Hi George

I am so sorry that I have taken so long to send these to you.

This first email has a zip file attached that contains my two Aspire Post processors.

One is my original from about two years ago and the other is newer basically same as the original but edited containing more header comments and some additional comments throughout the file.

There is also a folder containing 8 Mach3 Macros for switching ports on and off. I use one to switch the laser ON/Off and the other for my Vacuum and Air Assist switching.

What ports and macros I use are contained in the PP header text.

Now I must explain that I don’t use mach3 to control my laser power instead I use an independent manually set PWM generator that is contained within my Laser PS and controller box.

I prefer manually setting my laser power and as I don’t use it for photo or shading jobs I find it more convenient to be able to adjust laser power on the fly as needed for each job.

You will see me explain my Laser Power Supply control box in one of my YouTube videos.

(I also use manual spindle speed control for normal routing)

I use a USB dedicated MACH3 controller because of this the M11 and M12 commands traditionally used to switch the laser ON and OFF don’t work.

That is why I use the alternative direct port switching macros. These work almost as well but not quite but good enough for my needs.

Thats about all I can think go for the moment.

I will send my laser Mach3 screen files through shortly.
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This is the second email containing my Mach3 Screens.

I am not sure what files to actually send so I included my best guess. They may or may not work and you will probably have to edit my laser screen to suit your system.

For instance I use a touch plate to set my ficus distance, if you don’t have a touch plate incorporated or it of different dimensions to mine you will have to remove or edit the macro within the screen file.

I use a program called MachScreen to edit and create my special screens. The program works but is a bit weird to use. Took me a while to figure out.

These are some helpful links.

MachScreen Program download:

https://kd-dietz.com/pages/eng/machscreen/description/ms_description.html
YouTube Video:

https://www.youtube.com/watch?v=NzSkXWs4agk
https://www.youtube.com/watch?v=3e94UGi_F5g
If you think you need anything else or I have not included a file please let me know.

Cheers

Graham

Hi George

Hi Graham, your guide says, in the Mach’s Menu->Plugin Control ->Spindle,THC & Laser Config:
Place a check next to PWM and set base Freq to 1000Hz and make sure ‘XY PWM Output’ is blank.
 
However I have no access to this screen, because when I select ‘Plugin Control’ all I get is a Drop down box showing  text for ‘Video Windo’
 
Do I need to add a Plugin ???
 
From: Graham Ham [mailto:ghamham@bigpond.com] 
Sent: 10 July 2019 05:37

That guide was not written by me, it was someone else in the group.

I read it and it is specifically written for one particular controller that has a Mach3 plugin for it to control a laser in Mach3

I don’t now any more than from what I read like you.

I don’t use any PWM setting within Mach3 for power I do mine manually and external to Mach3. I don’t have a need to do shaded pictures or images.

I put a link below.

The ports I use for laser control and Vacuum/Air assist control are in the notes txt file and also the header text in the top of the pp file.

Port 1 is laser ON/OFF 

To switch my vacuum Air assist ON/OFF I used a simple relay board and made a box containing it with a mains power socket.

The relay board is one sold for arduino projects. Link Below

Cheers

Graham

PWM Generator Module

https://www.ebay.com.au/itm/1Hz-150KHz-PWM-Pulse-Frequency-Duty-Cycle-Adjustable-Module-Signal-Generator/283423122019?ssPageName=STRK%3AMEBIDX%3AIT&_trksid=p2060353.m2749.l2649
Arduino Relay.

https://www.ebay.com.au/itm/5V-Single-Channel-Relay-for-Arduino/132649566979?hash=item1ee287c303:g:DMUAAOSwSudcCq0E
Laser PS and Control incorporating PWM.
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Getting started with MACH3
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4. Installing the Post Processor
5. Operational Description

Basic Connections
You need to connect the ESS to your Break out Board (BoB) using the supplied
Parallel port and header cable.

Setting up a Mach3 profile
To simplify things just use Port 1 Pin 17. This is what I used… It’s best to create a
new profile in mach3 to do this, make sure you clone from a profile that has the
motors already tuned correctly. I named mine ‘ESS Laser’.

Operational Description
The M11P1, M10P1 signals act about 10 times faster than the M3, M5. They
basically prepare the laser to turn on/off at the beginning/end of the next move.

