PIT Wire || OFF|

OF .
sop || uet || pouns || emxit |
GR
NAME: EXAMP1 2NC SEGM: B MODE: STOP [EFF.STEP/g| [Esc]
HF X9 1 L||oo| [puuse -] 4 [+] |0N/OFFI

(Auto PulliThread Wirel

1 Auto Pul.+Thr. [:::]

Z Auto [Pul. Wi.l

3 Auto [Thr. Wi.l

4 Set COM1

B EXIT

Mote:
Standard :MBB-GBA-MAB

GHA=2

(Short Key:P+[)

NBBBA GI92 XA YA ZA {F= B.AAA AX= 26.5844 AY= 3.7A37

NAME: EXAMP1 ZNC SEGM: A 14:25:49 MODE: STOP EFF.STEP/a ESC

When the switch is ON: When the processing reaches M0O, a wire removal request

signal will be sent to the machine. After receiving the wire removal signal from the



machine, GOO will automatically idle and complete. After completing GO0 automatic
idling, send a wire threading request signal to the machine, and automatically start
normal cutting after receiving the wire threading signal from the machine.
Introduction: In this functional interface, mechanical wire removal or threading can
also be manually requested.

Introduction: In this functional interface, mechanical wire removal or threading can

also be manually requested.

23. Anti-Oxidation:

HF X9 EIRE L||D|D|ﬂ|§fﬁ:| -1 3 |+||0N/OFFI

X9(Zub Center)

| (o]

'|1 Anti—Oxidatin

3 RO Lok
lEl | DOUNL | EXIT |
NBBB3 GB1 X 6.2672 ¢ a.3784

+ NABA4 GA3 X 6.2672 ¥ A.37A4 1 A.AB6BA J A.3784

EE: 3 2NC RS 4 W HE [mwdss) ESC

Anti-oxidation working mode can solve the process requirements of anti-oxidation

(electrolysis) of the workpiece
When the function is ON: when no load is triggered during cutting, the parallel port
alarm signal automatically starts to empty, and the edge signal is detected during

empty walking. If there is a edge signal, the automatic cutting begins. And the starting



point of the next figure MO0 continues cutting without pausing.

The overall logic of the "anti-oxidation working mode" is that after the parallel port
alarm signal is triggered when cutting no-load, the edge signal is automatically
detected in the forward air walking, and the cutting automatically starts to continue
once it occurs.

"Anti-oxidation working mode" still supports the diversity of GOO functions, and stops
when G00=0 is cut to the pause; When G00=1, GOO cutting protection needs to be

manually empty; GO0=2 when cutting to GO0 automatically empty.

24, SUB ( example )

|1 L||oio| [puese] —[1e [ +] |0N/0FF|

(X9 Sub Control Center)P

1 Delay(1-9)8

2 Class & Para. LE__J

3 Silk&Pump Cont. || OFF|

4 ControlBox Ll_J

S GAA Protectifu. || 8 |
|6 Cut’Do. Auto —u || OFF|
|7 Cut’Do. L’Round OFF
| 8 Cut’Do. Close.n || OFF|
' 9 Auto’Re Process LEEEJ
‘| A Multigraph Cut OFF
| B Gr. Inside NULL || OFF|
| uer || pouns || eExit

Ay

NBaBa G992 XBYeZe {F= 8.8 X=-8.8897 Y=-8.558}

NAME: T22 ZNC SEGM: 8 14:54:21 | MODE: STOP |EFF.STEP~ ESC

5 ( GOO Protect |Au.=2) , 7 (Cut’ Do. Auto -W=0ON)
The above configuration will automatically return to the starting point of graphic cutting
in a straight line from the end point after the workpiece cutting is completed. Save a lot

of time for reset operation after cutting.



Interference judgment: sub sub sub control center will automatically judge and select
interference. If multiple choices or invalid combinations are selected, it will prompt

and automatically reset the selection.

7. “SUB X9” Interface and information interconnection

(1) The combination setting of "sub control center" GOO and pause character is
globally effective and can be set when it is visible.

(2) "Sub control center" will greatly improve enterprise automation and
professional processing, and meet the requirements of professional and S-level work.
(3) The "sub control center" part contains the interface definitions and interactive
information of various equipment, man-machine exchange, manipulator, z-axis, etc.
for the interface and information transmission definitions, please set and prepare the
equipment in strict accordance with the requirements to prevent mistransmission and

misconnection. Please consult the equipment enterprise for details.

8s llGrII
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In the new version of HF, the linear particle engine display mode is adopted, and the

NAME: T22 ZNC SEGM: A

graphics display speed is greatly improved when the graphics are displayed on the

"Process” interface and the reduced and enlarged graphics in the "drawing”.

9. “Program” and “Next”



"Transfer DXF file": 3. Transfer of absolute coordinates. No matter how large the
drawing datum point based on CAD is, it can also be automatically transferred in and
displayed. After the retrieval is completed, the graphics will be automatically

displayed in full screen. DXF file import compatible with all formats.



Program

i}
Proces Other

Measure Dividing

Read Save

Next.1 | Next.2

Lch. tnter|ch. Tracelbe . trace|De. tracsbel mux.fclea.sc || Exrr JFEEREE
Di Direc| Move | Full | Zoom | Displau|Name: Noname

"Sort" - "cancel duplicate lines": filter duplicate lines made based on CAD that cannot
be recognized by the naked eye."
“Next": G code, 3b type, 3b group number type, general taper, variable taper

machining order generation.



“- -" At state : After saving the G code, manual access to the machining

interface is required to retrieve the G code.

“-AUTO-" At state : Automatically retrieve and wait for processing after saving G



code.

The post main interface can not only use the menu to save G-code independently,

but also directly select the format type of G-code to be saved through the shortcut

save module.




"Cutting times": when switching between different cutting times, the high-frequency

group number will be automatically 1-7 sorted.

When inputting content, the positioning color is displayed to confirm the position

accurately and intuitively.




"Save current cutting parameter OCC": save the cutting parameter content as an

OCC file with a user-defined file name.

When the number of cuts is 1, it will be automatically saved as 0 OCC file.




"Cutting times configuration file": retrieve the saved "cutting times" configuration
content in real time and generate it in real time. For example, if you enter 1 in "cutting
times profile", 1 will be called OCC configuration file.The configuration contents of
different cutting times can be saved as OCC files with different names for real-time

calling, modification and saving in the later stage.



Call 1 After the OCC file, the cutting times and configuration content will be displayed.
The cutting parameter OCC file can be quickly used in the "post" cutting times setting
and a variety of "wire compensation”. Being good at using OCC configuration will

improve work efficiency and automatic processing.

“IF +MO1 Be. M1*" : After this function is opened, the corresponding position of
the saved G-code will automatically exist MO1 (corner cleaner code). At the same time,
please open the "corner cleaner delay" function in "Processing” - "Parameters” to use

this function.



After clicking on "IF+MO01 Be. M1 *", it will change to "OK +MO01 For M1**", and a

text prompt will appear in the bottom left corner.




After the M01 automatic generation function is turned on, a prompt of "M01+M1 *"

will appear on the rear main interface, making it easy for users to know the status.

ENEE] =i

5(3) l

On Sing:5(3)

i

18(Step)

188 (Step- 3]
1886 (Step 5]
1886 (Step-5)
Yez ,Beep 5(3)
Yes ,Beep 5(3)

1888 (Step~3), (1)

68 (mm)

L FELEEEFEEERL

After using the " IF+MO1 Be. M1 *" function, please turn on the "The pure cape




postpones the time" function in "Processing” - "PAPR",
This function can correct short circuits that occur during multiple mechanical cuts and

different times of cutting.

“User-Defined CUT” : The punch length, step allowance, die step and manual pause

are only valid for the first cut.

"Manual pause is only valid for the first switch": on / off

Click on to switch between on and off, and the status remains valid regardless of
software exit or software operation.

Generally, this function is applied to the suspension of die fixing and waste
taking (&2nc). Manually add the pause symbol in the full drawing programming
graphics. When the die has no steps, the manual pause symbol reminds the fixed
waste, and the pause reminds the waste to be removed after the first knife is cut.

Method of adding alarm symbol: "full drawing programming" - "correction" -



"truncation: track line" - "other" - "alarm symbol".

When "manual pause is only valid for the first cut” is on, the G code will display
[manual MO0 only for the first cut: on]. When it is off, it displays [manual MQO, only
the first switch: off].

When the "manual pause symbol is only valid for the first cut” is on, there is
only the manual alarm symbol of the first cut in the G code of multiple cuts, and
there is no manual alarm symbol in the number of other cuts.

If you need to switch before this state during work, please pay attention to the

prompt state below the G code saving place.
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"Manual pause is only valid for the first cut” function remains valid after changing the

cutting times of different figures in "supplement”.

