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Register your new Hypertherm system

Benefits of registration

V] Safety: Registration allows us to contact you in the unlikely event a safety or quality notification
is required.

VI Education: Registration gives you free access to online product training content via the
Hypertherm Cutting Institute.

I Confirmation of ownership: Registration can serve as proof of purchase in case of an
insurance loss.

Go to www.hypertherm.com/registration for easy and fast registration.

If you experience any problems with the product registration process, please contact
registration@hypertherm.com.

For your records

Serial number:

Purchase date:

Distributor:

Maintenance notes:

XPR, XPR170, XPR300, XPR460, HyDefinition, X-Definition, True Hole, True Bevel, Sensor THC, EasyConnect, LongLife, Arc
Response Technology, OptiMix, VWI, Core, CorePlus, Hypertherm, and Hypertherm Associates are trademarks of
Hypertherm, Inc. and may be registered in the United States and other countries. All other trademarks are the property of their
respective holders.

Environmental stewardship is one of Hypertherm’s core values, and it is critical to our success and our customers’ success. We
are striving to reduce the environmental impact of everything we do. For more information: www.hypertherm.com/environment.

100% Associate-owned

© 2020 - 2025 Hypertherm, Inc.


https://www.hypertherm.com/environment

XPR

Instruction Manual

809830
REVISION 8

ENGLISH
Original instructions

November 2025

Hypertherm, Inc.
Hanover, NH 03755 USA
www.hypertherm.com


https://www.hypertherm.com/global

Hypertherm, Inc.

21 Great Hollow Road, P.O. Box 5010

Hanover, NH 03755 USA

603-643-3441 Tel (Main Office)

603-643-5352 Fax (All Departments)
info@hypertherm.com (Main Office)

800-643-9878 Tel (Technical Service)
technical.service@hypertherm.com (Technical Service)
800-737-2978 Tel [Customer Service)
customer.service@hypertherm.com (Customer Service)

Hypertherm México, S.A. de C.V.

52 55 5681 8109 Tel

52 55 5681 7978 Tel
soporte.tecnico@hypertherm.com (Technical Service)

Hypertherm Plasmatechnik GmbH

Sophie-Scholl-Platz 5

63452 Hanau

Germany

00 800 33 24 97 37 Tel

00 800 49 73 73 29 Fax

31 (0) 165 596900 Tel (Technical Service)

00 800 4973 7843 Tel (Technical Service)
technicalservice.emeia@hypertherm.com (Technical Service)

Hypertherm (Singapore] Pte Ltd.

Solaris @ Kallang 164

164 Kallang Way #03-13

Singapore 349248, Republic of Singapore

65 6841 2489 Tel

65 6841 2490 Fax

marketing.asia@hypertherm.com (Marketing)
techsupportapac@hypertherm.com (Technical Service)

Hypertherm Japan Ltd.

Level 9, Edobori Center Building

2-1-1 Edobori, Nishi-ku

Osaka 550-0002 Japan

81 6 6225 1183 Tel

81 6 6225 1184 Fax

htjapan.info@hypertherm.com (Main Office)
techsupportapac@hypertherm.com (Technical Service)

Hypertherm Europe B.V.

Laan van Kopenhagen 100

3317 DM Dordrecht

Nederland

31 165 596907 Tel

31 165 596901 Fax

31 165 596908 Tel (Marketing)

31 (0) 165 596900 Tel (Technical Service)

00 800 4973 7843 Tel (Technical Service)
technicalservice.emeia@hypertherm.com (Technical Service)

www.hypertherm.com/hci.

Hypertherm (Shanghai] Trading Co., Ltd.

B301, 495 ShangZhong Road

Shanghai, 200231

PR China

86-21-80231122 Tel

86-21-80231120 Fax

86-21-80231128 Tel (Technical Service)
techsupport.china@hypertherm.com (Technical Service)

South America & Central America: Hypertherm Brasil Ltda.
5511 5116-8015 Tel
tecnico.sa@hypertherm.com (Technical Service)

Hypertherm Korea Branch

#3904. APEC-ro 17. Heaundae-gu. Busan.

Korea 48060

82 (0)51 747 0358 Tel

82 (0)51 701 0358 Fax
marketing.korea@hypertherm.com (Marketing)
techsupportapac@hypertherm.com (Technical Service)

Hypertherm Pty. Limited

Level 57, 25 Martin Place
Sydney, New South Wales, 2000.
+61 (02) 9238 2138 Tel
www.hyperthermassociates.com

Hypertherm (India) Thermal Cutting Pvt. Ltd

A-18 / B-1 Extension,

Mohan Co-Operative Industrial Estate,

Mathura Road, New Delhi 110044, India

91-11-40521201/ 2/ 3 Tel

91-11 40521204 Fax

htindia.info@hypertherm.com (Main Office)
technicalservice.emeia@hypertherm.com (Technical Service)

For training and education resources, go to the Hypertherm Cutting Institute (HCI) online at


https://go.bluevolt.com/hypertherm
https://go.bluevolt.com/hypertherm
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ENGLISH

WARNING! Before operating any Hypertherm equipment, read the safety
instructions in your product’s manual, the Safety and Compliance Manual (80669C),
Waterjet Safety and Compliance Manual (80943C), and Radio Frequency Warning
Manual (80945C). Failure to follow safety instructions can result in personal injury
or in damage to equipment.

Copies of the manuals can come with the product in electronic and printed formats.
Electronic copies are also on our website. Many manuals are available in multiple
languages at www.hypertherm.com/docs.

FR (FRANCAIS/FRENCH)

AVERTISSEMENT! Avant d'utiliser tout équipement Hypertherm, lire les consignes
de sécurité du manuel de votre produit, du Manuel de sécurité et de conformité
(80669C), du Manuel de sécurité et de conformité du jet d’eau (80943C)

et du Manuel d'avertissement relatif aux radiofréqunces (80945C).

Les exemplaires des manuels qui accompagnent le produit peuvent étre sous forme
électronique ou papier. Les manuels sous forme électronique se trouvent également
sur notre site Internet. Plusieurs manuels sont offerts en plusieurs langues

a www.hypertherm.com/docs.

BG (BbJ/ITAPCKU/BULGARIAN)

NPEAYNPEXROEHME! MNpean pna pabotute ¢ KoeTo v Aa e obopyasaHe
Hypertherm, npouyeTeTe MHCTPYKUMKUTE 3a 6€30NACHOCT B PbKOBOACTBOTO Ha BaLUWA
npogaykT, ,MHCTpyKuma 3a 6esonacHocT v cwoteeTcTBHe" (80669C), ,MHCTpYKUMA
3a 6e30MacHOCT U cboTeeTcTaWe Ha Waterjet* (80943C) v ,MHcTpyKuma

3a npepynpexaeH1e 3a paguoyectora” (80945C).

rlpO,Cl,yHT'bT MOXe Oa e C'bI'IpOBOFleH OT KOMMA Ha p'bHOBO[J,CTBaTa B eﬂeKTpOHeH

1 B neyateH ¢popmart. Tean B eneKkTpoHeH popmar ca AOCTbMHM CbLLo Ha yebcanTa
H1. MHOrO PBbKOBOACTBA Ca HAIMLIE Ha HAKOMKO e3WKa

Ha agpec www.hypertherm.com/docs.

GR (EAAHNIKA/GREEK)

MNPOEIAONOIHZH! Mpw Béoete oe Aertoupyia onotlovdnrote eEoMMOPS TG
Hypertherm, SiaBaote g 0dnyieg aopaleiag oTo eyxeidlo Tou MPOIGVTOG Kat To
eyxelpidio aopdAeiac kai oupudppwong (80669C), oto eyyeipibio acpdAeiag kat
ouppdppwong Tou waterjet (80943C) kal oTo eyxelpidio npoeibonorioewy yia g
pabioouyvétnreg (80945C).

To npoiov pnopei va ouvodeletal ano avtiypapa twv eyXePBinv o€ NAEKTPOVIKY
Kat éviunn popdr. Ta nAekTpovikd avtiypada undpyouv EMoNG OToV IOTOTONS HAG.
MoAAd eyxepidia eival Slabeoipa oe Siadpopeg YAOOoEG 01O
www.hypertherm.com/docs.

CS (CESKY/CZECH)

VAROVANI! Pred uvedenim jakéhokoli zafizeni Hypertherm do provozu si predtéte
bezpecnostni pokyny v pfiruéce k produktu a v Manualu pro bezpecnost

a dodrZovéni predpist (80669C), Manuélu pro bezpe&nost a dodrZovéni
predpist pfi fezani vodnim paprskem (80943C) a Manuélu varovéni ohledné
rédiovych frekvenci (80945C).

Kopie pfiruéek mohou byt sougasti dodavky produktu, a to v elektronicke i tisténé
formé. Elektronické kopie jsou k dispozici i na nasich webovych strankach. Mnoho
prirucek je k dispozici v rliznych jazycich na strance www.hypertherm.com/docs.

DA (DANSK/DANISH)

ADVARSEL! Inden Hypertherm udstyr tages i brug skal sikkerhedsinstruktionerne
i produktets manual og i Manual om sikkerhed og overholdelse af krav (80669C),
Manual om sikkerhed og overholdelse af krav for vandstréleskaering (80943C),
og Manual om radiofrekvensadvarsel (80945C), gennemlaeses.

Kopier af manualerne kan leveres med produktet i elektronisk og trykt format.
Elektroniske kopier findes ogsa pa vores hjemmeside. Mange manualer

er tilgeengelige pa flere sprog p4 www.hypertherm.com/docs.

HU (MAGYAR/HUNGARIAN)

VIGYAZAT! Miel6tt barmilyen Hypertherm berendezést iizemeltetne,

olvassa el a biztonsagi informacidkat a termék kézikdnyvében, a Biztonsagi

és szabélykévetési kézikényvben (80669C), a Vizsugaras biztonsagi

és szabéalykévetési kézikényvben (80943C) és a Rédidfrekvencias
figyelmeztetéseket tartalmazé kézikényvben (80945C).

A termékhez a kézikonyv példanyai elektronikus és nyomtatott formaban is mellékelve
lehetnek. Az elektronikus példanyok webhelytinkén is megtalalhatok. Szamos
kézikonyv all rendelkezésre tobb nyelven a www.hypertherm.com/docs weboldalon.

DE (DEUTSCH/GERMAN)

WARNUNG! Bevor Sie ein Hypertherm-Gerat in Betrieb nehmen, lesen Sie bitte die
Sicherheitsanweisungen in lhrer Bedienungsanleitung, das Handbuch fiir Sicherheit
und Ubereinstimmung (80669C), das Handbuch fiir Sicherheit und Compliance bei
Wasserstrahl-Schneidanlagen (80943C) und das Handbuch fiir Hochfrequenz-
Warnung (80945C).

Bedienungsanleitungen und Handbticher kdnnen dem Gerit in elektronischer Form
oder als Druckversion beiliegen. In elektronischer Form liegen sie auch auf unserer
Website vor. Viele Handbticher stehen in verschiedenen Sprachen auf
www.hypertherm.com/docs zur Verfligung.

ID (BAHASA INDONESIA/INDONESIAN)

PERINGATAN! Sebelum mengoperasikan peralatan Hypertherm, bacalah petunjuk
keselamatan dalam manual produk Anda, Manual Keselamatan dan Kepatuhan
(80669C), Manual Keselamatan dan Kepatuhan Jet Air (80943C), dan Manual
Peringatan Frekuensi Radio (80945C). Kegagalan mengikuti petunjuk keselamatan
dapat menyebabkan cedera pribadi atau kerusakan pada peralatan.

Produk mungkin disertai salinan manual atau petunjuk dalam format elektronik
maupun cetak. Salinan elektronik juga tersedia di situs web kami. Berbagai manual
tersedia dalam beberapa bahasa di www.hypertherm.com/docs.

IT (ITALIANO/ITALIAN)

AVVERTENZA! Prima di usare un'attrezzatura Hypertherm, leggere le istruzioni sulla
sicurezza nel manuale del prodotto, nel Manuale sulla sicurezza e la conformita
(80669C), nel Manuale sulla sicurezza e la conformita Waterjet (80943C) e nel
Manuale di avvertenze sulla radiofrequenza (80945C).