Using Vectric to create the GCode
You can use several programs to produce the GCode but for the purposes of this
write-up, we will be concentrating on Vectric Aspire. Vectric is a very popular
software used by many professionals and hobbyists alike to design and create both
vector and raster engraving GCode. Vectric is starting to get serious about the output
for lasers and have recently added a specific laser tool. However, this is relatively
new and untested so we will be using the ‘End Mill tool’ method to control our Laser.

The Post Processor (PP)
Getting a good Post Processor is critical. Many of the PP’s I tried were causing
unpredictable results for my setup. I didn’t really want to start learning everything
about PP’s but turns out I had to do a fair amount of research and reading.

Install the Post Processor
To install the PP, download the file to your computer.

From within Vectric, GoTo -> Menu -> Toolpaths -> Install PostProcessor…
Navigate to where you downloaded the file and select it.
You will be prompted if you would like to make this your default PostProcessor
Click ‘Yes’

Then when you have set all your toolpath settings etc. for your project, select the
post processor from the drop-down box.
It will be named ‘Endurance Mach3 Laser M11p1 (mm)’.
There will also be a copy of this Post Processor in our Facebook group page under
the ‘Files’ section.

Endurance Mach3 M11P1 (mm)
Laser Post Processor Header Notes

By: Graham Ham (www.ghqp.com.au)
7/8/2017 Original version “Mach3_Laser_mm”
2/7/2019 Edited, minor modifications “Mach3_Laser M101_mm”

The following notes are also contained as comments at the beginning of the pp file

NOTES:
Controls LASER Power ON/OFF by direct controller port switching
Instead of M10 and M11 that does not work with some USB Controllers
Instead, this PostProcessor Uses M101 and M201 Macros that directly switch port#1 to switch the Laser ON/OFF
The M101 and M201 Macros can be found on the internet if you don’t already have them.

Their file names are: M101.n1s and M201.n1s (There are 8 port macros for Mach3 M10# is ON and M20# is OFF
Configure Spindle to be on Output #1 – Pin#? = Laser Control ON/OFF
Place Macros M101 and M201 into the Mac3 Macro Folder for whatever Profile you are using
eg C:/mach3/macros/mach3-laser

Macro file names:
M101.M1s turns Output #1 ON “ActivateSignal(Output1)”
M201.M1s turns Output #1 Off “DeactivateSignal(Output1)”
For my system, I also use the following Port#3 to switch my Fume Extraction & Air Assist On/Off
M104 turns Output #3 ON (Air Assist/Vacume)
M204 turns Output #3 OFF (Air Assist/Vacume)

This PP’s name is “Mach3 Laser M101 mm” and will be selectable in Aspire when you go to save a Tool Path.

—————————————————————————–
Place this Post Processor and you other most commonly used ones in the following directory on your C: drive.
*.* is you Vectric Aspire version number eg. 9.5
C:/Program Data/Vectric/Aspire/V*.*/My_PostP/
Any post processors placed here will become the -ONLY- ones displayed in the Post-Processor list when saving the G-Code file.

Aspire Mach3 PP Files
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Mach3 Laser Screen Files/MACH3/Macros/Mach3_Laser/M101.m1s

ActivateSignal(Output1)






Mach3 Laser Screen Files/MACH3/Macros/Mach3_Laser/M102.m1s

ActivateSignal(Output2)






Mach3 Laser Screen Files/MACH3/Macros/Mach3_Laser/M103.m1s

ActivateSignal(Output3)






Mach3 Laser Screen Files/MACH3/Macros/Mach3_Laser/M104.m1s

ActivateSignal(Output4)






Mach3 Laser Screen Files/MACH3/Macros/Mach3_Laser/M105.m1s

ActivateSignal(Output5)






Mach3 Laser Screen Files/MACH3/Macros/Mach3_Laser/M106.m1s

ActivateSignal(Output6)






Mach3 Laser Screen Files/MACH3/Macros/Mach3_Laser/M107.m1s

ActivateSignal(Output7)






Mach3 Laser Screen Files/MACH3/Macros/Mach3_Laser/M108.m1s

ActivateSignal(Output8)






Mach3 Laser Screen Files/MACH3/Macros/Mach3_Laser/M201.m1s

DeactivateSignal(Output1)