“Form 2D-lists of G-code”

Filename: T3

Offset F= #H.888

(1) Common G—code File (.Z2NHC)

(2) Female G—code File With 3top sign (&.ZNC)

(3) Auto-delay G—code File (.TAC)

(4) Auto-delay and stop sign G—code File(.TAl)

(5) Common Different Times G—code File

al EXIT

[Male overcut Off1] [Female Tah Off1] [Manual MBA 1Cut:O0N1]




Save in multiple G code modes :

(1) Common G-code File (2NC)

(2) Female G-code File With Stop Sign (&.2NC)
(3) Auto-delay G-code File (.TAC)

(4) Auto-delay and stop G-code File (.TAl)

(5) Common Different Times G-code File

HF WEDM G code generation has a unique processing mode. The generated G code
combined with high-frequency parameters makes the workpiece more smooth and

delicate.

(5) “Common Different Times G-code File” :

Select "save common machining orders with different cutting times", and the options are

2nc, & 2nc¢, TAC and TA1 according to the requirements.



Displays how many independent figures are included in this cutting diagram.
Enter the OCC file of each independent drawing according to the cutting order

(cutting times parameter).

After OCC input, confirm the operation. (confirm whether the entered OCC is incorrect)




Filename: T3

Offset F= #H.888

(1) Common G—code File (.Z2NHC)

(2) Female G—code File With 3top sign (&.ZNC)

(3) Auto-delay G—code File (.TAC)

(4) Auto-delay and stop sign G—code File(.TAl)

(5) Common Different Times G—code File

al EXIT

ZNC File Name: H

Enter a file name and save the file,

HF U9 1 L| || [puuse —[1e T +] |0N/0FFI

X0000000

YO000000

MOVE,

CHEC,| PARA, | EXIT,

READ : NULL : UNDO ;

A CENTER
OBJECTn RESCT ol “EDGE &

+CUT : +0NE i CONTIHD

—CuUT ; —0ONE ; STOP "

TIME=Bﬂ| B888 .88 . B8

NBBBE G92 XAYAZA {F= B.18 X= A.8 Y= 48.8}

MODE: STOP |EFF.STEP/S| ESC

After 2nc is saved, it is transferred to machining and the 2nc file is retrieved, and the

NAME: 111 ZNC SEGM: 8

display is as above (the cutting times of each independent figure are different),



"Generate plane G code processing order” can generate g codes in different
situations according to work requirements, and can realize a variety of G codes such
as M0O processing, pause, delay and user-defined delay time. At the same time, the
G code generated by HF software includes patented processing mode. The generated
code is used with high-frequency parameters to make the workpiece more smooth

and fine,

“Generate 3B code processing order”

3b processing order can be generated and transmitted to single board computer,

“Generate 3B group code processing order”



3b processing order can be generated and transmitted to single board computer,

“Generate general taper machining order”




X-Rotate

¥-Rotate

Z—Rotate
Displ

&.3NC “Stop processing after the first knife is cut, and save the single disk”
8.88888 4.44444

#* add or del =
* alarm sign *

Lfnund 2 points, N(1,2..3=7 1
isc (Mouse—RIExit F3:Move(of)

In "program”, add an alarm symbol to the end of the graphic lead-in line and select

the second point. Select "save the processing order after the first cutter is cut”, and




the processing interface calls the G code file to pause after the first cutter is

completed.

“Generate variable taper machining order”

change cone

1) set common
gradient on
in“out—1line

2) set single
gradient on
line or arc

In Doun ~Top

In Doun

Set Gradient

Zoom (ZD)

FULL (2D)

Dizplay 3D

Displ. Lists

Process

Save Lists

Save L-F.C.P

Save of HGT




X-Rotate

¥-Rotate

Z—Rotate
Displ

&4NC “First knife stop disk”
8.88888 4.44444

#* add or del =
* alarm sign *

Lfnund 2 points, N(1,2..3=7 1
isc (Mouse—RIExit F3:Move(of)

In "program”, add an alarm symbol to the end of the graphic lead-in line and select the

second point. Select "first tool stop save disk", and the G code file can be retrieved from




the processing interface to pause after the first tool is completed.

10. “4-AXES”

Build 4-Axes according to the zones(segments) of top &down graphic (HGT)

Optional "Times of CUT", "Lists-First Cut Pause’, "Form file of HGT "

Create two different shapes on the drawing interface: for example



Next.1 | Next.2

Ch. Inter| Ch.Trace| De.Tr&fAu| De. Tracz| Del Aux.|Clea.Sc. EXIT Ti?éqsﬁ?gs}él

Di.Trace|Disp.All|Di.Direc Move Full Zoom Display N.ETTENEE

Program

To

Proces Other

Heasure Dividin

Next.1 | Next.2

Ch. Inter| Ch.Trace| De.Tr&fAu| De. Tracz| Del Aux.|Clea.Sc. EXIT Ti?%143123161

Di.Trace|Disp.All|Di.Direc Moue Full Zoom Display N ETT-EN 4

Example: T1. HGT and T2. HGT, respectively.

T1is a full circle, T2 is a right angle square.



The meaning of interval: the default number of segments

Therefore, we conclude that the intervals of T1 and T2 are not equal.

When both the upper and lower surface shapes are the same shape, or both are
shapes with the same line segment, the default method of interval synthesis is

directly used to generate 5NC code. (Please set the cutting times in advance)

Number of cuts:

Heterogeneous synthesis method: synthesis by interval:



When T1 and T2 have unequal intervals, Junhui displays an error message when
displaying a stereoscopic image or saving a processing order. At this point, we can

use 'composition by length' or 'processing line segments as intervals'.

Heterogeneous synthesis method: synthesis by length:



When T1 and T2 have unequal intervals, the "heterohedral synthesis method:

synthesis by length" can be used

Heterogeneous synthesis method: treating line segments as intervals:

After selecting "Process line segments as intervals, the upper and lower graphics will

be displayed for switching views.



zone and seq

&

TopsDown gxr.

fro.brackets

hac .brackets

Zoom

Full

Display

Exit k

Esc:Exit

zone and seq

&

TopsDown gxr.

fro.brackets

hac .brackets

Zoom

Full

Display

Exit

Esc:Exit

Since the number of intervals for T1 is 1 (the number of graphic segments is 1),

we can set T2 to 1 interval.



Select the "front bracket" to locate the cutting start point (ESC deselected), and then

select the "back bracket" to locate the cutting start point (ESC deselected).

zone and seq

&

TopsDown gxr.

fro.brackets

hac .brackets

Zoom

Full

Display

Exit

Capture:Point of delsadd bracket.(No:Esc) Esc:Exit

At this point, we will find that the "front bracket" and "back bracket" of T2
overlap, indicating that the starting and ending points are in the same place, and
the number of intervals is 1. This ensures that the number of intervals between T2
and T1 is the same.

(In actual operation, the number of intervals can be set according to how many

intervals need to be synchronized between two graphics)



X-Rotate

Y—Rotate

£Z—Rotate
Displ [Disp2

Exit
—=+188 X

After displaying the stereoscopic image, we will find that the graphics are already

valid. Click on "Save Processing Order" to proceed

Heterogeneous synthesis has three functions:
(1) Directly using the same interval number: synthesizing by interval
(2) Use of different interval numbers: synthesized by length

(3) Using different interval numbers: treating line segments as intervals

In practical processing, it can meet different needs and graphic characteristics
for heterogeneous synthesis processing. You can synchronize the number of
intervals between two graphs based on the difference in the number of

intervals on the upper or lower surfaces.



X-Rotate
¥-Rotate
Z-Rotate
Displ |Disp2

Exit

=188

3D-graph can be displayed according to different angles of "X-Rotate", "Y-Rotate"

and "Z-Rotate".
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After reading the 5NC file in Process interface,can select “3D" or "2D" display.

&.5NC “Save Lists-First Cut Pause”



Z.88864-, 818823

@ FENI L Ré5

ATH 27 TEI‘IE.%EHE%W a2,
Add an alarm symbol to the end point of the graphic Lead-in in "Program” and select
the second point. Select "Save Lists-First Cut Pause”, and reading G code file in Process

interface, cutting will pause after the Lists-First Cut is completed.

Number of cuts , Helical gear:

In the upper and lower surface shapes, we only need to have the same starting point



of the introduction point for both shapes, and the endpoint of the introduction line

is located at the same point of the two tooth tips, respectively.

(3D+2D ) Integration desing:

After configuring all files, select (3D+2D ) Integration desing



Unread IME File

 Reset | Reset | | Reset | Reset

]
[
]
[
[
[
[
]
[
]
[
]

T T | | N T N N N T T
TN T T T (| TN NN NN NN N D —_—
| T | N | N N N N T .
T T N N | NN NN NN N W D —_—
T T T T N T N T T T T

Initialize interface

Mind map:
Figures 1, 2,... all represent how many different faces there are, for example, 3D=4 on
the homepage.

The straight body belongs to a part of the heterohedron.

Two parts of understanding:

(1) Is it to cut the heterohedron first and then cut the straight body? Or do we
cut the straight body first and then the heterohedron?

(2) Do you use the upper surface graphics or the lower surface graphics for a

straight body?



Straight cut surface: 1. The upper surface shape is straight body/2. The lower surface
shape is straight body/0. Cancel or reset

First (oblique): 1. Cut the oblique (heterohedron) first/2. Cut the straight body first/0.
Cancel or reset

(3D-OCC) OR ( 2D-OCC) When there is . When:

set to no setting (using 0.0CC)

(3D-HAF ) OR ( 2D- HAF ) When there is . When:

set to no setting (using default hAf parameters)

One cut (when the table has. = no manufacturing parameter =0.0CC), but with
electrical parameters, the first cut electrical parameters are the M11 content in

the selected electrical parameters file.