Copie del manuale possono accompagnare il prodotto in formato cartaceo

o elettronico. Le copie elettroniche sono disponibili anche sul nostro sito web. Molti
manuali sono disponibili in diverse lingue all'indirizzo www.hypertherm.com/docs.

ES (ESPANOL/SPANISH)

IADVERTENCIA! Antes de operar cualquier equipo Hypertherm, lea las
instrucciones de seguridad del manual de su producto, del Manual de seguridad
y cumplimiento (80669C), del Manual de seguridad y cumplimiento en corte con
chorro de agua (80943C) y del Manual de advertencias de radiofrecuencia
(80945C).

El producto puede incluir copias de los manuales en formato digital e impreso.
Las copias digitales también estan en nuestra pagina web. Hay diversos manuales
disponibles en varios idiomas en www.hypertherm.com/docs.

JA (H &3E/JAPANESE)

L | Hypertherm #4335 12/F 9 2RI, CORBHAZICHIRLER. 2L
EAVTSATVAIZaT )1 (80669C), [T+—2—I v bDRELD
754 T R1(80943C). [BAFEE] (80945C) EHimdr < XL,
FAZEDIE—IE BF 74— v b TrEMRE L TRAICRABREINT
WEY, BFAE—ZYET T TV A MCEBHINTOET, SHBEZDELC
I$ www.hypertherm.com/docs |IC CHEEBDEECTHABLTVET,

ET (EESTI/ESTONIAN)

HOIATUS! Enne Hyperthermi mis tahes seadme kasutamist lugege l4bi toote
kasutusjuhendis olevad ohutusjuhised ning Ohutus- ja vastavusjuhend (80669C),
Veejoa ohutuse ja vastavuse juhend (80943C) ja Raadiosageduse hoiatusjuhend
(80945C). Ohutusjuhiste eiramine véib pdhjustada vigastusi ja kahjustada
seadmeid.

Juhiste koopiad véivad tootega kaasas olla elektrooniliselt voi triikituna.
Elektroonilised koopiad on saadaval ka meie veebilehel. Paljud kasutusjuhendid
on erinevates keeltes saadaval veebilehel www.hypertherm.com/docs.

KO (&= 0{/KOREAN)

Z 1! Hypertherm SH|IE AL&317| Tol| XE MBAQ X A 7 &4
HBENM(80669C), HEIH oM AU FH E4 HHA(80943C) 22|10 £ Fut
B3 dBX(80945C)0ll LEok U= oM X|EE e MAI2.

A FAD QIME HAMo 2 HHM AH20| MED BH MSE £ ALt
™A AHEE Hypertherm RAIO|EOIAM EAl 4= Qo MEA AHE
www.hypertherm.com/docs 0l M 0424 2102 &S LIt

FI (SUOMI/FINNISH)

VAROITUS! Ennen minkdan Hypertherm-laitteen kéytt64 lue tuotteen
kayttdoppaassa olevat turvallisuusohjeet, turvallisuuden ja vaatimustenmukaisuuden
késikirja (80669C), vesileikkauksen turvallisuuden ja vaatimustenmukaisuuden
késikirja (80943C) ja radiotaajuusvaroitusten késikirja (80945C).

Kéyttdoppaiden kopiot voivat olla tuotteen mukana sahkoisessa ja tulostetussa
muodossa. Sdhkdiset kopiot ovat my&s verkkosivustollamme. Monet kayttoppaat
ovat myds saatavissa useilla kielillda www.hypertherm.com/docs.

NE (NEDERLANDS/DUTCH)

WAARSCHUWING! Lees voordat u Hypertherm-apparatuur gebruikt

de veiligheidsinstructies in de producthandleiding, in de Veiligheid's-

en nalevingshandleiding (80669C) in de Veiligheids- en nalevingshandleiding
voor waterstralen (80943C) en in de Waarschuwingshandleiding radiofrequentie
(80945C).

De handleidingen kunnen in elektronische en gedrukte vorm met het product worden
meegeleverd. Elektronische versies zijn ook beschikbaar op onze website. Veel
handleidingen zijn in meerdere talen beschikbaar via www.hypertherm.com/docs.



NO (NORSK/NORWEGIAN)

ADVARSEL! Fer du bruker noe Hypertherm-utstyr, ma du lese
sikkerhetsinstruksjonene i produktets handbok, handboken om sikkerhet og
samsvar (80669C), hdndboken om vannjet sikkerhet og samsvar (80943C),
og handboken om radiofrekvensadvarsler (80945C).

Eksemplarer av hdndbokene kan felge med produktet i elektronisk og trykt form.
Elektroniske eksemplarer finnes ogsa pa nettstedet vart. Mange handbeker

er tilgjengelig i flere sprak pa www.hypertherm.com/docs.

PL (POLSKI/POLISH)

OSTRZEZENIE! Przed rozpoczeciem obstugi jakiegokolwiek systemu

firmy Hypertherm nalezy sie¢ zapoznac¢ z instrukcjami bezpieczenstwa zamieszczonymi
w podreczniku produktu, w podreczniku bezpieczerstwa i zgodnosci (80669C),
podreczniku bezpieczenstwa i zgodnosci systeméw strumienia wody (80943C)
oraz podreczniku z ostrzezeniem o czestotliwosci radiowej (80945C).

Do produktu moga by¢ dotgczone podreczniki uzytkownika w formie elektronicznej

i drukowanej. Kopie elektroniczne znajduja sie rowniez w naszej witrynie internetowej.
Wiele podrecznikéw jest dostepnych w roznych jezykach pod adresem
www.hypertherm.com/docs.

SV (SVENSKA/SWEDISH)

VARNING! Lis haftet sdkerhetsinformationen i din produkts sédkerhets- och
efterlevnadsmanual (80669C), sékerhets- och efterlevnadsmanualen fér Waterjet
(80943C) och varningsmanualen f6r radiofrekvenser (80945C) for viktig
sakerhetsinformation innan du anvander eller underhéller Hypertherm-utrustning.
Kopior av manualerna kan medfélja produkten i elektroniskt och tryckt format.
Elektroniska kopior finns ocksé pa var webbplats. Manga manualer finns pa flera
sprak pa www.hypertherm.com/docs.

PT (PORTUGUES/PORTUGUESE)

ADVERTENCIA! Antes de operar qualquer equipamento Hypertherm,

leia as instrugdes de seguranga no manual do seu produto, no Manual

de Seguranga e de Conformidade (80669C), no Manual de Seguranga

e de Conformidade do Waterjet (80943C) e no Manual de Adverténcia

de radiofrequéncia (80945C).

Copias dos manuais podem vir com o produto nos formatos eletrénico e impresso.
Copias eletronicas também séo encontradas em nosso website. Muitos manuais
estéo disponiveis em varios idiomas em www.hypertherm.com/docs.

TH (2187 INY/THAI)

Afiaul Aaunislderualnsaiuay Hypertherm viauua Tusagdudnuusidisiuadu
Uaaadoluglani1sldaudn gladuarnudaandaiaznisufiifiniu (80669C), Aila
Auanlaansisuaznisdiifiaudmisunisldiisinscuuiamasida (80943C)

uax giiaAfaufaniuaiuiing (80945C) n1s lidfiRauduninsinuaanu
laansuatvdinalvtinnisuialduniaiinauioviudaailnsal
anurdiafilustuuudidavsainduasuuudiniasgnuuusinganiy
wWanAug duurgialugluuuiidnnsaiindvasnaniaiuardiiuigiiosnag

9 lunarnuanansiudei Wiusnisuwdu e www.hypertherm.com/docs
waI518NGE

RO (ROMANA/ROMANIAN)

AVERTIZARE! Inainte de utilizarea oricarui echipament Hypertherm, cititi
instructiunile de siguranta din manualul produsului, manualul de sigurantad

si conformitate (80669C), manualul de sigurantd si conformitate Waterjet (80943C)
si din manualul de avertizare privind radiofrecventa (80945C).

Produsul poate fi insotit de copii ale manualelor in format tiparit si electronic.
Exemplarele electronice sunt disponibile si pe site-ul nostru web.

Numeroase manuale sunt disponibile in mai mult limbi la adresa:
www.hypertherm.com/docs.

TR (TURKGE/TURKISH)

UYARI! Bir Hypertherm ekipmanini galistirmadan &nce, trtintintiziin kullanim
kilavuzunda, Giivenlik ve Uyumluluk Kilavuzu’nda (80669C), Su Jeti Giivenlik

ve Uyumluluk Kilavuzu'nda (80943C) ve Radyo Frekansi Uyarisi Kilavuzu'nda
(80945C) yer alan giivenlik talimatlarini okuyun.

Kilavuzlarin kopyalari, elektronik ve basili formatta rtinle birlikte verilebilir. Elektronik
kopyalar web sitemizde de yer alir. Kilavuzlarin birgogu www.hypertherm.com/docs
adresinde birgok dilde mevcuttur.

RU (PYCCKUM/RUSSIAN)

BEPEIMMUCb! MNepen, paboToit ¢ niobeiM o60pynosaHmem Hypertherm o3HakombTech
C MHCTPYKUMAMK Mo 6e30MacHOCTH, NPEACTaBNEHHBIMIU B PYKOBOACTBE, KOTOpOe
NoCTaBMAETCA BMECTE C MPOAYKTOM, B PykoBoacTBe o 6e30MacHoOCTH 1
coorsercTauto (80669C), B PyrosoacTae 1o 6€301acHOCTH M COOTBETCTBHIO AJIA
BogocTpysiHos peskn (80943C) n PykoBoAcTBe N0 MpeaynpemaeHHio o
pannodacTotHom nasnyyermnn (80945C).

Konun pykoBoACTB, KOTOpbIe NOCTaBAAIOTCA BMECTE C NMPOAYKTOM, MOTYT 6biTb
NPEACTaBNEHbI B ANEKTPOHHOM U BYMaHOM BUAE. DNEKTPOHHbIE KOMUK TaKKe
[OCTYMHbI Ha Halem Be6-caiTe. Lienbiit pAa pyKoBOACTB AOCTYMHbI HA HECKOMbKMX
AsbIKax No cceinke www.hypertherm.com/docs.

VI (TIENG VIET/VIETNAMESE)

CANH BAO! Trudgc khi van hanh bat ky thiét bi Hypertherm nao, hay doc cac
huéng dan an toan trong huéng dan st dung s&n pham clia ban, S&'tay An toan
vé Tuén thi (80669C), S&'tay An toan va Tuén tha Tia nudc (80943C), va Hudng
ddn Canh bdo Tén s6' V6 tuyén (80945C). Khong tuan th cac huwdng dan an toan
c6 thé dan dén thuong tich ca nhan hodc hu héng thiét bi.

Ban sao cla s6 tay co thé di kém vdi san phdm & dinh dang dién t& va in. Ban
dién t& cling c6 trén trang web cla chung toi. Nhiéu s6 tay cé sn bang nhiéu
ngdn ngl tai www.hypertherm.com/docs .

ZH-CN (f8] #7132 /CHINESE SIMPLIFIED)

ek | TERRAEATATIG E A AT, RSN (R ARNERUE S F
(80669C). (/KIi 2 &RIHEF T/ (80943C) LLJ (HHHIE & F )
(80945C) H) % A=A UL -

B 7 it B2 A 0 T T Ak o ORI BT P B R 20 HL A R A B 7R FRATT AT Y
uh ARk RZFNE ZHIET AR, ¥ www.hypertherm.com/docs.

SK (SLOVENCINA/SLOVAK)

VYSTRAHA! Pred pouzitim akéhokolvek zariadenia od spolo&nosti Hypertherm si
preditajte bezpecnostné pokyny v navode na obsluhu vasho zariadenia a v Manuali
o0 bezpeé&nosti a stlade s normami (80669C), Manuéli o bezpeénosti a stlade

s normami pre systém rezania vodou (80943C) a v Manuéli s informaciami

o radiofrekvencii (80945C).

Navod na obsluhu sa dodava spolu s produktom v elektronickej a tlaéenej podobe.
Jeho elektronicky format je dostupny aj na nasej webovej stranke. Mnohé z navodov
na obsluhu su dostupné vo viacjazy&nej mutacii na stranke
www.hypertherm.com/docs.