Mach3 Laser Screen Files/MACH3/Macros/Mach3_Laser/M202.m1s

DeactivateSignal(Output2)






Mach3 Laser Screen Files/MACH3/Macros/Mach3_Laser/M203.m1s

DeactivateSignal(Output3)






Mach3 Laser Screen Files/MACH3/Macros/Mach3_Laser/M204.m1s

DeactivateSignal(Output4)






Mach3 Laser Screen Files/MACH3/Macros/Mach3_Laser/M205.m1s

DeactivateSignal(Output5)






Mach3 Laser Screen Files/MACH3/Macros/Mach3_Laser/M206.m1s

DeactivateSignal(Output6)






Mach3 Laser Screen Files/MACH3/Macros/Mach3_Laser/M207.m1s

DeactivateSignal(Output7)






Mach3 Laser Screen Files/MACH3/Macros/Mach3_Laser/M208.m1s

DeactivateSignal(Output8)






Mach3 Laser Screen Files/MACH3/VB Scripts/Auto Laser Z Focus Set2.tap

'TOOL ZERO SCRIPT

''LASER Focus Auto Zero Z set to 10mm using 10mm Plate

'

ZMove = 10.00 'Total lenght of Probe to move before Stop or no Contact Made.

CurrentFeed = GetOemDRO(818)

'

DoSpinStop() 'Stop Spyndle

Sleep (2000) 'Delay 2 seconds

Call SetDro (2, 0.0) 'Set Z to 0.0

Sleep (1000) 'Delay 1 seconds before start

Code "G31 Z-"& ZMove & "F30" 'G31 Probe Command. ZMove Max before stop, F30 Feedrate

While IsMoving() 'Wait untill probe contacts plate

Sleep(100)

Wend 'Loop

Probepos = GetVar(2002)

If Probepos = - ZMove Then

responce = MsgBox ("**Probe Position ERROR** " , 0 , "**ERROR**" )

Code "F" &CurrentFeed

Code "(Auto Tool Z Fail)"

Stop

End If

'Auto Tool Sucesfull

Sleep (1000)

Call SetDro (2, 10.0) 'Set DRO to 10

Sleep (1000) 'Pause 1 seconds

Code "F" &CurrentFeed 'Returns prior feedrate

Code "(4 Watt LASER Focus Point Set)"

Sleep (1000) 'Pause 1 second

Call SetDRO (2, 0.0)

Code "G0Z1.0" 'Move Laser 1mm above Contact Plate

Sleep (1000) 'Pause 1 second

Exit Sub

�






Mach3 Laser Screen Files/MACH3/VB Scripts/LASER ON with Confirmation.tap

Sub LASER

Dim Msg, Style, Title, Response, MyString 

Msg = "Warning - Check Laser Power at <=30%"   ' Define message.

'Style = vbYesNo + vbCritical + vbDefaultButton2

Style = 4 + 16 + 256   ' Buttons 4=YES & NO Buttons 16=STOP Icon 256=No Button Default

Title = "LASER Power OK, Continue?"   ' Define title.

'Display message.

Response = MsgBox(Msg, Style, Title)

If Response = 6 Then   ' User chose Yes.

MyString = "Yes" ' Perform Following Action.

If MyString = "Yes" Then

MyString = "Yes"

'LASER ON

Code "M101"

End If  

Else   'Exit without turning laser ON

End If

End Sub   

 �
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Laser Post Processor Header Notes.txt

Laser Post Processor Header Notes

By: Graham Ham (www.ghqp.com.au)



7/8/2017    Original version "Mach3_Laser_mm"

2/7/2019    Edited, minor modifications "Mach3_Laser M101_mm"



The following notes are also contained as comments at the beginning of the pp file



NOTES:

Controls LASER Power ON/OFF by direct controller port switching

Instead of M10 and M11 that do not work with some USB Controllers

Instead this PostProcessor Uses M101 and M201 Macros that directly switch port#1 to switch the Laser ON/OFF

The M101 and M201 Macros can be found on the internet if you dont already have them.