Unread IME File

 Reset | Reset | | Reset | Reset

]
[
]
[
[
[
[
]
[
]
[
]

T T T | N N NN N N T T
TN T T | (| TN NN NN N N D —_—
| T | N N N N N N T
T T N N | NN NN NN N N D —_—
T T T T T T N T N T T

It is possible to configure all different faces in bulk, or to configure a specific face

separately. After configuration is completed, if the switch is on, it will display "3D+2D"



after exiting.

1) Meed Lead In/Out-Lines.Start point of in—lines(Top-Down) are equal.
Z) Use zone:Zones of Top—Doun are equal .Hint:Lines in brackets and each
3) lines outside the brackets is a zone.The In“Out—-1' number should he equal.

(1) HMame of Top—graph T1.HGT

(2) HName of Down—graph TZ _HGT

(3) Thickness of Work piece 38

(4) Mode of Compose Use length compose

(6) Dis.3D-Gra | (V) Di=s.GCode

(Bl (3D+Z2D)Integration Desing >

(9) Process

(A) Bave Lists

(B) Save Listz—First Cut Pause

(C) Time=s of CUT 1 Times, Overlap=.38
Form file of HGT Exit Ueli ileinisil o
[Esc:Exit]

Processing document storage (6NC)

HF U9 [ep] (o L|[wm] [puesg =] 3 [+] [onorr]

Uo000
VOOOO
0

000
000
X0000000
YOO00000

HOVE

CHEC, | FARA | EXIT,

READ ; DR':'HUNE UNDO :

°0BJECTEI RESCT 0 HEﬂSUH"

+CUT : +0ONE " CONTIHD

—-CUT :

TIHE=B“| hAAR . A1 .18
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—0ONE : STOP "




Retrieve type files for 6NC

NAB26 M11(A:B:A:A:A:B:A:A:A:8:P:8:A:11:4)

NBB33 M12(B:B:8:8:0.:8:8:8:0:8:0:8:8;:12:8)

Explanation: The new 6NC code file contains the electrical parameters after the
M group number in the file.

If the electrical parameters are not included after the M group number, the
electrical parameters will be sent according to the system's default M group number
parameters.

(3D+2D integrated design) can meet the different cutting times and electrical

parameters of different shapes in heterohedra.

11. “Other”



The following shows only individual content instructions, and others are commonly

used.



(1)"“Set HF Language” :Can switch system languages between Simplified Chinese,

Traditional Chinese, and English.

Select (1)Set HF Language



SET HF SYSTEM LANGUAGE

Hote:Pls Stop The Cut Work

HF software will display no other languages without importing a language pack

SET HF SYSTEM LANGUAGE

Hote:Pls Stop The Cut Work

Select the latest version of FHGD-C.EXE file on the USB drive (or hard drive) through




"Import”, and then the Chinese language software will start to be fully automatically

imported

SET HF SYSTEM LANGUAGE

L Sin Chinese |2. Tra Chinese |3. English [ 4. tnport wr |5, mxit I |

Hote:Pls Stop The Cut Work

After the import is completed, it can be found that the Chinese language itself and

the standard English language imported already exist.

You can switch between any of the three languages by selecting the button.

(4) “File or Folder”



Motice:Deleted Files&Folder Cannot Be Restored,Pls Prudent Operation

(5) "Edit Text” : 2 editing modes and automatic sorting by N sequence number

Mote:(The H Numberszs In The Text Will he Auto Reorder)

There are two editing modes in the Edit text feature




Reorder N: The G code of 2NC will automatically reorder N sequence number after
using this feature after artificially inserting a code (such as M11) or artificially
modifying the sequence number of the N segment. And no matter whether the N
sequence number is correct, it is rearranged correctly.

When using this function, a text prompt will be made after finding a definite N
sequence number.

Display text: You can view the contents of the file before or after the text is modified
to see if the code content or N sequence number is correctly arranged.

Edit Mode 2: You can edit ordinary text content, or compare and copy and paste
content in dual text files.

Dual Text Mode: In "Edit Mode 2", the first text file is selected, and the keyboard
Alt+F6 is used to quickly enter the "Split Windows" mode. Alternatively, you can click
on "View" (or ALT to move options to View) with the mouse, and then click on "Split
Windows" with the mouse. At this point, move the cursor to the second text mode
and open a new file through "File Open". At this point, the dual text display will appear.

How to copy and paste: Hold down the left mouse button and drag from left to

right, select the content to be copied (grayed out), and start copying with Ctrl+C.
Click on the location where you want to paste with the mouse, and Ctrl+V will start
pasting.

At the same time, you can also use the keyboard Shift+arrow keys to select a row

(grayed out), Ctrl+C to start copying, and Ctrl+V to start pasting.

(5) “IGES -> HGT” : Converting IGES files to HGTHGT graphics files.

(6) “GCodeChange” : Customize the G code content, convert the original HF (G



code) into a custom code format G code, and provide a complete solution for

exporting the converted G code to different CNC centers for real-time processing.

It should be noted that "G Code Change” can also convert text content of any format
into the text content of the demand object.But the converted text content needs to

match the conversion rules.

G Code Custom Conversion

(1) Select hasic G code (2) Select custom format (3) Edit custom format

(4) Delay G code I (3) Copy G code file (6) Exit

(7) Start change

Cusztom Format:
Bazic G Code:

Changed G Code: TEST"ZDP .2NC




ZDP File Name: 1.ZDP

- BN~ K- Bl EN-~ |

Bl - FEle El- B o |
IN OuUT

El-- EN- EN BN~ N |

Ol EN BN EN BN |

B BN 2N BN BN |

B - C- Bl Bl |

g

Clear All || Select ZDPJ Save ZDP

Edit the 2DP custom file, select the original G code, select the Custom format (2DP),
and start change.Support to display query original and changed G code files, copy G
code files to anywhere and USB drive.

Note: The input content of "Edit Custom Format" in "G Code Change" should not
conflict with the previous content, for example, “{” is change to “}” , and then *}”

is changed to {” , and the actual datais “{” and “}” will not change.

(8) “3B Codes -> Processor”



( Common Controller )

( Common Controller )

(Ready) Enter Start:|i




(9) "G Code -> HGT” : Convert the G codes generated by the slow-moving,

medium-moving, and fast-moving software to HGT graphic files.

(G) “Process Output” : Because the machining drawing directly reads the G code
of USB drive, but the local file does not exist, use this function to export the machining

drawing as a G code file and save it.

(I) “Backup&Load GHOST” :Real time HF system GHOST backup and recall under
underlying architecture.
It has three main characteristics: (1) the ability to backup and restore; (2) The

operation is extremely simple; (3) Extremely fast



| ) Backup Ghost | @ amost Load | @ camcte setect| @y mar |

Motice:Backup&Load GHOST Will Resetting HF,Pls Prudent Operation

(J) “Bottom Config Cancel” :Due to individual reasons, the bottom configuration
AUTOEXEC.BAT and CONFIG.SYS files required for WIN system startup are implanted
into abnormal files, resulting in abnormal system memory work. This function will
directly clear the bottom configuration and restore the clean bottom. Restart your

computer after setting.

(K) “Bottom Config Set” : The bottom system starts setting and configuration,

and the software runs faster and more stable. Restart the computer after setting.



Note: [ESC-EXIT]

Note: [ESC-EXIT]

ISA-USB defaults to # 5 in the underlying software, and in order to expand the user's

application range, it includes four options that users can choose according to their




situation.

ISA-USB is a USB hot plug card that supports ISA type (black slot) in the bottom
configuration.

PCI-USB is a USB hot plug card that supports PCI type (white slot) in the bottom

configuration.

(L) “Mouse Copy File” : Quickly copy files by using file browsing and selection.

E:NTESTMNEN

EXHHPiZNC

Select the files that need to be copied



E:NTESTMNEN

Enter the directory where the file needs to be pasted, select 'Exit Query', and the copy

will be automatically completed

(M) “Card XYUVZ Ordinate” :Due to individual reasons, the processing interface
cannot be entered, or cannot be cut normally, or the control card has no coordinate
memory. Use this function to record XYUVZ coordinates, reinstall the "HF
Initialization" or reinstall the HF system, and then the cutting position needs to be

accurately positioned by using the Process interface OBJECT(->XY POINT) function.,



Mote:Recode The XYUVUZ,Restore Pozition [Any Key Exitl

(N) "USB Drive Letter”




SNEREBNE

In the "System Settings" section, there is "Detected USB drive letter", which makes it

easy for users to know the USB drive path.




After "USB drive letter detection", all file browsers will display content such as "USB

drive (F)" in the upper right corner, making it convenient for users to access USB drive

files.

(O) "Font Library Install”

i Loca Reinta. |2 usn peck [ setect ack |4 tnet v 5wz |

Mote:Time I= Long,Pls Arrange Your Time Reasonahbly

(P) "Date Time Setting” : Check and set the local time, identify whether the host
battery is powered down, resulting in the loss of BIOS settings, or set the local date

and time.