SL (SLOVENSCINA/SLOVENIAN)

OPOZORILO! Pred uporabo katerekoli Hyperthermove opreme preberite varnostna
navodila v priro¢niku vasega izdelka, v Prirodniku za varnost in skladnost (80669C),
v Priro&niku za varnost in skladnost sistemov rezanja z vodnim curkom (80943C)
in v Priro&niku Opozorilo o radijskih frekvencah (80945C).

lzvodi priro¢nikov so lahko izdelku priloZeni v elektronski in tiskani obliki. Elektronski
izvodi so na voljo tudi na nagem spletnem mestu. Stevilni priro&niki so na voljo

v razli¢nih jezikih na naslovu www.hypertherm.com/docs.

SR (SRPSKI/SERBIAN)

UPOZORENIJE! Pre rukovanja bilo kojom Hyperthermovom opremom procitajte
uputstva o bezbednosti u svom priru¢niku za proizvod, Priruéniku o bezbednosti

i usaglagenosti (80669C), Priruéniku o bezbednosti i usaglasenosti Waterjet
tehnologije (80943C) i Priruéniku sa upozorenjem o radio-frekvenciji (80945C).
Y3 npounsBoa, ce UCnopyuyjy Konuje NPUPYYHUKA y €NEKTPOHCKOM MK LWTaMnaHoM
dopmary. EnektpoHcke Konuje cy Takohe focTynHe Ha Halwem Be6-cajty. MHoru
NPUPYYHULM Cy OCTYMHK Ha BULLE je3uKa Ha aapeck www.hypertherm.com/docs.

ZH-TW (% MR 3Z/CHINESE TRADITIONAL)

B4 | H1REEM Hypertherm 32 f@dT , FEARBELERFMANZEIER,
BIE (RLFERERFM) (80669C) . (kD ZLFERERF M)
(80943C ) , MR (ESEHEEETRARFM) (80945C ).
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Introduction

Hypertherm's CE-marked equipment is built in compliance with standard
EN60974-10. The equipment should be installed and used in
accordance with the information below to achieve electromagnetic
compatibility.

The limits required by EN60974-10 may not be adequate to completely
eliminate interference when the affected equipment is in close proximity
or has a high degree of sensitivity. In such cases it may be necessary to
use other measures to further reduce interference.

This cutting equipment is designed for use only in an industrial
environment.

Installation and use

The user is responsible for installing and using the plasma equipment
according to the manufacturer's instructions.

If electromagnetic disturbances are detected then it shall be the
responsibility of the user to resolve the situation with the technical
assistance of the manufacturer. In some cases this remedial action may
be as simple as earthing the cutting circuit, see Earthing of the
workpiece. In other cases, it could involve constructing an
electromagnetic screen enclosing the power source and the work
complete with associated input filters. In all cases, electromagnetic
disturbances must be reduced to the point where they are no longer
troublesome.

Assessment of area

Before installing the equipment, the user shall make an assessment of
potential electromagnetic problems in the surrounding area. The
following shall be taken into account:

a. Other supply cables, control cables, signaling and telephone
cables; above, below and adjacent to the cutting equipment.

b. Radio and television transmitters and receivers.
¢. Computer and other control equipment.

d. Safety critical equipment, for example guarding of industrial
equipment.

e. Health of the people around, for example the use of
pacemakers and hearing aids.

f. Equipment used for calibration or measurement.

g. Immunity of other equipment in the environment. User shall
ensure that other equipment being used in the environment is
compatible. This may require additional protection measures.

h. Time of day that cutting or other activities are to be carried
out.

The size of the surrounding area to be considered will depend on the
structure of the building and other activities that are taking place. The
surrounding area may extend beyond the boundaries of the premises.

Safety and compliance

Electromagnetic Compatibility (EMC)

Methods of reducing emissions
Mains supply

Cutting equipment must be connected to the mains supply according to
the manufacturer's recommendations. If interference occurs, it may be
necessary to take additional precautions such as filtering of the mains

supply.

Consideration should be given to shielding the supply cable of
permanently installed cutting equipment, in metallic conduit or
equivalent. Shielding should be electrically continuous throughout its
length. The shielding should be connected to the cutting mains supply so
that good electrical contact is maintained between the conduit and the
cutting power source enclosure.

Maintenance of cutting equipment

The cutting equipment must be routinely maintained according to the
manufacturer's recommendations. All access and service doors and
covers should be closed and properly fastened when the cutting
equipment is in operation. The cutting equipment should not be modified
in any way, except as set forth in and in accordance with the
manufacturer’s written instructions. For example, the spark gaps of arc
striking and stabilizing devices should be adjusted and maintained
according to the manufacturer's recommendations.

Cutting cables

The cutting cables should be kept as short as possible and should be
positioned close together, running at or close to the floor level.

Equipotential bonding

Bonding of all metallic components in the cutting installation and
adjacent to it should be considered.

However, metallic components bonded to the workpiece will increase
the risk that the operator could receive a shock by touching these
metallic components and the electrode (nozzle for laser heads) at the
same time.

The operator should be insulated from all such bonded metallic
components.

1



Electromagnetic Compatibility (EMC)

Earthing of the workpiece

Where the workpiece is not bonded to earth for electrical safety, nor
connected to earth because of its size and position, for example, ship’s
hull or building steel work, a connection bonding the workpiece to earth
may reduce emissions in some, but not all instances. Care should be
taken to prevent the earthing of the workpiece increasing the risk of injury
to users, or damage to other electrical equipment. Where necessary, the
connection of the workpiece to earth should be made by a direct
connection to the workpiece, but in some countries where direct
connection is not permitted, the bonding should be achieved by suitable
capacitances selected according to national regulations.

Note: The cutting circuit may or may not be earthed for safety reasons.
Changing the earthing arrangements should only be authorized by a
person who is competent to assess whether the changes will increase
the risk of injury, for example, by allowing parallel cutting current return
paths which may damage the earth circuits of other equipment.

Further guidance is provided in IEC 60974-9, Arc Welding Equipment,
Part 9: Installation and Use.

Screening and shielding

Selective screening and shielding of other cables and equipment in the
surrounding area may alleviate problems of interference. Screening of the
entire plasma cutting installation may be considered for special
applications.

12
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Attention

Genuine Hypertherm parts are the factory-recommended replacement
parts for your Hypertherm system. Any damage or injury caused by the
use of other than genuine Hypertherm parts may not be covered by the
Hypertherm warranty, and will constitute misuse of the Hypertherm
Product.

You are solely responsible for the safe use of the Product. Hypertherm
does not and cannot make any guarantee or warranty regarding the safe
use of the product in your environment.

General

Hypertherm, Inc. warrants that its Products shall be free from defects in
materials and workmanship for the specific periods of time set forth
herein and as follows: if Hypertherm is notified of a defect (i) with respect
to the plasma power supply within a period of two (2) years from the date
of its delivery to you, with the exception of Powermax brand power
supplies, which shall be within a period of three (3) years from the date of
delivery to you, and (ii) with respect to the torch and leads within a period
of one (1) year from its date of delivery to you, with the exception of the
HPRXD short torch with integrated lead, which shall be within a period of
six (6) months from the date of delivery to you, and with respect to torch
lifter assemblies within a period of one (1) year from its date of delivery to
you, and with respect to Automation products one (1) year from its date
of delivery to you, with the exception of the EDGE Connect CNC,
EDGE Connect T CNC, EDGE Connect TC CNC, EDGE Pro CNC,
EDGE Pro Ti CNC, MicroEDGE Pro CNC, and ArcGlide THC, which
shall be within a period of two (2) years from the date of delivery to you,
and (jii) with respect to HylIntensity fiber laser components within a
period of two (2) years from the date of its delivery to you, with the
exception of laser heads and beam delivery cables, which shall be within
a period of one (1) year from its date of delivery to you.

All third-party engines, engine accessories, alternators, and alternator
accessories are covered by the respective manufacturers’ warranties and
not covered by this warranty.

This warranty shall not apply to any Powermax brand power supplies that
have been used with phase converters. In addition, Hypertherm does not
warranty systems that have been damaged as a result of poor power
quality, whether from phase converters or incoming line power. This
warranty shall not apply to any product which has been incorrectly
installed, modified, or otherwise damaged.

Hypertherm provides repair, replacement or adjustment of the Product as
the sole and exclusive remedy, if and only if the warranty set forth herein
properly is invoked and applies. Hypertherm, at its sole option, shall
repair, replace, or adjust, free of charge, any defective Products covered
by this warranty which shall be returned with Hypertherm'’s prior
authorization (which shall not be unreasonably withheld), properly
packed, to Hypertherm'’s place of business in Hanover, New Hampshire,
or to an authorized Hypertherm repair facility, all costs, insurance and
freight pre paid by the customer. Hypertherm shall not be liable for any
repairs, replacement, or adjustments of Products covered by this
warranty, except those made pursuant to this paragraph and with
Hypertherm’s prior written consent.

Safety and compliance

Warranty

The warranty set forth above is exclusive and is in lieu of all other
warranties, express, implied, statutory, or otherwise with respect to the
Products or as to the results which may be obtained therefrom, and all
implied warranties or conditions of quality or of merchantability or fitness
for a particular purpose or against infringement. The foregoing shall
constitute the sole and exclusive remedy for any breach by Hypertherm
of its warranty.

Distributors/fOEMs may offer different or additional warranties, but
Distributors/OEMs are not authorized to give any additional warranty
protection to you or make any representation to you purporting to be
binding upon Hypertherm.

Patent indemnity

Except only in cases of products not manufactured by Hypertherm or
manufactured by a person other than Hypertherm not in strict conformity
with Hypertherm's specifications and in cases of designs, processes,
formulae, or combinations not developed or purported to be developed
by Hypertherm, Hypertherm will have the right to defend or settle, at its
own expense, any suit or proceeding brought against you alleging that
the use of the Hypertherm product, alone and not in combination with
any other product not supplied by Hypertherm, infringes any patent of
any third party. You shall notify Hypertherm promptly upon learning of any
action or threatened action in connection with any such alleged
infringement (and in any event no longer than fourteen (14) days after
learning of any action or threat of action), and Hypertherm's obligation to
defend shall be conditioned upon Hypertherm’s sole control of, and the
indemnified party's cooperation and assistance in, the defense of the
claim.

Limitation of liability

In no event shall Hypertherm be liable to any person or entity for
any incidental, consequential direct, indirect, punitive or
exemplary damages (including but not limited to lost profits)
regardless of whether such liability is based on breach of
contract, tort, strict liability, breach of warranty, failure of
essential purpose, or otherwise, and even if advised of the
possibility of such damages. Hypertherm shall not be liable for
any losses to Distributor based on down time, lost production or
lost profits. It is the intention of the Distributor and Hypertherm
that this provision be construed by a court as being the
broadest limitation of liability consistent with applicable law.

National and local codes

National and local codes governing plumbing and electrical installation
shall take precedence over any instructions contained in this manual.
In no event shall Hypertherm be liable for injury to persons or property
damage by reason of any code violation or poor work practices.

13



Warranty

Liability cap

In no event shall Hypertherm’s liability, if any, whether such
liability is based on breach of contract, tort, strict liability,
breach of warranties, failure of essential purpose or otherwise,
for any claim, action, suit or proceeding (whether in court,
arbitration, regulatory proceeding or otherwise) arising out of or
relating to the use of the Products exceed in the aggregate the
amount paid for the Products that gave rise to such claim.

Insurance

At all times you will have and maintain insurance in such quantities and
types, and with coverage sufficient and appropriate to defend and to hold
Hypertherm harmless in the event of any cause of action arising from the
use of the products.

Transfer of rights

You may transfer any remaining rights you may have hereunder only in
connection with the sale of all or substantially all of your assets or capital
stock to a successor in interest who agrees to be bound by all of the
terms and conditions of this Warranty. Within thirty (30) days before any
such transfer occurs, you agree to notify in writing Hypertherm, which
reserves the right of approval. Should you fail timely to notify Hypertherm
and seek its approval as set forth herein, the Warranty set forth herein
shall be null and void and you will have no further recourse against
Hypertherm under the Warranty or otherwise.