Their file names are: M101.n1s and M201.n1s (There are 8 port macros for Mach3 M10# is ON and M20# is OFF

Configure Spindle to be on Output #1 - Pin#? = Laser Control ON/OFF

Place Macros M101 and M201 into the Mac3 Macro Folder for whatever Profile you are using

eg C:/mach3/macros/mach3-laser

Macro file names:

M101.M1s turns Output #1 ON "ActivateSignal(Output1)"

M201.M1s turns Output #1 Off "DeactivateSignal(Output1)"

For my system I also use the following Port#3 to switch my Fume Extraction & Air Assist On/Off

M104 turns Output #3 ON (Air Assist/Vacume)

M204 turns Output #3 OFF (Air Assist/Vacume)



This PP's name is "Mach3 Laser M101 mm" and will be selectable in Aspire when you go to save a Tool Path.



-----------------------------------------------------------------------------

Place this Post Processor and you other most commonly used ones in the following directory on your C: drive.

*.* is you Vectric Aspire version number eg. 9.5

C:/Program Data/Vectric/Aspire/V*.*/My_PostP/

Any post processors placed here will become the -ONLY- ones displayed in the Post-Processor list when saving the G-Code file.










Mach3 Port Switching Macros/M101.m1s

ActivateSignal(Output1)






Mach3 Port Switching Macros/M102.m1s

ActivateSignal(Output2)






Mach3 Port Switching Macros/M103.m1s

ActivateSignal(Output3)






Mach3 Port Switching Macros/M104.m1s

ActivateSignal(Output4)






Mach3 Port Switching Macros/M105.m1s

ActivateSignal(Output5)






Mach3 Port Switching Macros/M106.m1s

ActivateSignal(Output6)






Mach3 Port Switching Macros/M107.m1s

ActivateSignal(Output7)






Mach3 Port Switching Macros/M108.m1s

ActivateSignal(Output8)






Mach3 Port Switching Macros/M201.m1s

DeactivateSignal(Output1)






Mach3 Port Switching Macros/M202.m1s

DeactivateSignal(Output2)






Mach3 Port Switching Macros/M203.m1s

DeactivateSignal(Output3)






Mach3 Port Switching Macros/M204.m1s

DeactivateSignal(Output4)






Mach3 Port Switching Macros/M205.m1s

DeactivateSignal(Output5)






Mach3 Port Switching Macros/M206.m1s

DeactivateSignal(Output6)






Mach3 Port Switching Macros/M207.m1s

DeactivateSignal(Output7)






Mach3 Port Switching Macros/M208.m1s

DeactivateSignal(Output8)






Mach3_Laser M101_mm.pp

+================================================

+                                                

+ Vectric machine output configuration file For LASER Control 

+                                                

+================================================

+ History                                        

+                                                

+ Who      When       What                         

+ ======== ========== ===========================

+ Graham  7/8/2017    Original version

+ Graham  2/7/2019    Edited, minor modifications

+================================================



+ NOTES:

+ Controls LASER Power ON/OFF without by direct controller port switching

+ Instead of M10 and M11 that do not work with some USB Controllers

+ Instead this PostProcessor Uses M101 and M201 Macros that directly switch port#1 to switch the Laser ON/OFF

+ Configure Spindle to be on Output #1 - Pin#? = Laser Control ON/OFF

+ Place Macros M101 and M201 into Mac3 Macro Folder for whatever Profile you are using

+ eg mach3/macros/mach3-laser

+ Macro file names:

+ M101.M1s turns Output #1 ON "ActivateSignal(Output1)"

+ M201.M1s turns Output #1 Off "DeactivateSignal(Output1)"

+ For my system I also use the following Port#3 to switch my Fume Extraction & Air Assist On/Off

+ M104 turns Output #3 ON (Air Assist/Vacume)

+ M204 turns Output #3 OFF (Air Assist/Vacume)

+================================================

 

POST_NAME = "Mach3 Laser M101 mm (*.txt)"

 

FILE_EXTENSION = "txt"

 

UNITS = "MM"



SUBSTITUTE = "({)}"



+------------------------------------------------

+    Line terminating characters                 

+------------------------------------------------

 

LINE_ENDING = "[13][10]"

 

+------------------------------------------------

+    Block numbering                             

+------------------------------------------------

 

LINE_NUMBER_START     = 0

LINE_NUMBER_INCREMENT = 10

LINE_NUMBER_MAXIMUM = 999999

 

