HEVES LASER INKS 

Quick Guide to HEVES products use
Note: In normal operating conditions HEVES products do not generate Smoke. 
It is therefore not necessary to use blowers to cool the substrate during engraving.

The use of blowers could lower the temperature to suboptimal conditions and delay work.
Application: Spray brush, roller, aerograph or air spray 

1. Shake the bottle with the product and load an already humid brush, by plunging it until the half of the hairs 
2. Apply smoothly on the surface in a single passing and with the brush in a low angle (almost parallel to the surface)
3. The film must be uniform, continuous and as thin as possible, which can be achieved by careful brushing or better yet, by use of aerograph or air spray  (previous water dilution of the product)
4. Let dry and apply the laser at the proper power and timing. (in new materials is always advised to test these conditions)
5. After marking  remove the surplus material by washing with water and cleaning out with a wet sponge or cloth
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	A thin film (1) produces the better results (3) with maximum performance (5)  

With a very thick film (2)  there will be a low quality result. This is because the laser does not effectively heat the metallic surface, (4) and thus the necessary temperature on the surface is not achieved. The result are films with little adhesion and brownish color  (6) Moreover the yield of product per cm square decreases considerably.   

To prevent this, decrease the product viscosity. Transfer it to another recipient or a dish and add a few drops of common water.


Superficial and Depth engraving 
The HEVES 7007, HEVES 7011, HEVES 7042 , HEVES 8016, HEVES 8102 and related products produce marks over the treated surface. They can be eventually removed. The Heves 7031, HEVES 7040, HEVES 8010 and related ones integrate into the substract and produce marks into the treated surface.
[image: image2.png]HEvES 7007

Ao Inoudeble  Stailess Steel

Acern Inowdeble  Starless Steel

laser beams
Heves o

<

oo Inoideble  Staless Steel

-

Acera Inoideble  Starless Steel

«

laser boams
HEvES T0m

Acero Inoidable  Stanless Steel

DeepMak SemiDesp Mak
70

Aceo Inoudable  Staless Stoel





The average starting values with CO2 machines are: 

Metals 

Example: HEVES 7007, HEVES 7009, HEVES 7011, HEVES 7015, HEVES 7031 **
Power: 25 watts or higher. We recommend to use the maximum power and test different speeds.  Lower speed means higher temperature.
Speed: 200 mm. / Sec. or 10% to 20% of the maximum speed in terms of power and machine type (eg Universal Laser Machine, Gravograph) 
DPI or or spacing or interlined or the equivalent number in the machine at 0.05 mm.

PPI :333/500

Focus : exactly focused 
Metals dissipate heat quickly thru the surface.

Normally, using HEVES products with a CO2 laser on steel, more energy gets more color and better metal grip. However, with Aluminium or other metals of low melting point, like Magnesium, Antimony, or alloys, care must be taken not to exceed the right temperature, because it could cause melting or volatilization of Metal. This in turn results in diminished strength and color.


Ceramics and Glass: 
Example: HEVES 7042, HEVES 8006, HEVES 8007, HEVES 8016 **, etc.: 
Power: 18 to 20 watts, or 36% to 40% of the maximal power of a 50 watts machine, or the equivalent value for other machines. 

Speed: 150 mm/ Seg ; 15% to 20% max. velocity (Ej: in Universal Laser Machine, Gravograph) depending on power and machine  type   

DPI or interlined or equivalent machine number: 0.01 mm. 

PPI: 500 

Focus: unfocused, raising or down the workpiece, 2 mm ( up) or 3 mm( down) from point of focus .  

After the Laser engraving let cool for 5 minutes before cleaning the material excess with water. Immediate wetting of hot material could cause breakage. Ceramic and glasses do not dissipate heat too quickly.

WARNING: Too much energy in ceramics and glass will prevent the expression of color because causes microfractures and creates a sandblasted aspect.
Plastics, Paints, Varnishes and similar: 

Example HEVES 8201, HEVES 8202, HEVES 8203, HEVES 8204**, etc.

Power: 7 to 10 watts, depending on the plastic, or 14% to 20% of full power for a 50 watts machine, or equivalent value for other machine types.
Speed: 500 mm/Seg ; 40% to 60% maxim velocity (Ej: in Universal Laser Machine, Gravograph) depending on power  machine  type.   

DPI or interlined or number as the equivalent machine: 0.01 mm. 

PDI: 500 

Focus: unfocused, raising or down the workpiece, 2 mm ( up) or 3 mm( down) from point of focus. Unfocusing is a way to diminish the surface temperature.  

Remember: Plastics do not dissipate heat quickly as metals do.

After applying the Laser engraving, wait for cooling 5 at 15 minutes before cleaning the excess material. This will allow the colour to stick firmly into the plastic.
Start with these mean values ​​with fixed power. Change speed to adjust the temperature in different settings.
After finding a visible effect on the substrate, raise or lower the energy. Plastics have different softening points; do not exceed power because melting or burning are not desired. 

NOTE on the application of the products 

The Heves products for plastic engraving are highly concentrated and viscous. The viscosity drops rapidly by adding a few drops of water and mixing it with a stick. 

To begin to test them, you can use a wet brush and mix the top layer of the material over the jar. 

Alternatively, you can separate a small amount in a separate container, in order to use it with a brush or an airbrush. Do not dilute the whole of the original container, because it can affect the long-term stability of the product.

Drying Speed 

To speed up drying:
A) dilute the Heves product with water and obtain a thinner layer. 
B) apply hot air with a common hair dryer 
	Initial Calibration

	We include a couple of High Impact Polystyrene calibration pieces, white and grey.
                
Please test these plates before using your pieces.
                
As a general rule, use between 10 and 12 watt (about 20% of a 50 W nominal potency machine) and medium speed (40 to 50% of the maximal speed). 

The idea is to melt the plastic for the pigments to blend in. Without burning the plastic.

Keep the laser out of focus 2 mm upwards or 3 mm downwards.

Let the piece cool 10 minutes before removing the excess water. Or dry with cotton.
The first time is very important, before you need to adjust all these variables. 
We can assist you at a distance, by email or Skype videoconference. You might want to send us photos of the results.


Use Precautions 

Avoid cross contamination of Heves products, as it will affect stability and staining properties.

Do not interchange the cups of the plastic bottles. Do not use dirty brushes. 

LASER  ENGRAVING  HEVES   PRODUCTS 
 ** Registered Trademarks and Pending Patents
For any doubt please contact Lic. Luis Galano

divisionquimica@fibertel.com.ar       divisionquimica@uol.com.br
SKYPE ID: hlgalano
Laser engraving over paint:
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