Waterjet product warranty coverage

Product Parts coverage

HyPrecision pumps 27 months from the ship date, or 24 months
from the date of proven installation, or
4,000 hours, whichever occurs first

PowerDredge 15 months from the ship date or 12 months
abrasive removal from the date of proven installation,

system whichever occurs first

EcoSift abrasive 15 months from the ship date or 12 months
recycling system from the date of proven installation,

whichever occurs first

Abrasive metering 15 months from the ship date or 12 months
devices from the date of proven installation,
whichever occurs first

On/off valve air 15 months from the ship date or 12 months
actuators from the date of proven installation,
whichever occurs first

Diamond orifices 600 hours of use with the use of a thimble
filter and compliance with Hypertherm'’s
water quality requirements

Consumable parts are not covered by this warranty. Consumable parts
include, but are not limited to, high-pressure water seals, check valves,
cylinders, bleed-down valves, low-pressure seals, high-pressure tubing,
low- and high-pressure water filters and abrasive collection bags. All
third-party pumps, pump accessories, hoppers, hopper accessories,
dryer boxes, dryer box accessories and plumbing accessories are
covered by the respective manufacturers’ warranties and not covered by
this warranty.
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Cut Charts

Overview

All of the XPR cutting processes have a unique process identification number, also called a
process ID. Each process ID aligns with a specific set of pre-programmed values in the electronic
cut chart database.

Processes IDs can be selected by:

m  Type and thickness of the metal

m  Cutting current

m  Plasma-gas and shield-gas types

m  Process category number
When you select a process ID from the CNC interface or the Operate screen in the XPR web
interface, the cutting system automatically uses the settings for that process based on the

pre-programmed values. On-screen lists of process options let you select, monitor, and control
processes from the CNC interface or the Operate screen in the XPR web interface.

Hypertherm'’s cut charts are designed to give the best quality with minimal dross. Manual selection
of process settings is not necessary in most cases. However, it is possible to use the override or
offset commands to adjust some pre-programmed settings, within limits. For information about how
to do this, refer to the instruction manual that came with your XPR cutting system.

XPR Instruction Manual 809830 15
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How to use cut charts

The cut charts in this manual are for reference purposes. Refer to the electronic cut charts that are
on your CNC interface or the Operate screen in the XPR web interface for the most reliable
process-selection options.

For information about how to find the electronic cut charts, refer to the
instruction manual that came with your CNC.

Figure 1 — Table headings from example cut chart

Worli SYSTEM SETTINGS CNC SETTINGS
rkpiece
. Arc | Transfer | Pierce | Pierce Cut Kerf
thickne i speed

iekness l:afI::turr XPR S.quld Cutflow but voltage | height | height | delay | height | compensation

pierce
Process |D . i
mm ess setting P:::m S‘I;Id mm/min | volis mm mm | seconds | mm mm

XPR cut chart terminology and process descriptions
Workpiece thickness

Workpiece thickness is the effective thickness of the metal that is being cut, measured in millimeters
(mm) or U.S. customary inches (in.).

Process Core Thickness (PCT)

The cut chart for every cutting process contains a range of possible thicknesses. Hypertherm
cutting processes are based on an optimized range of thicknesses to obtain the best overall
balance of productivity and cut quality (process category 1 for XPR). This optimized range is called
the Process Core Thickness (PCT). Thicknesses that are greater than and less than the PCT give
results that have a different balance for cut quality, cut speed, and piercing capability.

Process category numbers

The XPR cut charts have up to five process categories. Each category has a unique process
category number (1 — 5) that correlates to the performance that you can expect. The process
category number for the process that you select has an effect on the quality-speed balance.

For best results, Hypertherm recommends that you select process category number 1
whenever possible. Process category 1 represents an optimized thickness (or PCT) for that cut
process with the overall best balance of cut quality and cut speed.

Process selection for mild steel on page 18 and Process selection for stainless steel and aluminum
on page 22 describe the results that you can expect with different process category numbers.
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XPR Process 1D

When you select a process ID from the CNC interface or the Operate screen in the XPR web
interface, you automatically get the optimized settings that Hypertherm recommends for that
process.

The optimized settings come from Hypertherm’s extensive laboratory tests. Because of differences
in cutting systems, metals, and consumable parts, some small adjustments to the settings can be
necessary. However, in most cases, you can expect the best results when you use the optimized
settings that come with a process ID.

Arc voltage

The arc voltage value that is in the cut charts is for reference and is estimated on an average cutting
system configuration. Lead length can have an effect on the arc voltage. If the leads for your XPR
cutting system are shorter or longer than average, it can be necessary to adjust the settings to get
the results you want.

Pierce height and transfer height

For most processes, the torch transfers the arc to the workpiece from the pierce height and then
moves to cut height after the pierce-delay time expires. For some of the thickest metals that can be
pierced, the transfer height is used to position the torch closer to the workpiece. This creates a
more reliable arc. After arc transfer, the torch moves to pierce height for piercing, followed by cut
height for cutting.

Pierce and transfer settings in the cut charts are based on the torch at a
90° angle to the workpiece.

Pierce delay time

The pierce-delay times that are in the cut charts are estimated with moderately worn consumable
parts. If your consumable parts have more or less wear, it can be necessary to adjust the settings to
get the results you want.

Consumable parts naturally deteriorate and become worn from use. As
this occurs, the time necessary to pierce the workpiece increases.

Kerf compensation

All cut charts include kerf compensation values. You can use these values with a controller to offset
the cut path and create a part of the correct size. The kerf compensation values that are in the cut
charts are estimated with new consumable parts. If your consumable parts have more wear, it can
be necessary to change the kerf-compensation setting to get the results you want.

XPR Instruction Manual 809830 17
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Process selection for mild steel

Table 1 — Expected quality-speed results in millimeters per minute (mm/min)

O2/Air

(Tr:';';"ess 50A 80A 130A 170A 220A 300A 460A

0.50 5348 XPR process category

0.55 5223 Category 3

0.60 5098 Category 1

0.70 4615 Category 2

0.80 4217 Category 4

0.90 3967 Category 5

1 3604

1.2 2847

1.5 2198 *N, used as shield gas

1.6 2023 tArgon-assisted piercing

2 1490 #Argon-assisted cutting

2.4 1358 | 4354

25 1325 | 49262 Argon-assist technology
for thicker piercing and
thicker severance
cutting is available with
the CorePlus, VWI, and
OptiMix gas connect
consoles.
The process engineers
at Hypertherm

Associates work to
optimize a range of
thicknesses that give the
best overall balance of
productivity and cut
quality for a wide range
of processes. This
optimized range is called
the Process Core
Thickness (PCT).
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Thickness
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30A 50 A 80A 130A 170A 220A
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152 158

Cut Charts

XPR Instruction Manual 809830

19



Cut Charts

Table 2 — Expected quality-speed results in inches per minute (in/min)

0,/0, O,/Air

Z:f;k"ess 30 A 80A 130A 170A 220A 300A 460A

26GA 215 XPR process category

24GA 200 Category 3

22GA 170 Category 1

20GA 155 Category 2

18GA 110 Category 4

16GA 85 Category 5

14GA 60

12GA 50 155 225
*N, used as shield gas
tArgon-assisted piercing
*Argon-assisted cutting

Argon-assist technology
for thicker piercing and
thicker severance
cutting is available with
the CorePlus, VWI, and
OptiMix gas connect
consoles.

The process engineers
at Hypertherm
Associates work to
optimize a range of
thicknesses that give the
best overall balance of
productivity and cut
quality for a wide range
of processes. This
optimized range is called
the Process Core
Thickness (PCT).
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Table 3 — Process category options and expected quality-speed results for mild steel processes

XPR process category

Number Condition Description

(o IVE1[13Y

Process Core
Thickness
(PCT)

Best overall balance of
productivity and cut quality

The process is optimized for this
thickness

Virtually dross free

Very good

Very good

Thicker than
PCT

Thinner than
PCT

Good choice when cut-edge
quality is more important than
speed

Some low-speed dross

Good choice when speed is more
important than cut-edge quality

Virtually dross free

Very good to
excellent

Lower

Lower

Higher

Edge start for
most processes

Edge start is necessary with the
exception of argon-assist
processes

Thick, low-speed dross is
possible

Good

Low

H -

Severance

Maximum thickness for these
processes

Edge start is necessary
Cut speeds are very slow

In most cases, expect speeds less
than 254 mm (10 in.) per minute

Cut-edge quality can be rough
Significant dross

Thick-metal cutting technologies
can be necessary

Very low

Very low

Pierce and transfer settings in the cut charts are based on the torch at a 90° angle to the workpiece.

In general, Hypertherm recommends lower-amperage processes for the
best cut-edge quality, and higher-amperage processes for the best
dross-free cutting. When speed is more important than quality use a
higher-amperage process. Refer to the cut charts for guidance.
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Process selection for stainless steel and aluminum

Table 4 — Process recommendations for stainless steel and aluminum

Type of metal and process
Workpiece thickness
Stainless steel Aluminum
1 0.036
40 A N,/Ny* 40 A Air/Air
3 0.105
3.5 0.125 60 A Air/Air*
60 A No/N,*
5 0.188 60 A N,/N,*
6 0.250
80 A F5/N,* 80 A N,/H,O
10 0.375
12 0.500 130 A Hy-mix/N,* 130 A Ny/H,O
16 0.625 170 A H,-mix/N,* 170 A N,/H,0O
20 0.750 170 A N,/H,O
300 A H,-mix/N,*
25 1.000
32 1.250
300 A N,/H,O
38 1.500
460 A H,-mix/N,
50 2.000**
64 2.500** 460 A H,-mix/N,
Edge start Stainless steel Aluminum
75 3.000
460 A H,-mix/N, 460 A H,-mix/N,
90 3.500
100 4.000%**
460 A H,-mix/Ar Not recommended
130 5.000***

N,/H,O gives very good results when cutting stainless steel. Make sure to use the correct pierce technique when
using N,/H,O for stainless steel cutting because the cooling effects of water can cause puddles to get larger as
the metal solidifies.

** Argon-assisted piercing.

*** Argon-assisted cutting.

HyDefinition® inox (HDi) vented processes

Cut charts for HyDefinition vented processes are developed on SAE grade 304L stainless steel.
When cutting other grades of stainless steel, adjustments can be necessary to get the best cut
quality.
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If you decide that it is necessary to adjust a pre-programmed setting, use the override or offset
commands to make incremental changes to the original value. For information about how to do this,
speak with your cutting machine supplier or regional Hypertherm Technical Service team.

Table 5 — Expected quality-speed results, based on process category, for stainless steel and aluminum

Process
category
number

Process category
condition

Category description

Quality

Speed

Category 1

Process Core
Thickness (PCT)

When possible, select Category 1 for
optimal edge quality and speed, with
minimal dross.

The process is optimized for this thickness.
Expect cut speeds that range from

1,016 mm/min — 3,048 mm/min

(40 in/min = 120 in/min).

Dross free, in most cases.

Very good to
excellent

Very good

Category 2

Thicker than PCT

In most situations, you can expect square
cut edges with sharp top edges.

Darker edge color is possible with stainless
steel.

Expect cut speeds that are slower than
1,016 mm/min (40 in/min).

Expect some dross.

Good to very
good

Lower

Category 3

Thinner than PCT

Select Category 3 when speed is more
important than edge quality.

Expect cut speeds that are faster than
3,048 mm/min (120 in/min).

Expect some dross.

Lower

Higher

Category 4

Edge start Only

Edge start is necessary.

Darker edge color is possible with stainless
steel.

Thick dross is possible.

Good

Low

Category 5

Severance

This is the maximum thickness for these
processes.

Edge start is necessary.

Expect cut speeds that are slower than
250 mm/min (10 in/min).

Cut-edge quality can be rough.
Expect significant dross.

Thick-metal cutting techniques can be
necessary.

Very low

Very low

XPR Instruction Manual

809830
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Gas connect console capabilities by type

Vented Water

- ™
Gases / fluid el Injection™ (VWI)

OptiMix™

0, N, Air

om0 ) ] ]
F5, Ar, H,0 — — .