+================================================

+                                                

+    Formating for variables                     

+                                                

+================================================

 

VAR LINE_NUMBER = [N|A|N|1.0]

VAR SPINDLE_SPEED = [S|A|S|1.0]

VAR FEED_RATE = [F|C|F|1.1]

VAR X_POSITION = [X|A|X|1.3]

VAR Y_POSITION = [Y|A|Y|1.3]

VAR ARC_CENTRE_I_INC_POSITION = [I|A|I|1.3]

VAR ARC_CENTRE_J_INC_POSITION = [J|A|J|1.3]

VAR X_HOME_POSITION = [XH|A|X|1.3]

VAR Y_HOME_POSITION = [YH|A|Y|1.3]

VAR DWELL_TIME = [DWELL|A|P|1.2]

 

+================================================

+                                                

+    Block definitions for toolpath output       

+                                                

+================================================

 

+---------------------------------------------------

+  Commands output at the start of the file

+---------------------------------------------------

 

begin HEADER

+ M101 turns Output #1 ON (Laser)

+ M201 turns Output #1 OFF (Laser)

+ M104 turns Output #3 ON (Air Assist/Vacume)

+ M204 turns Output #3 OFF (Air Assist/Vacume)



"M201"

"M204"

"T1"

"G17"

"G21"

"G64"

"G0Z0"

"G0[XH][YH]"

"M104"

"G71G91.1"

"[XH][YH]"



"[S]"

 

+---------------------------------------------------

+  Commands output for rapid moves 

+---------------------------------------------------

 

begin RAPID_MOVE

 

"G00[X][Y]M201"

 

+---------------------------------------------------

+  Commands output for the first feed rate move

+---------------------------------------------------

 

begin FIRST_FEED_MOVE

+ M101 turns Output #1 LASER ON



"G1[X][Y][F]M101"

 

+---------------------------------------------------

+  Commands output for feed rate moves

+---------------------------------------------------

 

begin FEED_MOVE

 

"G1[X][Y]"

 

+---------------------------------------------------

+  Commands output for the first clockwise arc move

+---------------------------------------------------



begin FIRST_CW_ARC_MOVE



"G2[X][Y][I][J]"

 

+---------------------------------------------------

+  Commands output for clockwise arc  move

+---------------------------------------------------

 

begin CW_ARC_MOVE

 

"G2[X][Y][I][J]"

 

+---------------------------------------------------

+  Commands output for the first counterclockwise arc move

+---------------------------------------------------

 

begin FIRST_CCW_ARC_MOVE

 

"G3[X][Y][I][J][F]"

 

+---------------------------------------------------

+  Commands output for counterclockwise arc  move

+---------------------------------------------------

 

begin CCW_ARC_MOVE

 

"G3[X][Y][I][J]"

 

+---------------------------------------------------

+  Commands output for a new segment - toolpath

+  with same toolnumber but maybe different feedrates

+---------------------------------------------------



begin NEW_SEGMENT

+ M101 turns Output #1 ON



"[S]M101"



+---------------------------------------------

+  Commands output for a dwell move

+---------------------------------------------



begin DWELL_MOVE



"G04 [DWELL]"



+ ---------------------------------------------------

+  Commands output for Retract Moves

+ ---------------------------------------------------

begin RETRACT_MOVE

+ M201 turns Output #1 OFF



"M201"

"G4 P0"



+---------------------------------------------------

+  Commands output at the end of the file

+---------------------------------------------------

 

begin FOOTER

+ M201 turns Output #1 OFF (Laser)

"M201"

+ M204 turns Output #3 OFF (Vacume/Air Assist)

"M204"

"G0[XH][YH]M30"








Mach3_Laser_mm.pp

+================================================

+                                                

+ Vectric machine output configuration file For LASER Control 

+                                                

+================================================

+ NOTES:

+ Controls LASER Power ON/OFF without delay

+ Use instead of M10 and M11 that dont work with USB Controller

+ M101 and M201 Macros:

+ Configure Spindle to be on Output #1 - Pin#? = Laser Laser Control ON/OFF

+ Place Macros M101 and M201 into Mac3 Macro Folder for whatever Profile you are using