Mote:Using Standard Format

Please enter according to the date format or time format listed

(Q) “HF Down Shutdown PC” : Set whether to automatically shut down after
exiting the HF software.

(V) "HF Soft Upgrade” : Suitable for bottom HF software upgrade.



HF Soft Upgrade

Pls Select The Upgrade File (FHGD-E.EXE)

F :\TESTNEHF98
o o DRUN HELP% ICON
PIFN USERDAT™ FHGD-E .EXE INSTALL .EXE
SETUP .EXE Z.EXE %

Note: Update Auto Strats After Selecting The Upgrade File.

Precautions before "HF soft upgrade” :

@ The graphics in the old software "processing" have been processed, because the
"HF software upgrade" will automatically clear the "processing” (initialization).

®@ The graphics in the old software "full drawing programming” have been saved,
because "HF software upgrade" will automatically clear "full drawing programming”
(initialization)

® If you need to manually archive the "processing” - "parameter" information, you
can take photos for archiving. However, "HF software upgrade" will automatically
retain the "parameter" information in the original and old software, so this item is
only for the reference of users who need additional backup files.

@"HF soft upgrade” is to upgrade to the latest version of HF software V9 or X9. Only
software dogs with V9 or X9 identification are supported. Otherwise, the HF control

system cannot be upgraded or started after upgrading.



“HF Soft Upgrade” :
The storage medium needs to have the official FHGD-E.EXE (for English or FHGD-
C.EXE for Chinese) installation package of HF software.
The storage medium can be hard disk or USB flash disk. If it is hard disk, copy the
installation package to the hard disk in advance.
USB flash disk mode: insert USB flash disk (HF-USB card port), and select the
corresponding USB flash disk number in the path.
Hard disk mode: select the hard disk number in the path.
Please wait about 1-2 minutes after the package is upgraded automatically. Please
pull out the USB flash disk according to the prompt in the step. After the upgrade is
completed, it will automatically shut down (pull out the USB flash disk), restart it and
enter the new version to present immediately.

Tip: Use "HF Soft Upgrade” to update the local Chinese to English or traditional

Chinese version, but if the downgrade software does not include the "HF Soft

Upgrade” function, the "HF Soft Upgrade” function will not be available in the

updated version.

(R) "G Support In/Output” : Import and export of G code supporting files.



-

PIFs
IEFITIN
AA1.ZNC
ABZ& . ZNC
A11&.2NC
1.2NHC
1881&.2ZNMC
1882 . TAC
13.2NC

BASAN
USERDAT™
A.ZNC
AA1.Tal
BAZ . ZNC
B2 .2NC
1.7TA1
1881 .2NC
111.2NC
177 .2NC

G—Code Support Filez In/Output

Pls Select The G-Code File (ZNC/TAC/TAl)

K:\HF9

DRUS
L&
a8 . 2ZNC
aa1."Tac
AA3& . ZNC
A"2DP .2NC
1.TAC
1881 .TAal
1112 .2NC
2& . 2ZNC

—(Copied File)

EDITCO™ 1\
FBEZHN
AB1& . 2NC
A811& . 2NC
@1.2NC
1&.2NC
18.2NC
1801 . TAC
117.TA1
2.2NC

Note: Auto Analyse After Selecting The G—Code File.

"G Support In/Output”: import and export the configuration file ((ACF) of "Gr. Inside
Null" matched with 2NC/TAC/TA1 and the bottom G-code data (.BCD) that can realize
"OF." function(real-time fix trace), etc. The whole series of files is exported to a
storage device or imported to a processing computer. It is very convenient for users
to not need to re-do "Program" and then "Next" processing, and can call G code

processing and use the "SUB" function in time.

(S) “RS232-COM Check” : It is applicable to two-way transmission detection of

ASC code interworking between local computer and lower computer serial port,



R3Z3Z2-Com InsOut Check (COM1) 96860,M,8,Z,RS,C5,DS5,CD (A.58)

NBA1 ASC CODE INPUT AND OUPUT CHECK

(T) “File Batch In/Output” : Itis suitable for native export and external import of

a large number of files,

File Batch Input-Output

(1) Select a File of a certain type.(Mo select,exit not execute)

E :NDXF

Destination if the same file exists:! All=all cover / Part=all skip

Supports importing and exporting files in 18 formats, including 2nc, 3nc, 4Nc, 5nc,




NC, CNC, BBB, 3b, ISO, HGT, HGN, DXF, DAT, TAC, TAL.

(U) “All Data Sfx To Zip” : The software and data contained in the HF software

directory are completely implanted into the zip package,

All data sfx to zip

This time =fx path CINHFCLOUDNGZ-31-2822.Z1P

The working directory of HF software and all working files contained can be
completely implanted into the compressed package. At the same time, it includes all
the operation contents of local HF software, such as motor type, electrical parameters
and so on. It can be used as software and data backup, PC data migration and

transmission of HF cloud.

(2-3) “Renishaw RTL-AME” : Switch to “Process” interface.



Pitch File Change

i seloct x|z Setect v |3. Changessave]s. Moot 5. mat |

X&Y merge to AME,X or Y alone create to AME

This function is applicable to the automatic conversion of the measured data (RTL) of

the "CARTO" laser interferometer to the pitch file (AME) of HF. It can be directly
applied or edited in "Processing” - "Reading disk" - "Pitch". It should be noted that
the length of each segment and the number of measurements in the "CARTO"
measurement should correspond to the "pitch compensation” format. In addition, N-
segment delay in "idling" can be used to trigger the measurement of laser

interferometer.

(2-4) “Renishaw REN-AME"” : Switch to “Process” interface.



Pitch File Change

X&Y merge to AME,X or Y alone create to AME

This function is applicable to the automatic conversion of the measured data (REN)
of the "CARTO" laser interferometer to the pitch file (AME) of HF. It can be directly
applied or edited in "Processing” - "Reading disk" - "Pitch". It should be noted that
the length of each segment and the number of measurements in the "CARTO"
measurement should correspond to the "pitch compensation” format. In addition, N-
segment delay in "idling" can be used to trigger the measurement of laser

interferometer.

(2-4) "“Renishaw REN-AME” :



Motice:Pls Clear The Log After A Long Time

There are 6 usage functions, with background control. When it is on, it will be
effective at all times, and when it is off, it needs to be turned off until the function is
enabled. Otherwise, it will remain effective.

The 'Workpiece Count Statistics' feature includes' Background Switch’, "Workpiece
Count',' Output Log ', Local Name '," Clear Log', 'Time Queris', and 'Calender delay".
First entry permission password: 111

Clear Log Permissions Password: 000111

Explanation:

The "Workpiece Count Statistics” can count the starting and completion times of all
recorded workpieces in the log, as well as the file names.

Export Count Log "can export logs and use other databases to input software for
statistics and import into the database.

The "Design Local Name" can be used to set the local name, personalized query and



identification of the different machine ownership of each log. When exporting the
log, it will also be a LOG log with the same local name.

'Clear all logs' can clear all logs to avoid log accumulation; It is recommended that
users clear the log once after a period of time.

The 'Timeline Query Log' can query the count of completed workpieces within the
time period based on the input of the 'Start Date' and 'End Date' that need to be
queried.

The "Month Day Check Log" uses the calendar browsing method to quickly select a

month, and the workpiece count for that month will be displayed synchronously.

fny key Exit:|i

Motice:Pls Clear The Log After A Lomg Time




Z2823-18 ALL= 148

Motice:Pls Clear The Log After A Lomg Time

Mote:Upload Log (COM1) ESC=Break




(2-6) “Process 3B/ON" or “Process 3B/OFF"

[Other] 2

(1) G'Code—>Fanuc G’'Code

(2) G'Code->GF G'Code

(3) Renishaw RTL—>AME

(43 Renizhaw REN->AME

(5) Workpiece Count

(6) Proce=s=z 3B/ ON

(?) Extemal 3B-—>HF 3B

(8) ZNC—>A-axiz Rotation

(V) HF Updat| (W) Procezs=s| (X) Program | (¥) Pagelp (Z) PageDoun m

HF SOFT

“Process 3B/ON" :

HF U9

ler| |1 L|{oic| [puse] -] 4 |+||OH/0FFI

NABAB GOZ XAYAZA {F= A.A X= A.A Y= A.A}

NAME: 7A55 ZNC GSEGM: A

G-Code

3B-Code

G—Code(Vary)

3B—Code (Vary)

(Cla&Par+G—Code)

Other Function

(=< =nll (I T TR G

EXIT

1A:A7:39 MODE: Read EFF.STEP/a

ESC




“Process 3B/OFF"

(ep| [ L] [oio] [pusd -7 4 |+||OH/OFFI

3HC 4NC 5NC
TAl IS0 CHNC

BEB

1 G—Code

3 G-Code(Varyl

3 (Cla&Par+G-Code)

6 Other Function

B EXIT

NABAB GOZ XAYAZA {F= A.A X= A.A Y= A.A}

NAME: 7A55 ZNC GSEGM: A 1A:A6:52 MODE: Read EFF.STEP/a ESC

The two differences lie in whether the retrieval function of 3B is displayed in the

processing interface when reading "Processing 3B/On" or "Processing 3B/Off".