H,-N,-Ar mixing — — —

Core gas connect console

Gives excellent mild steel cutting performance and very good to excellent angularity and edge finish
on stainless steel up to 12 mm (0.5 in.). The N, HDi process keeps air from mixing in the plasma gas
for a brighter edge finish.

CorePlus gas connect console

Includes all the capabilities of the Core gas connect console, plus argon marking and argon-assist
technology for thicker piercing and thicker severance cutting.

Vented Water Injection (VWI) gas connect console
Includes all the capabilities of the Core and CorePlus gas connect consoles, plus very good to
excellent stainless steel and aluminum cutting from the addition of F5 HDi processes and patented
Vented Water Injection (VWI).

OptiMix gas connect console
Includes all the capabilities of the Core, CorePlus, and VWI gas connect consoles, plus 3-gas

(H,-N,-Ar) mixing that gives the most options for very good to excellent stainless steel and
aluminum cutting.
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Processes when the torch is perpendicular to the workpiece

Many cutting processes and all piercing and marking processes use a perpendicular torch position,
with the torch at a 90° angle to the workpiece.

Cutting processes

During cutting processes, the plasma arc goes through the full thickness of the workpiece. The
length and shape of the cut is based on the path and duration of torch movement.

Marking processes

Marking processes use argon (Ar) or nitrogen (N,) to make marks on the workpiece, without
piercing or cutting through it. Marking a workpiece for secondary operations, such as bending or
drilling or for alpha-numeric part identification, are examples of marking processes.

With argon marking, the type of metal, its thickness, and surface finish have an effect on marking
quality. Torch speeds and current levels also have an effect:
m  Slower torch speeds and higher currents make deeper marks.

m  Faster torch speeds and lower currents make shallower marks.

Poor quality marking or burn-through can occur when the workpiece is
less than 1.5 mm (0.06 in. or 16 GA).

Piercing processes

Piercing processes penetrate the full thickness of the workpiece. Piercing is also the first action
involved in cutting a part. Use edge starts if piercing is not possible.

Bevel cutting

During bevel cutting, the torch is at an angle, not perpendicular, to the workpiece. The angle of the
torch has an effect on the bevel angle that is cut.

The torch and consumable parts are designed so that the torch position can range from 0° — 52°
while the torch tip remains the closest point to the workpiece. If you need an angle of more than 52°,
move the torch up and away from the workpiece to increase the clearance.
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Figure 2 — Example orientation of a torch during bevel cutting

o

Perpendicular line: The imaginary line that is at a
90° angle to the workpiece.

Bevel angle: The angle between the center line of
the torch and an imaginary line that is
perpendicular to the workpiece.

Cut height: The linear distance from the center of
the torch to the workpiece surface along the torch
center-line. For optimal results, select a cut height
that is based on an “effective thickness” value in
the cut charts.

If a specific cut height is inconsistent with a
clearance requirement, select a slightly higher cut
height to prevent torch collisions.

Cone angle: All XPR torches have a 76° cone
angle that makes it possible to tilt or position the
torch up to 52°. If you need an angle of more than
52°, move the torch up and away from the
workpiece to increase the clearance.

Torch center line: The imaginary line along the
central axis of the torch.

Clearance: The vertical distance from the lowest
point of the torch to the surface of the workpiece.
Make sure that the distance is at least

2 mm — 3 mm (0.080 in. — 0.120 in.) to decrease
torch contact with any slag on top of the
workpiece.

Nominal thickness: The vertical thickness of a
workpiece. This is the thickness of the workpiece
that the plasma arc cuts, marks, or pierces.

Effective thickness: The distance that the plasma
arc travels through the workpiece during cutting.
This value is equal to the nominal thickness,
divided by the cosine of the bevel angle.

Arc voltage settings for bevel cutting are based on the torch position,
workpiece thickness, cut speed, and effective cut height. For this reason,
cut charts only include arc voltages for perpendicular-position cutting.

Cut charts for bevel cutting and bevel-compensation tables

All consumable processes are capable of up to 52° bevel cuts. Choose bevel-cutting settings from
the cut chart, based on the effective thickness of the bevel cut through the workpiece.

26
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It can be necessary to compensate the arc voltage, based on the effective
cut height and thickness.

For the best bevel-cutting results, Hypertherm recommends the use of its True Bevel™ technology.
With True Bevel technology, you get the cutting settings designed for the selected bevel angles and
part sizes. For more information, refer to True Bevel technology — XPR bevel compensation charts

(809890) and Torch geometry for bevel cutting on page 167.

Hypertherm's True Bevel software has specialized cut charts called “bevel-compensation tables.”
They are designed to give the best results on mild steel with minimal operator intervention.

For information about how to find and use the bevel-compensation tables, refer to the instruction
manual that came with your CAM software.

Hypertherm’s ProNest™ software also includes bevel-compensation tables.

For information about CNC-compatibility requirements and how to use
bevel-compensation tables with non-Hypertherm CNCs, contact your
cutting machine supplier or regional Hypertherm Technical Service team.

Recommendations to get the results you want

Troubleshooting dross

m  Dross is more usual on a hot workpiece.

o The first cut in a series often produces the least dross. You can expect more dross with

more cuts.

m  Changes in shield flow can have an effect on dross formation on non-ferrous metals.

Problem

Cause*

Solution

On mild steel, low-speed dross is heavier,
but easy to remove.

The plasma arc can move ahead of the
torch when the torch speed is too slow.

Increase the torch speed.

On mild steel, high-speed dross is finer,
but difficult to remove.

The plasma arc can lag behind the torch
when the torch speed is too fast.

Decrease the torch speed.

* Worn or damaged consumable parts can cause intermittent dross.

General recommendations

= You can decrease unwanted results and extend the life of consumable parts by using the
optimized settings that Hypertherm recommends.

O Always start with the optimized settings. In most cases, the settings that come with a
process |ID give the best results.

O If you decide to adjust an optimized setting, use the offset or override commands to
make incremental changes, within limits. Refer to Process ID offsets / overrides in the
instruction manual that came with your cutting system.

XPR Instruction Manual 809830
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m  Keep the torch away from the workpiece during cutting. If the torch touches the workpiece it
can damage the torch nozzle and shield. Damage to the surface of the workpiece is also
possible if the torch touches the workpiece during cutting.

m  Make sure to obey all recommendations for usual cutting system maintenance.

m  Make sure to do routine service and maintenance to the drive system and rails. Unsteady
drive systems and rail movement can make torch motion unsteady and cause irregular cut
patterns. Refer to the instruction manual that came with your cutting machine or cutting
table for information about how to do this.

Recommendations for perpendicular-position cutting

m  Always start with the optimized settings for piercing the thickness of the workpiece that you
want to cut.

m  Make sure that the torch is at a 90° angle to the workpiece for perpendicular-position
processes.

= Avoid firing the torch in the air. It is acceptable to begin a cut at the edge of the workpiece.
m  Avoid lead-outs that move away from the workpiece and stretch the plasma arc.
m Do these steps to avoid the loss of a transferred plasma arc:

a Complete every cut with the plasma arc still attached to the workpiece. Refer to
Automatic ramp-down error protection in the instruction manual that came with your
XPR cutting system.

0 Decrease the cutting speed when the end of the cut is near.

a Stop the plasma arc before the part is completely cut. Let the cut complete during ramp
down.

a Send the path of the torch to the scrap area for ramp down.
Recommendations for piercing

m  Always start with the optimized settings for piercing the thickness of the workpiece that you
want to pierce.

m  Use the recommended settings for transfer height and pierce.

m  Use the recommended settings for torch movement. If torch movement occurs too soon, the
plasma arc cannot penetrate the workpiece. If torch movement delays too long, the
pierce-hole size can increase, which can cause the loss of the transferred arc.

m  Use a lead-in distance that is approximately the same thickness as the workpiece to be
pierced.

o For example, for 50 mm (2 in.) workpiece use a 50 mm (2 in.) lead-in.

m  Keep the torch above cut height until it moves away from the puddle of molten metal created
by the pierce. Puddle avoidance decreases shield damage.

a If the torch is too close to the workpiece, damage can occur to the consumables parts
and torch.

28
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m [ it is difficult to pierce the workpiece because of the metal type or thickness:

O Increase the shield pierceflow if this function is available with your CNC.

For this function to work, the shield-pierce signal must be enabled. For
information about how to use the shield-pierce signal, refer to the
instruction manual that came with your CNC.

o Use a “moving” or “flying” pierce technique, but only if you are an experienced

operator.

With a “moving” or “flying” pierce technique, torch motion starts
immediately after arc transfer and during piercing. Do not attempt this
technique unless you are an experienced operator. Damage to the
torch, lifter, or other system components is possible.

a Choose an argon-assist process to pierce a workpiece that is thicker than 45 mm
(1.75 in.) for mild steel. Argon-assist processes are available with CorePlus, VWI, and
OptiMix gas connect consoles.

Hypertherm's shield pierceflow technology can decrease timing and torch-height problems that can

have a bad effect.

Shield pierceflow technology

Pierce delay settings

The operator selects the time (in seconds) necessary to pierce through
the full thickness of the workpiece.

The operator uses the CNC interface or the Operate screen in the XPR
web interface to enter the settings.

Shield pierceflow signal

This signal starts the shield pierceflow function.

This signal must start with the Plasma Start command. Refer to Wait for
start state (5) in the instruction manual that came with your cutting system.

For information about commands and signals, refer to the CNC
Communication Protocol for the XPR Cutting System (10085793).

Shield pierceflow setting

This setting is used during pierce operations.
This setting is active until pierce delay expires.
This setting can be offset or overridden.

Recommendations for marking

m  Always start with the optimized settings.

m  For better results, alternate marking and cutting processes. Marking the entire nest before
cutting can reduce the life of consumable parts.

XPR Instruction Manual 809830
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Recommendations for bevel cutting

When possible, pierce with the torch at a 90° angle to the workpiece and then tilt the torch.
Limit tilt rotation speed if necessary.

Maintain 2 mm — 3 mm (0.08 in. — 0.12 in.) of clearance between the torch and the
workpiece.

Use the effective thickness of the workpiece to select cut speed.
True Bevel™ technology gives you flexible and adjustable

bevel-compensation cut charts or process-parameter tables that
automatically compensate for torch height and cut speed.

Processes for special applications

Underwater cutting

& WARNING

UNDERWATER CUTTING CAN CAUSE AN EXPLOSION

Underwater cutting with fuel gases or underwater cutting of non-ferrous alloys can cause
an explosion.
* Do NOT cut under water with fuel gases (H,-mix) or F5.

= Do NOT cut non-ferrous alloys under water or on a water table, unless you can prevent the
accumulation of hydrogen gas.

Failure to remove accumulated hydrogen gas can result in an explosion during cutting
system operation.

Underwater cutting can suppress the acoustical noise, smoke, and glare that plasma cutting makes.

You can expect the acoustical noise levels to average less than 70
decibels for many processes during underwater cutting of workpieces
that are up to 75 mm (3 in.) below the water surface.

Underwater cutting also decreases the heat-affected zone on the workpiece. Decreased cutting
speeds and a rougher cut-edge with increased dross are also possible during underwater cutting
on mild steel.

Make sure to obey these conditions for underwater cutting:

Do not cut under water with fuel gases (H,-mix) or F5. An explosion can occur.

Do not cut non-ferrous alloys under water or on a water table unless you have installed the
correct safety equipment from your table manufacturer or cutting machine supplier.

Before cutting non-ferrous alloys, speak with your cutting machine supplier, the table
manufacturer, and other experts to make risk-assessment and risk-mitigation plans that
control the risk of explosion from hydrogen accumulation.

30
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m Do not cut a workpiece that is more than 75 mm (3 in.) below the surface of the water. It
can have a bad effect on cutting system performance.

m Do not use True Hole® processes underwater. True Hole processes are not compatible with
underwater cutting.

True Hole cutting on a water table is possible only if the surface of the
water is lowered to at least 25 mm (1 in.) below the bottom surface of
the workpiece. For information about True Hole processes, contact your
cutting machine supplier or regional Hypertherm Technical Service team.

m  Make sure that the torch is at a 90° angle to the workpiece.

m  Make sure that preflow is ON during initial height sense (IHS) for all underwater cutting.