+ eg mach3/macros/mach3-laser

+ M101.M1s turns Output #1 ON "ActivateSignal(Output1)"

+ M201.M1s turns Output #1 Off "DeactivateSignal(Output1)"

+================================================

 

POST_NAME = "Mach3 Laser mm (*.txt)"

 

FILE_EXTENSION = "txt"

 

UNITS = "MM"

 

+------------------------------------------------

+    Line terminating characters                 

+------------------------------------------------

 

LINE_ENDING = "[13][10]"

 

+------------------------------------------------

+    Block numbering                             

+------------------------------------------------

 

LINE_NUMBER_START     = 0

LINE_NUMBER_INCREMENT = 10

LINE_NUMBER_MAXIMUM = 999999

 

+================================================

+                                                

+    Formating for variables                     

+                                                

+================================================

 

VAR LINE_NUMBER = [N|A|N|1.0]

VAR SPINDLE_SPEED = [S|A|S|1.0]

VAR FEED_RATE = [F|C|F|1.1]

VAR X_POSITION = [X|C|X|1.4]

VAR Y_POSITION = [Y|C|Y|1.4]

+VAR Z_POSITION = [Z|C|Z|1.4]

VAR ARC_CENTRE_I_INC_POSITION = [I|A|I|1.4]

VAR ARC_CENTRE_J_INC_POSITION = [J|A|J|1.4]

VAR X_HOME_POSITION = [XH|A|X|1.4]

VAR Y_HOME_POSITION = [YH|A|Y|1.4]

 

+================================================

+                                                

+    Block definitions for toolpath output       

+                                                

+================================================

 

+---------------------------------------------------

+  Commands output at the start of the file

+---------------------------------------------------

 

begin HEADER

+ M101 turns Output #1 ON (Laser)

+ M201 turns Output #1 OFF (Laser)

+ M104 turns Output #3 ON (Vacume)

+ M204 turns Output #3 OFF (Vacume)



"M201"

"M204"

"T1"

"G17"

"G21"

"G64"

"G0Z0"

"G0[XH][YH]"

"M104"

 

 

+---------------------------------------------------

+  Commands output for rapid moves 

+---------------------------------------------------

 

begin RAPID_MOVE

 

"G0[X][Y]"

 

 

+---------------------------------------------------

+  Commands output for the first feed rate move

+---------------------------------------------------

 

begin FIRST_FEED_MOVE

+ M101 turns Output #1 LASER ON



"G1[X][Y][F]M101"

 

 

+---------------------------------------------------

+  Commands output for feed rate moves

+---------------------------------------------------

 

begin FEED_MOVE

 

"G1[X][Y]"

 

 

+---------------------------------------------------

+  Commands output for the first clockwise arc move

+---------------------------------------------------



+begin FIRST_CW_ARC_MOVE

+ M101 turns Output #1 ON



+"G2[X][Y][I][J][F]M101"

 

 

+---------------------------------------------------

+  Commands output for clockwise arc  move

+---------------------------------------------------

 

+begin CW_ARC_MOVE

 

+"G2[X][Y][I][J]"

 

 

+---------------------------------------------------

+  Commands output for the first counterclockwise arc move

+---------------------------------------------------

 

+begin FIRST_CCW_ARC_MOVE

+ M101 turns Output #1 ON

 

+"G3[X][Y][I][J][F]M101"

 

 

+---------------------------------------------------

+  Commands output for counterclockwise arc  move

+---------------------------------------------------

 

+begin CCW_ARC_MOVE

 

+"G3[X][Y][I][J]"

 

 

+ ---------------------------------------------------

+  Commands output for Retract Moves

+ ---------------------------------------------------

begin RETRACT_MOVE

+ M201 turns Output #1 OFF



"M201"

"G4 P0"



+---------------------------------------------------

+  Commands output at toolchange

+---------------------------------------------------



begin TOOLCHANGE



"[N]T[T]M6"

"[N] ([TOOLNAME])"

"[N]G43H[T]"



+---------------------------------------------------

+  Commands output at the end of the file

+---------------------------------------------------

 

begin FOOTER

+ M201 turns Output #1 OFF (Laser)

 "M201"

+ M204 turns Output #3 OFF (Vacume)

"M204"

+"G0[ZH]M30"

"G0[XH][YH]M30"