(2-7) "Extemal 3B->HF 3B”



Mote :Change For Extemal 3B




Quit(ESC) Continue(Enter) i

Can convert 3B files from other software to 3B files that can be parsed by HF software.
If there is an "execution error" when selecting the 3B format file in "Process" - "Disk

Reading" - "3B", you can try using this function for conversion.

(2-8) "“2NC>A-axis Rotation”
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(ep| | L||{=m| [puse] -] s |+||OH/OFFI

X0006002
YO000000

A0000018

EXIT,

HMOVE,

PARA,

CHEC,

READ ; DR'.I.'RUHE UNDO :

°OBJECTH ]?IES(ZTH HEHSUR“

+%T : +0ONE i CONTIND

—-CuT :

T II‘IE=BI|I| AAAA . A8 . 25

—0ONE : STOP ;

NBBaE G9Z XAYBZA {F= 8.8 X= 8.8 Y- 8.8}
+ NBPA1 GA1 X 10.pABA Y A.ARAA A3A

NAME: XYA X¥n SEGM: 1 15:58:52 MODE: +CUT |EFF.STEP-S| 1825._6| ESC

The A-axis rotation degree can be edited (added) on the basis of 2NC.
After being saved as XYA format file, the processing interface can retrieve XYA format

file to process XYA axis linkage.

(W) “Process” : Switch to “Process” interface.

(X) "Program” : Switch to “Program” interface.

12. Slow Wire G Code Conversion

For example, slow wire G code (2D1.2NC)



[0 L] [oio] [euisel = 3 [+] [onorr]

(0101010101010

YO000000

MOVE | CHEC | PARA | EXIT,

READ : NULL ; UNDO :

" CENTER
OBJECTn RESCT o “EDGE &

+CUT : +0ONE i CONTIND

—-CUT ; —0ONE ; STOP .

TIME=B“L_IBBBB.BE.BB

(2D1.NC)

NAME: 2D1 ZNC SEGM: 8 18:49:58 MODE: STOP |EFF.STEP/a ESC

In “Process” , the code (2D1.2NC) generated by another slow wire program is loaded,
and the interface is displayed as above. The display lines are not connected.

The solution is as follows :

[Other] 1
(1) Set HF Language (2) Edit File (3) Delay File
(4) File Or Folder (5) IGES->HGT (6) G Code Change
(7) 3B Code—>HGT (8) 3B Codes—>Processor (9) G Code—>HGT

(A) 3B Codes—>Memorizer (B) Involute Gear Para. (C) REZ3Z—Com—In Out

(D) Cls Program View (E) Cls Process View (F) HF Initialization
(G) Process OQutput (H) Backup&Load Paramet. || (I) Backup&Load GHOST
(J) Bottom Config Cancel (K) Bottom Config Set (L) Mouse Copy File
(M) Card XYUVZ Ordinate (N) Ush Drive Letter (0) Card BIOS 3et Explain
(P) Date Times Setting (Q) HF Douwun Shutdown PC (58) G Support In/Output
(8) REZ23Z2-Com Check (T) File Batch In/Output || (U) All Data Sfx To Zip
(J) HF Updat| (W) Proces=s| (X) Program | (¥Y) Pagelp (Z) PageDoun| (A) EXIT

HF SOFT

Option “Other” - “G Code->HGT"



[Other]

( Esc:Exit[G Code—>HGTI1 )

G Code File Name:K:\HF9\ZD1.ZNC

HGT File Namel .hgtl S1

Circle center in G—code:

(1) I,J=center (2) I,J=center—-start (3) I,J=start-center :ZJj

HF WEDM V~X9

Select the existing G code processing order and give the name of the HGT file to be
saved. The center of the circle in the G code is represented as (2). After execution, a
graphic file named (S1. HGT) will be generated.

In “Program” ,load (S1.HGT) and then handle it.



Program

Measure Dividing

Read Save

Next.1 | Next .2

Ch. Inter| Ch. Trace]De tracelDe. tracsIbel puweJClea.sc.| Ex11 | APESLSEI
Name: S1

It should be noted that if the G code generated by the slow-moving wire is a single
cut, “Next” can be performed directly. If the slow-moving wire generates multiple
cuts, the extra lines need to be corrected. After the correction is completed, "Next",

generate G code according to normal requirements,



EER TR E |+||0N/0FFI

(0101010101010

YO000000

MOVE,

CHEC,| PARA | EXIT,

READ : NULL ; UNDO :

[ CENTER
oBJECT, | RESCT | “EHIER

+CUT - +0ONE i COHTIND

—-CUT ’ —ONE : STOP :

TIME=0i|  ©@PB.P6.AB |

NBBAA G992 XAYAZA {F= A.A X= A.8 Y= A.A168}

NAME: Z1 2NC SEGM: @ MODE: STOP |EFF.STEP/g]| ESC
Calling S1.2NC, we will find that the S1.2NC generated after the slow wire 2D1.2NC

conversion meets the normal requirements, then the processing can be started.

13.Config
Exit Program Process 4—Axes I Conf ig Other Informna.

1 Detected USB Drive Letter Laly == [ils
2 Com Port Mode (2) —>» MODBUS
3 Default Path For R-U File 3y —>
4 Cautiousely Changed Param.> (4) —> Radius,Motor,Scope, Junp
2 Program Right'Borde ESC (5) —» Right'Borde ESC(OFF)
Y MDC Mode (6) —> MDC Mode(OFF)
7 EXIT

Work Card:PCI CARD Work Path I:S\WDDBBNHF9

HF S0FT




(2) “"Modbus/Asc”
If COM (serial port) is set to MODBUS or ASC in System Settings, data is sent
through this protocol.
For example, when it is MODBUS, setting (7) in "High Frequency Group Number

and Parameters" will appear "Serial MODBUS" to follow.

(COM ASC Active,Don’t Leave The Process)

(6) Program Right’ Borde ESC:
Turn on this function and exit the branch column in "Full Drawing
Programming" with the mouse pointer to the right. After getting used to this
operation, you can greatly reduce the operation steps and quickly apply the
drawing ability

(7) MDC Mode:
Open this function, select the processing file in "Processing” - "Read Disk", and

then send MDC data through the serial port (COM1)



AF U9 |1 L||oio| [pucse -] 4 |+||0H/0FFI

3dNC  4NC 5NC
TAl IS0 CNC

BHBE

G-Code

3B-Code

G—Code - (Vary)

FB-—Code — (Vary)

Clas=s&Para. + G—Code

Other Function

EXIT

File Input 41

NAME: EXAMPZ ZNC  SEGM: A H9:42:39 MODE: Read EFF.STEP/a E3C

Please refer to "MDC Serial Port Parameter Transmission Protocol" for specific

receiving methods and parameter contents

14. HF Characteristics



[0 L] [oo] [puussl =] 3 [+] [onorr]

(0101010101010

YO000000

MOVE | CHEC,| PARA, | EXIT,

READ : NULL ; UNDO :

“ [ CENTER
oBJECT, | RESCT | “ENTER

+CUT : +0ONE i CONT INn

—-CUT ;

TiME=0i|  ©P@PB.PA.AB |

NBBBABa G922 XAYAZA {F= 8.8 X= 8.6464 Y= 8.8}

NAME: ZZZ ZNC SEGM: 8 11:14:22 MODE: STOP |EFF.STEP/‘H ESC

—0ONE ; STOP .

In the design of HF software, it has already considered the interference and trouble
of the human brain, such as the processing environment noise, the degree of human-
machine integration, and the amount of information received by the brain. The
software interface is simple and clean, and the amount of information received by the
human brain is kept in a state of minimal interference. In the case of one person, one
machine, and one person with multiple machines, the processing is clear and the
thinking is clear, which greatly ensures the correctness of the work.

According to years of research, it has been found that in the case of cluttered interface
and too much information received in man-machine operation, coupled with the
interference of environmental noise, it will greatly increase the operator's irritability
and the occurrence of misoperation. Therefore, HF software not only has powerful
functions of the software itself, but also takes "maximum reduction of human-

machine irritability" as the focus in the design.



15. Necessity of G Code Conversion

The G code generated by each mechanical system has an international standard
format, but also has extended codes dedicated to functions. Therefore, the use of G
code conversion and identification between WEDM and other systems is not the best
choice. At the same time, because the G-code is only an optimized and concise
content of the original data, as a clear image is zoomed out and then zoomed in, it
will become a blurred image. Therefore, it is recommended to use the original DXF
file for post-processing in the HF system. If there are truncations that cannot be
processed by CAD and other software, it can also be processed in the HF system and

post-generated G code.

16. G Code Text Remarks
HF software G code can add Chinese or English text as remarks.
There are three specific methods of use:

(1) Add "two spaces” and a ' symbol after the valid G code data, and the remark
content after the ' symbol, supports Chinese and English remarks. And can only be
added after valid G code data.