Use the CNC or XPR web interface to enable initial height sense (IHS).
For information about how to do this, see the instruction manual that came
with your CNC.

m  Make sure that ohmic contact is OFF for all underwater cutting.

For information about how to disable ohmic contact, see the instruction
manual that came with your CNC.

Underwater cut charts are listed by amperage with the ferrous and stainless steel cut charts.
Underwater cut chart settings are available for:

m  Ferrous processes 80 A and above

m  Non-fuel gas stainless steel processes 80 A and above
Mirror-image cutting

Consumable parts for mirror-image cutting are available for all processes. They include a specific
swirl ring and shield that causes the gases to swirl in the opposite direction. When the gases swirl
in the opposite direction, the “good side” of the cut is on the left side of the torch.

Consumable parts for mirror-image cutting are usually used to cut a “left-handed” version of a
“right-handed” part. Consumable parts for mirror-image cutting use the same settings as the
consumable parts for standard processes.

Refer to the Torch and consumables catalog (880620) for information
about consumable parts that are available for mirror-image cutting.
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Install the consumable parts

Make sure that the consumable parts are installed correctly on the torch.

& WARNING

2\ ELECTRIC SHOCK CAN KILL

Disconnect electric power before doing installation or maintenance.

The line-disconnect switch must REMAIN in the OFF position until all of the
ﬁ installation or maintenance steps are complete.

Refer to the Safety and Compliance Manual (80669C) for more safety
information.

& NOTICE

\
Yrare

A LOOSE OR OVERTIGHTENED ELECTRODE CAN CAUSE DAMAGE TO THE TORCH
If you do not correctly install and tighten the electrode, torch damage can occur.

A tool is necessary to correctly install and tighten the torch electrode. Do not use your hands.
Hypertherm recommends tightening the electrode to a torque of 2.3 N'm — 2.8 N-m (20 Ibfiin — 25 Ibfin).

1. Remove the power from the cutting system:
a. Set the line-disconnect switch to the OFF position.

b. Make sure that the power-indicator LED is not illuminated on the plasma power supply or
other system components.

2. Select the best consumable parts for your cutting or marking application.
3. Apply a thin layer of silicone lubricant to each O-ring on all consumable parts.

Make sure that the O-rings are shiny. However, too much lubricant can
prevent gas flow. Remove unwanted lubricant if found.

4. Remove the torch from the torch receptacle.
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5. Use a clean, lint-free cloth to clean the internal and external surfaces Figure 3 — Clean the
of the torch as shown in Figure 3. torch surfaces

6. Install the consumable parts on the torch as shown in Figure 4.

Figure 4 — Install the consumable parts on the torch

7. Install the torch in the torch receptacle. Refer to Install the torch in the torch receptacle on
page 34.
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Install the torch in the torch receptacle

Make sure that the torch is correctly installed in the torch receptacle.

& WARNING

-0
?\ ELECTRIC SHOCK CAN KILL

Disconnect electric power before doing installation or maintenance.

The line-disconnect switch must REMAIN in the OFF position until all of the
P @j installation or maintenance steps are complete.

Refer to the Safety and Compliance Manual (80669C) for more safety
information.

& NOTICE

@\

A LOOSE OR OVERTIGHTENED ELECTRODE CAN CAUSE DAMAGE TO THE TORCH
If you do not correctly install and tighten the electrode, torch damage can occur.

A tool is necessary to correctly install and tighten the torch electrode. Do not use your hands.
Hypertherm recommends tightening the electrode to a torque of 2.3 N-m — 2.8 N-m (20 Ibf-in — 25 Ibfin).

Figure 5 — Torch receptacle connections

1 Pilot arc 4 Shield gas
2 Coolant return 5 Coolant supply
3 Ohmic 6 Plasma gas
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1. Apply a thin layer of silicone lubricant to the four O-rings that are in the torch body. Do not apply

silicone to the brass electrical connectors.

Make sure that the O-rings are shiny. However, too much lubricant can
prevent gas flow. Remove excess lubricant if found.

2. Install the torch in the torch receptacle:

a. Turn the torch body up with light force until you feel the torch body engage into position in
the torch receptacle.

b. Use your hands to tighten the torch-coupler nut until the coupler nut cannot turn. Do not use
tools to tighten the torch-coupler nut.

3. Make sure that the torch body is fully installed in the torch receptacle and that there is no space
between the torch body and torch receptacle.

/N

XPR
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Cut charts

Cut charts for ferrous (mild steel) processes - above water

Mild steel - 30 A - 0, Plasma / 0, Shield - ahove water (Core™, CorePlus™, YWI™,
OptiMix™)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420228 420365 420225 420407 420222 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N, 0,
Pre flow 20/ 43 19/40
Pierce flow - 38/80
Cut flow - 27 /58
Metric
_ SYSTEM SETTINGS CNC SETTINGS
Wt!rkplece Arc  Transfer Pierce  Pierce Cut Kerf
thickness cat[:a I;tury XPR :il::(!: T s voltage | height | height | delay height | compensation
mm Process ID setting S S mm/min |~ volts = mm mm | seconds mm mm
gas gas
0.5 3 1051 28 76 24 | 5348 106 | 254 254 041 @ 1.27 15
08 3 1051 28 76 24 | 4217 107 254 254 02  1.27 15
1 3 1051 28 76 24 | 3604 108 | 254 254 03 @ 1.27 1.6
| 12 | 3 1051 28 76 24 | 2847 109 254 254 03 127 15
15 3 1051 28 76 24 | 2198 111 | 254 254 03 @ 1.27 1.6
| 2 | 3 1051 28 76 24 | 1490 116 305 305 04 152 17
2.5 3 1051 28 76 24 | 1325 116 3.05 3.05 0.4  1.52 17
| 3 | 1 1051 28 76 24 | 1153 117 305 805 05 152 18
4 2 1051 28 76 24 | 908 120 3.37 337 0.6 @ 1.52 1.9
5 2 1051 28 76 24 | 726 128 388 388 07 152 20
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Mild steel - 30 A - 0, Plasma / 0, Shield - ahove water (Core, CorePlus, YWI, OptiMix)

(continued)
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - - -
thickness Cut XPR s_mem Cutflow Cut speed Arc Tral_lsier Pn?rce Pierce G_ut Kerf _
category rocess |0 PIETCe | Plasma  Shield voltage = height height  delay  height ~ compensation
in. : setting gas gas in/min | volts in. in.  seconds in. in.
26 GA
3 1051 28 76 24 215 106 0.100 0.100| 0.1 0.050 0.06
(0.018)
ot (1 3 1051 28 76 24 200 106 0.100 0.100 0.1 0.050 0.06
(0.024) : : : : '
22 GA
(0.030) 3 1051 28 76 24 170 107 |0.100  0.100| 0.2 |0.050 0.06
20 GA
3 1051 28 76 24 155 108 0.100 0.100 0.3 0.050 0.06
(0.036)
18 GA 3 1051 28 76 24 110 109 |0.100  0.100, 0.3 0.050 0.06
(0.048) ' ’ ' ' '
U3 G 3 1051 28 76 24 85 111 1 0.100 0.100 0.3 0.050 0.06
(0.060) ' ' ' ' :
14 GA 3 1051 28 76 24 60 116 /0.120/0.120 0.4 0.060 0.07
(0.075) ' ' ' ' '
12 GA
3 1051 28 76 24 50 116 0.120 0.120 0.4 0.060 0.07
(0.105)
10 GA 1 1051 28 76 24 40 118 /0.120/0.120 0.5 0.060 0.07
(0.135) ' ’ ' ' '
3/16
2 1051 28 76 24 30 122 0.150 0.150 0.7 0.060 0.08
(0.188)
Marking
Cutfl i i
Plasma gas = Shield gas | Process ID Mark current oW : Mafkmg Marking Arc voltage = Mark widths
Plasma gas = Shield gas height speed
. 6350
Metric N, N, 8001 15 10 10 2.54 mm . 118V 1.9 mm
mm/min
. . 250 .
English N, N, 8001 15 10 10 0.100in. | . . 118V 0.07 in.
in./min
Cutfl i i
Plasma gas = Shield gas | Process ID Mark current oW : Mafkmg Marking Arc voltage = Mark widths
Plasma gas = Shield gas height speed
. . 2540
Metric Ar Air 9010 90 10 2.54 mm . 85V 1.00 mm
mm/min
. . . 100 .
English Ar Air 9010 90 10 0.100in. | . . 85V 0.04 in.
in./min
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Mild steel - 50 A - 0, Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)

1) ek —o

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420237 420365 420234 420233 420231 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N, 0, Air

Pre flow 20/ 42 - 35/74

Pierce flow 20/ 42 - 35/74

Cut flow - 14/ 30 32/68

Metric

_ SYSTEM SETTINGS CNC SETTINGS

W(!rkplece Arc  Transfer Pierce = Pierce Cut Kerf

thickness cati l:ury XPR ﬁi'::[:: DT TS voltage | height = height ~ delay | height = compensation
mm Process ID setting PR | et mm/min  volts mm mm  seconds =~ mm mm

gas gas

2.4 3 1060 = 50 72 | 44 | 4354 113 3.05 3.05 04 152 1.5
25 3 1060 50 72 44 | 4262 1183 305 805 04 152 15
3 3 1060 = 50 72 | 44 | 3820 113 3.05 3.05 05  1.52 15
35 1 1060 50 72 44 | 3616 112 305 805 05 152 15
4 1 1060 = 50 72 | 44 | 3144 113 3.05 3.05 05  1.52 1.6
5 1 1061 50 72 30 [ 2822 115 805 805 05 152 17
6 2 1061 50 72 | 30 | 1919 117 4.06 406 06  2.03 17
7 2 1061 50 72 30 | 1622 119 4.06 406 06 203 18
8 2 1061 50 72 | 30 | 1369 120 4.06 4.06 07  2.083 1.8
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Mild steel - 50 A - 0, Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)

(continued)
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece = . -
thickness Cut XPR S_Iueld Cutflow Gut speed Arc Tral_lsfer Plgrce Pierce G_ut Kerf _
category rocess |0 Mierce | Plasma  Shield voltage  height | height = delay | height  compensation
in. g setting gas gas in/min | volts in. in. seconds in. in.
12 GA 3 1060 50 72 44 155 113 0.120/0.120 0.4 0.060 0.06
(0.105)
10 GA
1 1060 50 72 44 145 112 0.120 0.120 0.5 0.060 0.06
(0.135)
3/16 1 1061 50 72 30 95 114 0.120/0.120 0.5 0.060 0.07
(0.188) ' ’ ' ' '
(3/245) 2 1061 50 72 30 70 118 0.160 0.160 0.6 0.080 0.07
5/16 2 1061 50 72 30 55 120 0.160/0.160 0.7 0.080 0.07
(0.313) ’ ' ' ’ '
Marking
Cutfl i i
Plasma gas = Shield gas | Process ID Mark current ! uw. Mafkmg Marking Arc voltage = Mark widths
Plasma gas = Shield gas height speed
. 6350
Metric N, N, 8001 15 10 10 2.54 mm . 118V 2.0 mm
mm/min
. . 250 .
English N, N, 8001 15 10 10 0.100in. | . . 118V 0.08 in.
in./min
Cutfl i i
Plasma gas = Shield gas | Process ID Mark current ! uw. Mafkmg Marking Arc voltage = Mark widths
Plasma gas | Shield gas height speed
. . 2540
Metric Ar Air 9018 12 70 10 2.54 mm . 81V 1.3 mm
mm/min
. . . 100 .
English Ar Air 9018 12 70 10 0.100in. | . . 81V 0.05 in.
in./min
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Mild steel - 80 A - 0, Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)