For example, the content of a G code is:
NO016 GO3 X -19.8910Y -1.59031 -21.8200)  0.0000
After adding a note:
NO016 GO3 X -19.8910Y -1.59031 -21.8200)  0.0000 ‘GO3Movement track
(2) Remarks for M1* method
Add directly in the row before a valid G code data content

NOO16 GO3 X -19.8910Y -1.59031 -21.8200/)  0.0000



become
M12  “Start the second graphic cut
NO016 GO3 X -19.8910Y -1.59031 -21.8200)  0.0000
(3) Add complete remarks in a row after the end of the whole G code
N0O991 M02
become
N0O991 M02
‘This workpiece is A203 workpiece
‘Cutting 1 and repairing 2
The remarks of the G code can be generated by software such as UG and the format of
the remarks can be customized, or the number of N sorting can be automatically
adjusted after adding the remarks through software such as UG, so as to distinguish the
segment number at work.
The G code after adding remarks can be displayed in full when "Process” is paused -
"CHEC" - "Dip.list", but it should be noted that the remarks added after valid G code data
in real-time processing may not be due to the length. display, but it can be effectively

displayed by the remark method of M1*,,

17. Hardware and Access Methods

1.The difference between ISA and PCI



HF ISAEHF : 25+9%HZ 1T, NP AISAHRE.

ISA control card (It is divided into two kinds of ISA cards: stepping motor and servo

motor.)

HF PCIEHF : 25+158HE 1, A EPLAQPCHG .

PCI control card (stepper motor card. 25 pins, 15 holes, insert into motherboard

white slot)

2.Electronic handwheel and electronic handwheel capture card
HF electronic handwheel capture card wiring instructions
This acquisition card is equipped with "Siemens CNC system YF003 electronic
handwheel", power supply: DC5V + 5%; pulse output: 100PPR; electronic

handwheel plug is 232-15 holes. defined as:

Pins Signal Project Links ( pin)




1 +5V Encoder 1
2 OV GND 2
14 A 14
15 B 15
OFF
7 X axis selection 7
8 Y 8
9 U((z) 9
3 V(4) 3
10 *1 Magnification 10
11 *10 11
12 *100 12
13 COM Common 13

Users can also select according to the output voltage value (DC5V) and output

pulse wave (100PPR).

O

Note: the capture card (input) 232-15 socket (pin) is inserted into the computer

serial port
Electronic handwheel (output) 232-15 plug (hole)

HF electronic handwheel capture card function needs to be used in HFV9.0 series



version.

(1) Electronic handwheel

. BFFR (1588)

Product Standards:
4gears(X,Y,Z,4) , 3 gear multiples ( X1, X10, X100)
Transmission standard:CNC machine tools, CNC machining centers

( 2 ) Electronic handwheel acquisition card

irENED

HFFEREF (951)

BFFEL (1586 )

Access method:

The electronic handwheel terminal (15-pin) is connected to the electronic handwheel



capture card port (15-pin).

The electronic handwheel capture card is connected to the pulse round line.

The end of the electronic handwheel capture card (9 pins) is connected to the computer
serial port.

Set the serial port COM1 or COM2 in the "electronic handwheel" of the HF software.

18. Knowledge of Interrupting Process Control Stability
(1) The importance of interruptions to machining:

Interrupt (IRQ) control plays a very important role in sending and tracking industrial
process data. For example, in the WINDOWS system, the interrupt number (IRQ) of the
hardware is not only assigned to the only hardware device, but also to the motherboard
device and other plug-in hardware. Therefore, in actual processing, WINDOWS and
LINUX will automatically be in the middle of the device with the same interrupt number
(IRQ). Loop detection and judgment response, which will also cause the control card data
transmission during processing to stop instantaneously and cause data transmission and
reception to be lost. In the whole processing time period, WINDOWS and LINUX will
perform the above detection for countless times, the loss of processing data will
accumulate and eventually lead to the loss of workpiece accuracy, and the processing
time will also be prolonged due to the accumulation of instantaneous pause time. At the
same time, if other devices on the motherboard and other plug-in hardware with the
same interrupt number as the control card cannot respond in time in the loop detection
of WINDOWS and LINUX due to system and hardware problems, it will lead to more
serious processing short-circuit, data loss and delay problems. Therefore, the

interruption of industrial control is particularly important for processing.



(2) Why is the bottom interrupt control excellent :

Based on the uniqueness of the industrial control interrupt of the bottom layer
interrupt, the bottom layer system has no cycle detection and time waste for the interrupt
(IRQ), so the bottom layer control has no interruption effect of the above contents of
WINDOWS and LINUX. The industrial control of low-level interrupts does not require
WINDOWS and LINUX to require CPU multi-threading to wait for a response, and there
is no CPU computing power waste of various kernel programs of WINDOWS and LINUX,
and there is no hardware internal lock that Windows and LINUX increasingly lock without
driver visa.

WINDOWS, LINUX cannot guarantee the uniqueness of work because of multi-
threaded waiting for response.
How the hardware works:
Forward flow: software — operating system — main board — control card —
machine tool
Reverse flow: machine tool — control card — motherboard — operating system —
software
Therefore, we will find that the operating system has absolute control rights in the entire
control process, and all control rights (RINGO, RING1, RING2, RING3) need to be granted
by the operating system. The underlying control all have the highest level of RINGO, and
there are no problems such as WINDOWS, LINUX interrupts, threads, wasted computing
power, kernel control, bloated resources, hardware visas, etc.

( 3 ) Aerospace Operating System:
Aerospace adopts the low-level control method, and each receiving and running

directly runs the software directly through the highest authority (RINGO) without any



waste, without the interference of other runtime libraries and programs in memory, thus
ensuring real-time, accurate, and extremely low error rate S-level Require. S-level
requirements ensure the uniqueness of work, no other interference in the linear process
of sending, processing, and receiving, ensuring the integrity and rigor of the entire
process.

(4 ) HF software adopts bottom control:

In terms of ensuring stability and machining accuracy, HF software uses S-level
control mode to ensure direct communication between hardware and software, and
abandons all the bad performances brought by WINDOWS and LINUX. The S-level
control mode has no memory runtime library and program interference, which ensures
the professionalism and uniqueness of the work, and also ensures the rigor and stability
of the linear process processing. HF software uses the underlying S-level control, self-
fault-tolerant software operation and CPU floating-point calculation, supports single-
core and multi-core 32/64-bit high-frequency CPU, supports all hard disks (including
electronic hard disks, HD, SATA, solid-state), and supports all capacities of memory
(including 4-36G memory), support wireless mouse and keyboard (requires host bottom
support). Use ISA-USB or PCI-USB card to seamlessly connect all USB devices at the

bottom, plug and play using the read and storage capabilities of USB devices.

19. HF WEDM Installation Instructions

V9 / x9 dongle is only suitable for V9 / x9 series software upgrade. Do not upgrade across
versions for low version dongles

If this machine has run other versions, please restart the computer before installing

(upgrading) the software or restart the computer in time after installation



When installing HF control card or other hardware devices on the motherboard, please power

off and plug
Bottom: Boot directly into the HF software
Desktop: Desktop shortcut key to enter
dual system: There is a system selection menu at boot

Please determine your software method according to the above content:

Bottom installation:

Decompress the downloaded underlying software package to obtain GHO files for
subsequent use.

If the partition content has been completed, just jump to 2 to complete the installation
at one time.

WINPE startup of USB flash disk (non HF-USB card port)

1.Using partition software (such as Diskgenius/AOMEI Partition Assistant,etc.), select the
hard disk for "quick partition”

For example,do quick partition by AOMELI:



Select Disk: | Disk1 (1.82TB) | lt@ GB [FAT32 | Label: System v  [¥]Primary
Partition Count 2@ 20 GB |FAT32 | Label: Software = [ |Primary
() 3Partitons  (7) 4 Partitions 3@ 20 GB [FAT32 +| Label: T e
.:?JSParﬁﬁons .'Z:.:ZIGParﬁﬁons %@ 2 B [m] Label: Fun - Primary
O 2 s 5: @ 1783 GB |NTFS | Label: Others + [ ]Primary
B il e ks

Disk Type
(@) MBR. IGPT
Rebuild MBR

Align Partitions: | 2048 Sectors

— Preview Layout

B Dpisk1
Basic MBR ES.. FS. G.. H.. LOthers
1.82TB 2. 0. .. 20.. LI4TBNIFS

Warnings: After performing, all the existing partitions on current disk will be deleted. Press "Enter” to start partitioning.
[ | Directly enter into "Quick Partition™ window next time when you run the software.

& [Smrt Parﬁﬁoningl [ Cancel ]

Keep the partition table type "MBR", select "FAT32" for the first partition, and the

capacity is "20G". The default is the main partition.

Other partition forms can be set arbitrarily or not, it is recommended to select "FAT32"

for the second partition.

2.Use WINPE built-in GHO restore tool



Symantec Bhost 110002 Gopyraght GE TS EEZ000F Symantec Corporation. Rl rights reserved.

The selection order is: Local - Partition - From Image

symantec host 110002 Copyraghh CEC TS S200F Symantec Gorporation. Al rights reserved!

Image file name to restore from

|

. Current path is l

Select the local GHO file (HF bottom GHO)




Symantec Bhost 11052 Copyright GBX 190§-2007 Symantec Corporation. Al rights reserved,

Select source partition from image file

1 Frimary

After selecting the hard disk, restore the GHO image to the C area.

After a few seconds, restart the computer and start the HF wire cutting system. If you
need to enter the system code for the first time, please dial 023-68218121 for voice
access.

(The bottom HF WEDM has built-in USB hot-plug function. After the motherboard is
inserted into the ISA/PCI-USB card, it can be plugged and played in HF after

restarting.)

Desktop installation:

1.

2.

Confirm that the WINME/98SE system has been installed.

Note for version upgrade: If the computer has run the HF software, please restart the

computer and perform the following steps to avoid the conflict between the old and

new drivers and cause the HF hardware to be damaged.

Copy the downloaded and decompressed "FHGD-E.EXE" (for English version or



FHGD-C.EXE for Chinese version) and "Quick Install" (or SETUP) to any location on
the HF work computer.

4. Click "Quick Install" (or SETUP) and press any key to confirm, HF will start the
automatic installation, a prompt will appear when the installation is complete, and a
shortcut will be created on the desktop.

5. Restart the computer,

6. Click on the desktop "HF driver installation" (only required for the first installation)
to check whether the device is complete, if "INSTALL OK" is displayed, it means the
hardware is complete, and if it is other, it means the hardware is missing.

7. Click the "HF90" shortcut to enter the HF software (only need to run "HF90" for daily

work). Refer to” HF software system parameter setting” .

Dual system (or bottom layer) HF software upgrade:
First make sure that the decompression computer is installed with decompression
software (WINRAR/WINZIP/360ZIPetc.)
Unzip the official software package
Right-click on FHGD-E.EXE (for English version or FHGD-C.EXE for Chinese version)

and select "Extract to FHGD-E\ (E)"(or "Extract to FHGD-C\ (E)")



T s o EIIEIEEETIAA). -
I Bl &hnEl "FHGD-Cazip" (T)
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BE REEI..
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B = e 3
FHGD-C

Enter the FHGD-E directory (or the FHGD-C directory), copy all of them, paste them
into the HF software directory of the HF work computer (default is C:\HF90), and
choose to overwrite all when pasting.

Restart the HF work computer, the new software will appear soon.

Dual system installation method :

(1) USB WINPE boot, select "DiskGenius",
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(2) Select the hard disk that needs to be executed, and select "[Ri&E73 X (quick

partition)", Such as AOMEL
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HDO: ¥DCTDSOD0AADS-00S9B0 @ || [z =] @po
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& ITHE C 4THE f. 768
pastition count select primary
CBEQ: [f Z+ax
AVSAZ813T0
WV ERF3IZEF MeR) L
I~ REEEESE
300 nE
| = B | e R e mE
h0107862016
v HFSEIRE RS |2u¢a RE (04575 55) 7] 512 Bytes
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Partition table type:MBR



Partition counts : 3

Advanced settings :

1:FAT32 20G
21 NTFS %
3:NTFS s

After the configuration is complete, "OK", the automatic partitioning will start,

After completing the partition, copy SYS.GHO and WIN10X32.GHO to the E area, which

will improve the speed of system recovery for subsequent operations. You can also

operate by selecting the corresponding file on the USB driver, but the speed is

relatively slow.

(3) Select "U /550 PE ZE#1. T E(USB start PE installation tool)" on the desktop, and

select the same function tool in other WINPE. Select "i&]&%5 X (Restore

Partition)"

- UBBPERLLE LGACr 3 TR
Backup Partition
i+ iE5E (R) . i HEinE Ghost) T S Imagex)
Restore Partition
- BRI R
[E: \HFGHOSYS. GHO * GHO path > BEE |
SE  |Hs |z B EGEENEEE
P B i&ah MBR. HF 19.9GB 20 GB
&D: |12 WIN10 MBR  WIN1O 210.8GE  223GB
5 E! 13 MER. GHOST 204.1GB 222.7 GB
oK Cancle
gl () | = (1) FH]C)

B 6.1.20.326

| BRI RS R ¢ XP/VISTA/WINT/S/8. 1/10/2003/2008/2008/2012/2012/2(




Select partition C, browse SYS.GHO, and confirm to execute.

¢ UBFIPERHLT B - LEcACY =101 %]
i+ RS R i F{n g (Ghost) i Efr ol Inagex)
— BRI R
| = #1 Windows 10 Ealbhf [9.05 GE] =] P (B |
SE &S [zm |1t | & EGEEHEEE
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GogD: 12 WIN10 MBR  WIN1O 210.8GB  223GB
P E | 1:3 MBR  GHOST 04.1G8  222.7GB

[SEUREN | FfE (L) FH] L)

|WE#E 16.1.20.326 | EIFEEEERE R ¢ XP/VISTAWIN/3/8. 1/10/2003/2008/2008/2012/2012/2

Select partition D, browse WIN10X32.GHO, and confirm to execute. This operation is

the same as the previous step.

Confirm whether to perform the restore operation
o r‘) ERFERATIERRE » EREDT?
H‘ |

EASE: D EERe 1.2
BB E:\WINIOX3Z. GHO

FA‘KEH]E ﬁo !E C L[?ch 1} nﬁwluendé_d jﬂf'ﬁkwm eLEEn (HIHT)

[T & A UsE3. 03E=h GIHT) [~ ek
YES NO
A | #wEO | ®AO

Select partition D, browse WIN10X32.GHO, and the above interface will appear after



confirming the execution. View parameters “Vi#iI051S: : C [#E7=] (Add Boot: C

[recommended])” , OK,

Automatically restart the computer after the two GHO restores are completed or

manually restart the computer.

(4) Restarting the computer will automatically enter the WIN10 system.

Install EasyBCD, run EasyBCD, select "Add New Entry", type "Windows 95/98/me", the

default name "Microsoft Windows 9x" can be changed to "HF WEDM", then execute

"Add Entry",

Select "Edit Boot Menu", modify "Count down" to the required menu selection time,

and save the settings. As shown below

File Tools Help
EasyBCD Toolbox

— View Settings

¥ EasyBCD 2.3 - Community Edition - NeoSmart Technologies

L B
@4" Edit Boot Menu

«= Add Mew Entry

@ Advanced Settings

E‘:'_‘ BCD Backup/Repair

=] -=
Meodify Menu Entries
T Up Down & Rename o Delete
Entry Default
Microsoft Windows Yes
HF WEDM [ Mo

BCD Deployment

—

"= Useful Utilities

Menu Options

Locale: [Chinese[China]

[7] Use Metro bootloader

(") Skip the boot menu

@ Countdownfrom |3 =

() Wait for user selection

‘ E‘ Save Settings

(5) Restart the computer, the dual system menu will appear.
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Microsoft Windows

HF WEDM

EERIEHE Y

=

Windows Memory Diagnostic

At this point you can choose any system you want to start. Refer to” HF software

system parameter setting” .

Refer to "HF software system parameter setting” :
The contents to be set after entering the software are as follows

(1) Software main interface - " param, " - "Cautiousely Change Parm." - "Jump-

Line of control”



Exit Program Process 4—fAxes I Conf ig Other Informa.
1 Detected USBE Drive Letter (1) —> Mo Detection
2 Box: Serial port (2) —> COM1
3 Default Path For R-W File (3) —>
4 Cautiousely Changed Param.> (4) —>» Radius,Motor,Scope,Junp
5 Program Right’Borde ESC (5) —» Right’'Borde ESC(OFF)
6 MDC Mode (6) ——> HMDC Mode(OFF)
s EXIT
Work Card:PCI CARD Work Path E:SNTESTSEN

HF SOFT

In case of PCI, no maodification is required.
If it is an ISA card, please check the ISA card shadow jumper (9-13) and set the jumper
to the same position.

(2) PAPA:

HF U9 |1 L||oio| [puese -] 4 [+] |0H/0FFI

CHEC,

PARA | EXIT,
[ y

READ : NULL ; UNDO -

[ CENTER
OBJECT | RESCT | “ENRER

+CUT : +0ONE . Cl.':ll"ITII"I[|

—CUTE

TIHE=Bﬂ| ABAA . B8 . B8

—0ONE : STOP .

NBBAA G922 XAYAZA {F= A.A ¥X= 0.8 Y= 0.8}

NAME: EXAMP2 ZNC GEGM: A 1A:29:35 MODE: STOP EFF.STEP/a ESC




Select - “Process” - "PAPA”

HF U9 |1 L||oio| [puese -] 4 [+] |0H/0FFI

No X

ZBAA(Step)

2 (Steps3)

ZBAA(Step-3) Y

388 (5tep-3)

Yes,Beep 5(3)

Yes,Beep 51(8) HOVE, CHECEI PARnA | EXIT,

2888 (Step~8), (1)
READ : NULL ; UNDO -

48 Cram )

[ CENTER
OBJECT | RESCT | “ENRER

+CUT : +0NE . Cl.'ZII‘ITII'I[|

—CUT ; —0ONE : STOP .

TIHE=ai]|  ©@pee.00.80 |

NAME: EXAMP2 ZNC GEGM: A 1A:38:28 MODE: Para EFF.STEP/‘a ESC

)

Set relevant contents, such as short-circuit measurement time, idle speed, machining

thickness and other parameters suitable for the machine tool.