AP e—m

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420246 420365 420243 420242 420240 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, 0, Air
Pre flow 38/80 - 49 /105
Pierce flow - 38/80 49 /105
Cut flow - 24 /52 46 /98
Metric
. SYSTEM SETTINGS CNC SETTING
Workpiece - .
thickness Cut XPR s!‘i"'d Cutflow Cut spead Arc Tral_lsfer Pn_arce Pierce G_ut Kerf _
category D pierce  Plasma  Shield voltage | height = height = delay = height  compensation
mm setting gas gas | mm/min  volis mm mm | seconds  ~mm mm
3 3 1001 18 82 72 5582 114 | 4.06 @ 4.06 0.2 2.03 1.8
4 3 1002 18 82 68 | 4303 114 406 406 02 @ 208 1.8
5 3 1002 18 82 68 3774 114 | 4.06 @ 4.06 0.2 2.03 1.8
6 1 1003 18 82 56 | 3048 116 4.06 4.06 0.3 2.03 1.9
7 1 1003 18 82 56 2648 117 4.06 | 4.06 0.3 2.03 1.9
8 1 1004 18 82 52 | 2417 118 406 406 04 203 2.0
9 1 1004 18 82 52 2081 119 | 4.06 @ 4.06 0.5 2.03 2.1
10 1 10056 18 82 46 | 1807 121 487 437 05 2.083 2.1
12 2 1005 18 82 46 | 1405 | 1283 | 5.08 | 5.08 0.7 2.03 2.3
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Mild steel - 80 A - 0, Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)
(continued)

English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - . .
thickness Cut XPR s!"em Cutflow Gut spoed Arc Tral_lsfer Plgrce Pierce G_ut Kerf _
category rocess || PIErce  Plasma  Shield voltage | height  height = delay = height = compensation
in. : setting gas gas | in/min  volts in. in.  seconds in. in.
10 GA 3 1001 18 82 72 180 114 | 0.160 0.160 | 0.2 | 0.080 0.07
(0.135)
3/16
3 1002 18 82 68 155 114 0.160 0.160 0.2 | 0.080 0.07
(0.188)
((1)/;5) 1 1003 18 82 56 110 117 | 0.160 0.160| 0.3 | 0.080 0.07
5/16
1 1004 18 82 52 96 118 0.160 0.160 0.4 0.080 0.08
(0.313)
3/8 1 1005 18 82 46 75 120 | 0.160 0.160| 0.5 | 0.080 0.08
(0.375) ' ) ) ' )
((1)/2) 2 1005 18 82 46 55 123 0.200 0.200 0.7 @ 0.080 0.09
Marking
Cutflo i i
Plasma gas  Shield gas = Process ID | Mark current oW - Mafkmg LT Arc voltage | Mark width
Plasma gas = Shield gas height speed
. 6350
Metric N, N, 8001 15 10 10 2.54 mm . 118V 1.9 mm
mm/min
. . 250 .
English N, N, 8001 15 10 10 0.100in. . . 118V 0.07 in.
in./min
Plasma gas  Shield gas = Process ID | Mark current Cutfiow T LT Arc voltage | Mark width
J : Plasma gas = Shield gas = height speed g
. . 2540
Metric Ar Air 9001 15 50 10 3.05 mm . 78 V 1.4 mm
mm/min
. . . 100 .
English Ar Air 9001 15 50 10 0.120 in. /min 78 V 0.06 in.
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Mild steel - 130 A - 0, Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)

Cut charts

@:[mﬂ:ﬁ)j

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420255 420365 420252 420242 420249 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, 0, Air
Pre flow 33/69 - 85/180
Pierce flow - 31/65 82/173
Cut flow - 31/65 92 /195
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece ; .
thickness Cut XPR S.hield Cutflow Cut speed Arc Trallwfer Plgrne Pierce [:.ut Kerf .
category process 1D pierce  Plasma ~Shield voltages  height = height = delay | height = compensation
mm setting  gas gas | mm/min  volts mm mm seconds mm mm
3 3 1101 37 92 45 | 6502 134 508 508 0.1 254 2.2
4 3 1101 37 ‘ 92 45 | 5557 134 530 | 5.30 0.1 2.65 ‘ 2.2
5 3 1101 37 92 45 | 4681 134 559 | 5.59 0.2 2.79 2.3
6 1 1102 37 ’ 92 27 | 4036 @ 135 559 | 5.59 0.3 2.79 ‘ 2.3
7 1 11083 37 92 82 | 3602 134 5.80 | 5.80 0.3 2.79 2.3
8 1 11083 37 ’ 92 82 | 3282 134 6.10 6.10 0.3 2.79 ‘ 2.4
10 1 1104 37 92 77 | 2680 136 6.25 6.25 0.4 2.79 2.5
12 1 1105 37 ‘ 92 72 | 2200 137 6.60 | 6.60 0.5 2.79 ‘ 2.6
15 2 1105 37 92 72 1665 142 7.62 7.62 0.7 3.81 2.8
20 2 1105 37 ’ 92 72 1044 = 149 7.62 7.62 1.1 3.81 ‘ 3.3
25 2 1105 37 92 72 546 162 7.62 7.62 1.7 4.03 4.0
30 4 1106 37 92 58 | 484 165 £d9e Edge 54 5y 4.4
start start
32 4 1106 37 92 58 | 398 165 FEd9e Edee 45 457 46
start start
38 5 1107 a7 92 50 | 256 174 FEd9e Edge 5 gy 5.7
start start
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Mild steel - 130 A - 0, Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)
(continued)

English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - - .
thickness Cut XPR s!"em Cutflow Cut speed Arc Tral_lsfer Pn?rce Pierce c_ut Ker _
category rocess |p | PiETce | Plasma  Shield voltage  height = height = delay  height  compensation
in. s setting | gas gas | in/min | volts in. in.  seconds in. in.
10 GA 3 1101 37 92 45 240 134 | 0.200  0.200 | 0.1 0.100 0.09
(0.135)
3/16
3 1101 37 92 45 190 134 0.220 0.220 0.2 | 0.110 0.09
(0.188)
((1)/;5) 1 1102 37 92 27 150 135 | 0.220 | 0.220 | 0.3 | 0.110 0.09
5/16
1 11083 37 92 82 130 134 0.240 0.240 0.3 | 0.110 0.09
(0.313)
3/8 1 1104 37 92 77 110 136 | 0.240 | 0.240 0.3 | 0.110 0.10
(0.375) . . . . )
((1)/5) 1 1105 37 92 72 80 138 0.260 0.260 0.5 | 0.110 0.10
5/8 2 1105 37 92 72 60 144 | 0.300 0.300 0.7 |0.150 0.11
(0.625) ’ ' ' ’ '
3/4
(0.75) 2 1105 37 92 72 45 147 | 0.8300 0.300 1.0 | 0.150 0.12
(1) 2 1105 37 92 72 20 164 | 0.300 | 0.300 1.8 |0.160 0.16
1-1/4 Edge ' Edge v
(1.25) 4 1106 37 92 58 16 165 start  start 0.3 0.180 0.18
112 5 4107 a7 92 50 | 10 174 Fd9e Edge .45 5180 023
(1.5) start | start
Marking
Cutfl i
Plasma gas = Shield gas | Process ID Mark current ! nw- Mafkmg Speed | Arc voltage | Mark widths
Plasma gas | Shield gas = height
. 6350
Metric N, N, 8001 15 10 10 2.54 mm . 118V 1.9 mm
mm/min
. . 250 .
English N, N, 8001 15 10 10 0.100in. | . . 118V 0.07 in.
in./min
) Cutflow Marking ;
Plasma gas = Shield gas | Process Id Mark current - . Speed | Arc voltage | Mark widths
Plasma gas | Shield gas = height
. . 2540
Metric Ar Air 9001 15 50 10 3.05 mm . 78 V 1.4 mm
mm/min
. . : 100 .
English Ar Air 9001 15 50 10 0.120 in. i /min 78V 0.06 in.
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Mild steel - 170 A 0, Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)

mm:)ﬂ:ﬁ)j

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420513 420365 420261 420260 420258 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, ' 0, hir Ar
Pre flow 23/ 49 - 78 /165 -
Pierce flow - 33/69 96 /202 67 / 140
Cut flow - 32/69 51 /108 -
Metric
_ SYSTEM SETTINGS CNC SETTINGS
Workpiece - -
thickness Cut XPR S!1ield Cutflow Cut spoed Arc Tral-lsfer Ple.rce Pierce [}.ut Kerf.
category pracess ID pler.ce Plasma = Shield voltage = height = height delay = height = compensation
mm setting gas gas mm/min | volts mm mm  seconds mm mm
6 3 1151 | 45 78 79 | 5080 126 660 660 03 279 2.7
7 3 1151 45 78 79 | 4768 127 660 6.60 03 279 2.7
3 1151 | 45 78 79 | 4288 128 660 660 03 279 2.7
10 1152 45 78 79 | 3461 128 6.60 660 03 279 2.8
12 1 1153 | 45 78 77 | 3061 129 660 660 05 279 2.6
15 [ 1 1163 45 78 77 | 2277 133 813 813 06 4.06 2.8
20 2 1153 | 45 78 77 | 1575 138 813 8.13 08 4.06 3.3
25 | 2 1153 45 78 77 | 1175 142 1016 10.16 1.0  4.32 3.6
30 2 1155 = 45 78 74 | 867 @ 144 10.16 10.16 2.4 | 3.81 4.3
82 | 2 1155 45 78 74 | 752 145 1016 10.16 3.0  3.81 4.6
34 2 1155 = 45 78 74 | 672 | 147 1016 19.05 45 @ 3.81 47
36 4 1157 30 78 74 | 592 @ 149 10.16 19.06 50  4.32 47
38 4 1157 = 30 78 74 | 512 151 10.16 19.05 6.0 4.32 47
400 4 1157 30 78 74 | 462 153 10.16 19.05 70  4.32 5.0
36 4 1156 45 78 74 | 592 149 FEdge Edge 54,4 47
start start
38 4 1155 45 78 74 | 512 151 FEd9e Edge 5., o4 47
start start
40 4 1155 45 78 74 | 462 153 FEdee Edge 54,4 5.0
start start
44 4 1156 45 78 71 | @ee 157 F£dge Edge 5., 45 5.4
start start
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Mild steel - 170 A 0, Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)

(continued)
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - . .
thickness Cut XPR s!“em cutﬂow Bullsnod Arc Tral_lsfer Pn?rce Pierce [:_ut Kerf _
category rocess D EFCe  Plasma | Shield voltage = height | height  delay ~ height = compensation
mm s setting gas gas mm/min | volts mm mm  seconds mm mm
50 5 1156 45 78 71 | 267  1e2 Ed9e Edge 55 4g9 5.9
start start
60 5 1156 45 78 71 | 152 170 FEd9e Edge 55 a5 6.9
start start
*  Argon assist.
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - . .
thickness Cut XPR s!“em Cutflow Bullsnod Arc Tral_lsfer Pn?rce Pierce [:_ut Kerf _
category rocess |0 PiETce | Plasma | Shield voltage ~ height = height | delay  height = compensation
in. | - | setting gas gas in./min volts in. in. seconds in. in.
(01 /245) 3 1151 45 78 79 200 127 1 0.260 | 0.260 0.3 |0.110 0.11
5/16 3 1151 45 78 79 170 128 0.260 0.260 0.3 0.110 0.11
(0.313) : : : : :
3/8 1 1152 45 78 79 140 128 | 0.260 | 0.260| 0.3 |0.110 0.11
(0.375) ' ' ' ’ '
(2)/2) 1 1153 45 78 77 115 129 0.260 0.260 05 | 0.110 0.10
5/8 1 1153 45 78 77 80 135 0.320 0.320 0.6 0.160 0.11
(0.625) ’ ) ' ' '
3/4
(0.75) 2 1153 45 78 77 65 137 0.320 0.320 0.8 0.160 0.13
(}) 2 1153 45 78 77 45 142 | 0.400 | 0400 | 1.0 |0.170 0.14
1-1/4
(1.25) 2 1155 45 78 74 30 145 0.400 0.400 3.0 0.150 0.18
1-3/8 |
2 1155 45 78 74 25 147 | 0.400 0.750 5.0 | 0.160 0.18
(1.375)
1-1/2¢
(1.5) 4 1157 30 78 74 20 151 0400 0.750 5.0 0.170 0.19
1-9/16¢
4 1157 30 78 74 17 153 | 0400 | 0.750 | 70 |0.170 0.20
(1.563)
112 4 4155 45 78 7 | 20 151 Fd9 Edge 5 5470 0.19
(1.5) start | start
1-3/4 Edge | Edge
(175) 4 1156 45 78 71 14 157 otart | start 0.3 |0.170 0.22
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Mild steel - 170 A 0, Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)