HF U9 |1 L||oio| [puese -] 4 [+] |0H/0FFI

A
Y

HOVE, CHECEI PARnA | EXIT,

READ : NULL ; UNDO -

B

[ CENTER
OBJECT | RESCT | “ENRER

+CUT : +0ONE . Cl.':ll"ITII"I[|

—CUT ;

TIHE=ai]|  ©@pee.00.80 |

NAME: EXAMP2 ZNC GEGM: A 1A:38:49 MODE: Para EFF.STEP/‘a ESC

"Xyuv four axis parameter" selects the motor type, including whether the motor is

—0ONE : STOP .




reversed.

After completing the above settings, exit the software and re-enter the software, and

the settings will take effect.

HF software self-upgrade :

Please see the corresponding content in the front.

Bottom system :

Software Maintenance and Reset

Lightweight (SSD - extremely lightweight)

Software upgrade mode

3 (WINPE-GHOself-upgrading,bottom GHO)

Software entry mode

Boot directly into

Software exit mode

Exit Auto Shutdown

Bottom GHO recovery 3 Second
Bottom self-upgrade 1-2 minute
Software stability Stablize
Bottom interrupt Excellent
Memory size Unlimited
CPU Unlimited
HDD Unlimited

Mouse and keyboard

wireless, wired

USB hot plug

ISA-USB card (PCI-USB) support

18, HF Schematic Diagram of Control Card and Expansion Card

HF control card :
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10

11

12

13

14

15

16

17

18

XA (Direction signal): It can also be divided into subdivided direction dp, (high
level reverse, low level forward); Servo+dp (forward rotation)

XB (Pulse signal): It can also be divided into subdivided pulse cp, (high-level not
sent, low-level sent); Servo's - dp (reverse)

XC (Unlocking/unlocking signal): It can also be divided into segmented offline,
low-level offline, high-level locking, and servo as well

XD

XE

YA (Direction signal): It can also be divided into subdivided direction dp, (high
level reverse, low level forward); Servo+dp (forward rotation)

YB (Pulse signal): It can also be divided into subdivided pulse cp, (high-level not
sent, low-level sent); Servo's - dp (reverse)

YC (Unlocking/unlocking signal): It can also be divided into segmented offline,
low-level offline, high-level locking, and servo as well

YD

YE

12V-

PJD2

12V +

UA

UB

ucC

VA

VB



19

20

21

22

23

24

25

VC

TK1 ( TKO, TK1 , TK2 for shutdown control. TKO,TK1 normally open contact.
TKO,TK2 normally closed contact)

TKO

PJD1 (PJDO, PJD1, PJD2 for high frequency control. PJDO , PJD1 normally open
contact. PJDO , PJD2 normally closed contact)

PJDO

PM- (PM+ , PM- for sampling voltage)

PM+

HF 9 ( pin)

1

2

12V-

ZA

ZB

ZC

12V+

TKO

TK1

TK2



2. PCI type built-in card control circuit pin description

HF25 ( hole)

1 XA (Direction signal): It can also be divided into subdivided direction dp, (high
level reverse, low level forward); Servo+dp (forward rotation)

2 XB (Pulse signal): It can also be divided into subdivided pulse cp, (high-level not
sent, low-level sent); Servo's - dp (reverse)

3 XC (Unlocking/unlocking signal): It can also be divided into segmented offline,
low-level offline, high-level locking, and servo as well

4 XD

5 XE

6 YA

7 YB

8 YC

9 YD

10 YE

11 12V-

12 PJD2

13 12V+

14 UA

15 UB

16 UC

17 VA

18 VB

19 VC



20 TKO
21 TK1 ( TKO, TK1 ,TK2 for shutdown control. TKO,TK1 normally open contact. TKO, TK2
normally closed contact)
22 PJD1 (PJDO, PJD1, PJID2 for high frequency control. PJDO , PJD1 normally open
contact. PJDO , PJD2 normally closed contact)
23 PJDO
24 PM- (PM+ , PM- for sampling voltage)
25 PM+
HF 15 ( pin)
1 TKO
2 TK1*
3 TK2*
4 TKO* (TKO*, TK1* , TK2* for alarm control, TKO*TK1* normally open contact.
TKO* TK2* normally closed contact)
5 ZB
6 ZA
7 ZC
8 12V-
9 TK2
10 TK1
11 12V+
12
13

14 PM-* (PM+* , PM-* for external sampling circuit)



15 PM+*

Special note: 12V- cannot be shorted with PM-, the 12V power supply is

provided by an external device.

HF control card related instructions:

(DXa-Xe, Ya-Ye, Ua-Uc, Va-Vc are the output signals for controlling the stepping motor
of each axis respectively, and Za-Zc is the function expansion output signal. When each
channel is high, the output current can reach 15mA.

@12V+, 12V- are the 12V power input pins provided by external devices.

®TKO, TK1, TK2 are the three contacts of the shutdown control relay J2: TKO and TK1 are
normally open contacts, and TKO and TK2 are normally closed contacts. Generally, it is
not allowed to directly control the machine tool, and it needs to be isolated by an
intermediate relay to prevent high voltage and large current from entering the built-in
card. The other three contacts TKO*, TK1* TK2* are used for shutdown alarm. TKO* and
TK1* are normally open contacts, and TKO* and TK2* are normally closed contacts.
@PJDO, PJD1, PJD2 are the three contacts of the high-frequency control relay J1: PJDO
and PJD1 are normally open contacts, and PJDO and PJD2 are normally closed contacts.
®PM- and PM+ are sampling voltages. During normal cutting, the voltage between both
ends is between 4V and 6V. When aligning, when the molybdenum wire is not in contact
with the workpiece, the voltage at both ends is about 0.6V (the output load resistance of
the high-frequency pulse power supply is about 510 ohms). (Special reminder: 12V- can
not be shorted with PM-, 12V power supply is provided by external equipment)

The computer sends control commands to the interface control circuit of the built-in card

through the ISA or PCI bus, and controls the working status of each output interface



through the interface control circuit. The power supply of the equipment is isolated,
effectively protecting the computer.

When designing the centering circuit, considering that the high-frequency pulse power
supply has a resistance value after being integrated during the centering process, the
output load resistance of the high-frequency pulse power supply is required to be more
than 510 ohms. During the cutting process, the high-frequency control relay pulls in and
releases when it stops, and uses a set of contacts to control the switching of the high-
frequency power supply and the centering circuit. Because the 12V power supply of the
centering circuit is provided by an external device, and PM- is connected to the triode
through the contact point of J1 and a 100-ohm resistor. If it is short-circuited with 12V-,
the device in the card will be damaged. (So to reiterate: 12V- cannot be shorted with
PM-.)

HF expansion card :
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HF tips :

( 1 )Different graphics and different cutting times can only be configured for 10 times
of OCC configuration. If the number of times is greater than 10, you can use OCC to
change the graphics in real time when cutting the graphics that need to adjust the
cutting times after calling the G code after generating the same cutting times.

(2 ) The motor cannot respond to axis shifting or idling, or the axis is chattering,
please select the corresponding motor type in "Process - "PARA" - "Para. Of XYUV 4-
axis’,

( 3 )The GOO setting can be selected through "Process” - "PARA" - "Other Parameters”
- "GO0 Protect/Auto + W', or can be set through "Process” - "SUB" - "GOO Protect/ Au.”
(shortcut keys P 5)

(4 ) Empty walk, electronic handwheel, processing In the actual test, please conduct
the test according to the method of correct "+CUT’, then "NULL, and then
"ControlBox",

(5 ) Z axis does not move, please set the parameters of the processing interface -
other parameters - the fifth output port or Z axis parameters, and the common Z axis
to "Z axis control guide wheel swing" and the corresponding axis type; Please set the
Z-axis rotation to "Z-axis table or self-rotation” and the corresponding axis type.

( 6 ) How to open the button side slide return? Please set the "Full Drawing
Programming Right Touch Exit” to "ON" in the 'System Settings". In the button
selection menu of the full drawing programming branch column, right click the
rightmost border to return to the main interface. This method can speed up the
graphics rendering processing ability after being used habitually.

( 7 ) Multiple identical figures need the same lead-in line. You can draw the lead-in



line of a certain figure first and then use the "Batch lead-in line" box to select all the
lead-in lines at one time.

( 8 ) The gap compensation f value of multiple different figures is different (direction
and size), and the "block change compensation f value" function can be used to
achieve different f values of different figures.

( 9 ) When the current value is unstable during processing, please check the hardware
equipment of the high-frequency device.

( 10 ) When drawing gears in CAXA, please set the accuracy to 0.001 and use

"automatic merge sort" to optimize the line segments in the generated DXF file.



The above description is a simple introduction based on the current version, and the
specific operation settings and procedures need to be mastered continuously during
use. HF software has been continuously updated, developed and enhanced software
professional functions and automatic processing. Please update this documentation
to the latest version to obtain and view the latest introduction in time. At the same
time, you can also upgrade to the latest software and view the function introduction

by visiting the HF official website www.hgdsoft.com.

HF official

http: www.hgdsoft.com

TEL: +86-23-60306314 / 60306313 / 60306312 / 60306311

Please verify the legality of genuine software and hardware during use to safeguard your legitimate

rights and interests.

(WeChat For Service)
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