(continued)
English
Workniece SYSTEM SETTINGS CNC SETTINGS
lhickl; o Cut XPR Shield Cutflow Gut speed Arc Transfer | Pierce  Pierce Cut Kerf
category e |1 pierce | Plasma @ Shield voltage ~ height = height | delay  height  compensation
in. setting gas gas in./min volts in. in. seconds in. in.
2 5 | 1156 45 78 71 10  1eg F£dee Edge 5 4490 0.24
(2 start | start
2-3/8 Edge Edge
(2.375) 5 1156 45 78 71 6 170 start | start 0.5 | 0.170 0.27
*  Argon assist.
Marking
Cutflo i i
Plasma gas | Shield gas | Process ID  Mark current ‘ e ga: :hield s NIIIZ:;Ih"tg Wli:]:l::g Arc voltage | Mark widths
. | 6350
Metric N, N, 8005 18 20 15 2.50 mm mm/min 121V 2.0 mm
N | . 250 .
English N, N, 8005 18 20 15 0.100 in. i /min 121V 0.08 in.
. ‘ Cutflow Marking | Marking .
Plasma gas | Shield gas | Process ID = Mark current ‘ Plasma gas | Shield gas T Snood Arc voltage | Mark width
. . | 2540
Metric Ar Air 9008 18 55 15 2.50 mm mm/min 79V 1.9 mm
English  Ar Ar | 9008 18 55 15 0.100in. i;ﬁgn 79V | 0.08in.
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Mild steel - 220 A - 0, Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)

) a)) e

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420273 420365 420270 420406 420276 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N, 0, Air
Pre flow 20/ 46 - 71 /150
Pierce flow - 49 /103 71/150
Cut flow - 103/103 | 64/136
Metric
_ SYSTEM SETTINGS CNC SETTINGS
Workpiece . -
thickness Cut XPR S!1ield Cutflow Gut speed Arc Tral_lsfer Plgrce Pierce [:_ut Kerl_
category e—— pierce | Plasma Shield voltage = height = height = delay = height = compensation
setting gas gas mm/min | volts mm mm  seconds ~mm mm
3 1252 = 30 90 45 | 6096 155 965 9.65 0.3 | 3.05 2.9
7 3 1262 30 90 45 | 5628 155 965 965 03 @ 3.05 3.0
8 3 1252 = 30 90 @ 45 | 4908 155 965 965 0.3 | 3.05 3.1
10 3 1263 30 90 38 | 8716 154 965 965 083 305 32
12 1 1254 30 = 90 32 | 3315 155 965 965 0.4 @ 3.05 3.1
15 1 1251 30 90 26 | 2899 1556 965 9.65 05 279 32
16 1 1251 = 30 90 | 26 | 2769 155 965 9.65 05 | 279 3.3
20 1 1251 30 90 26 | 2064 158 965 965 08 305 85
25 2 1251 = 30 90 26 | 1564 160 965 965 1.1 | 3.05 3.8
30 2 12561 30 90 26 | 1156 167 965 1168 17 457 4.3
38 2 1251 = 30 90 26 | 766 176 9.65 1651 3.5 | 4.57 4.9
40 4 1255 30 90 24 | ese 17g FEdee Edee g 57 5.0
start start
50 4 1255 30 90 24 | 330 1ss F£dge Edge g5y 5.5
start start
60 5 1255 30 90 24 | 168 189 G£dge Edge g, 5y 6.0
start start
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Mild steel - 220 A - 0, Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)
(continued)

English
i SYSTEM SETTINGS
Workpiece c . c
thickness catemo XPR S!ueld utflow :
: gory process ID pierce  Plasma |~ Shield
in. setting | gas gas
((;l /245) 3 1252 30 90 45 240 155 | 0.380 | 0.380 0.3 |0.120 0.12
3/8
(0.375) 3 1253 30 90 38
(z)/g) 1 1254 30 90 32 125 155 | 0.380 | 0.380 0.4 0.110 0.12
5/8
((;3;45) 1 1251 30 90 26 85 158 | 0.380 0.380 0.7 0.120 0.14
7/8
(0.875) 1 1251 30 90 26
(1) 2 1251 30 90 26 60 160 | 0.380 | 0.380 1.1 0.120 0.15
1-1/4
(1.25) 2 1251 30 90 26
1(;1‘,___/))2 2 1251 30 90 26 30 176 | 0.380 | 0.650 3.5 |0.180 0.19
1-3/4
(1.75) 4 1255 30 90 24
2 4 1255 30 90 24 12 | 1gs Edee Edge 54180 0.22
) start | start
2-1/4
2-1/2 Edge | Edge
(2.5) 5 1255 30 90 24 6 190 start start 1.5 10.180 0.25
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Mild steel - 220 A - 0, Plasma / Air Shield - above water (Core, CorePlus, VWI, Optilix)

(continued)
Marking
Cutflo i i
Plasma gas  Shield gas | Process ID | Mark current ! w. Mafkmg L] Arc voltage | Mark widths
Plasma gas = Shield gas =~ height speed
. . 6350
Metric N, Air 8007 22 10 10 3.00 mm . 130V 2.8 mm
mm/min
. . . 250 .
English N, Air 8007 22 10 10 0.110in. | . . 130V 0.11 in.
in./min
Cutflo i i
Plasma gas  Shield gas | Process ID | Mark current ! w. Mafkmg Marking Arc voltage | Mark widths
Plasma gas | Shield gas = height speed
. . 2540
Metric Ar Air 9007 22 25 30 3.00 mm . 70V 1.8 mm
mm/min
English Ar Air 9007 22 25 30 0.110in. | . 100. 70V 0.07 in.
in./min
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Mild steel - 300 A - 0, Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)

) o)

Cut charts

@):)[D]E)ﬂ:ﬁ)j

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420491 420365 420279 420406 420276 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, 0, Air Ar
Pre flow 21 /45 - 57 /122 -
Pierce flow - 45/ 95 57 /122 75/ 155t
Cut flow 57/120* @ 45/95 73/ 154 -
Metric
] SYSTEM SETTINGS CNC SETTINGS
Workpiece : f Ac | Transfer Pi Pi Cut Kerf
thickness Cut XPR S_hleld Cutflow Cut speed rc ral_ls er |grce ierce .u er _
category rocess |0 PiETce | Plasma | Shield voltage = height | height | delay = height  compensation
mm : setting gas gas mm/min volts mm mm | seconds mm mm
10 3 1207 = 30 85 30 | 4500 147 950 950 | 0.3 @ 3.30 3.2
12* 3 1202 ] 30 85 20 | 3940 147 950 \ 950 0.4 ] 3.80 47
15 1 1201 30 90 26 | 3440 148 950 950 04  3.80 3.6
16 1 1201 30 90 26 | 3280 150 950 950 05 3.80 37
20 1 1201 30 90 26 | 2550 153 950 @ 950 0.6 | 3.30 4.2
25 1 1200 30 90 26 | 1950 155 950 950 08 3.30 4.4
30 2 1203 34 90 34 | 1530 157 | 950 1250 1.5 | 3.30 5.1
40 2 1203 34 90 34 | 940 166 950 1650 3.2 450 5.8
50* 4 1205 @ 30 85 14 560 175 9,50 33.00 8.0 @ 6.40 6.3
50* 4 1204 30 85 14 | s60 175 Edoe Edge o5 6.3
| start start
60* 4 1204 30 85 14 | 385 1g3 Edoe Edge o5 6.6
start | start
70* 5 1204 30 85 14 | 250 19o Edoe Edge o g4, 8.0
start start
80* 5 1204 30 85 14 | 165 204 Edoe Edge o 44, 9.5
start start
* N, used as shield gas.
t Argon assist.
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Cut charts

Mild steel - 300 A - 0, Plasma / Air Shield - above water (Core, CorePlus, VWI, OptilMix)
(continued)

English
. SYSTEM SETTINGS
Workpiece Cut . Cutf
thickness cate“u xpr | Shield uElow
: gory process ID pierce | Plasma  Shield
in. setting | gas gas
3/8
(0.375) 3 1207 30 85 30 180 147 | 0.380 / 0.380| 0.3 |0.130 0.13
1/2*
oo | o || o | = | - |
5/8 1 1201 30 90 26 130 151 | 0.380 | 0.380| 0.5 |0.130 0.15
(0.625) ) ' ' ) '
3/4
78 1 1201 30 90 26 90 154 | 0.380 | 0.380| 0.7 |0.130 0.19
(0.875) ) ' ' ) '
1
1 1201 30 90 26
0 | o [0 Jossofosso] 1o Jarsa oar
(11-12/54) 2 1208 34 90 34 55 163 | 0.380 | 0.500 1.8 1 0.180 0.20
1-1/2
IR 000
1-3/4*
(1.75) 2 1204 30 85 14 30 170 1 0.380 0.850 | 4.5 |0.180 0.22
' 4 1205 30 85 14
(2)
2 Edge @ Edge
(2) 4 1204 30 85 14 21 175 start start 1.5 1 0.250 0.24
2-1/4*
azm| ¢ || = | oo | o |
2-1/2* Edge @ Edge
(2.5) 4 1204 30 85 14 14 185 start start 1.5 0.180 0.27
2-3/4*
o o [oe] o [ e | o |
3* Edge @ Edge
@) 5 1204 30 85 14 7 195 start start 1.5 0.180 0.38

N, used as shield gas.

*  Argon assist.
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Cut charts

Mild steel - 300 A - 0, Plasma / Air Shield - above water (Core, CorePlus, VWI, Optilix)

(continued)
Marking
Cutflo i i
Plasma gas  Shield gas | Process ID | Mark current ! w. Mafkmg L] Arc voltage | Mark widths
Plasma gas = Shield gas =~ height speed
. . 6350
Metric N, Air 8007 22 10 10 3.00 mm . 130V 2.8 mm
mm/min
. . . 250 .
English N, Air 8007 22 10 10 0.110in. | . . 130V 0.11 in.
in./min
Cutflo i i
Plasma gas  Shield gas | Process ID | Mark current ! w. Mafkmg Marking Arc voltage | Mark widths
Plasma gas | Shield gas = height speed
. . 2540
Metric Ar Air 9007 22 25 30 3.00 mm . 70V 1.8 mm
mm/min
English Ar Air 9007 22 25 30 0.110in. | . 100. 70V 0.07 in.
in./min
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Cut charts

Mild steel - 460 A - 0, Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 520002 420365 520001 420819 420834 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N, 0, Air Ar
Pre flow 36/76 - 71/150 -
Pierce flow - 58 /122 123/260 109/ 230
Cut flow - 58 /122 97/205 | 74/157
Metric
_ SYSTEM SETTINGS CNC SETTINGS
Wu_rkplece Arc  Transfer Pierce = Pierce Cut Kerf
thickness cat[i l;tury XPR ﬁ:::[:: B3 s voltage | height = height  delay = height ~ compensation
mm Process ID setting e | AL mm/min | volts mm mm  seconds = mm mm
gas gas
12 3 1283 @ 55 73 44 | 4940 162 71 71 04 63 4.3
15 3 1283 55 73 44 | 4420 168 71 71 05 | 63 4.1
16 3 1283 @ 55 73 44 | 4220 163 71 7.1 05 6.2 4.1
20 3 1282 55 73 44 | 3140 156 72 75 07 36 44
25 1 1281 55 73 44 | 2460 161 80 99 09 @ 40 4.6
3 1 1281 55 73 44 | 2000 162 88 120 1.1 44 50
35 1 1281 55 73 44 | 1600 164 96 140 1.4 45 5.3
40 1 1281 55 73 44 | 1300 167 101 163 1.9 45 56
45 2 1284 = 55 73 44 | 1110 171 101 196 26 @ 47 5.7
50 2 1285 55 64 38 | 80 173 101 262 38 @ 6.1 6.6 |
551 4 1288 55 64 38 | 750 | 176 101 254 46 | 6.6 6.6
58 4 1288 55 64 38 | 690 178 101 264 48 70 6.9 |
60" 4 1288 55 64 38 | 640 | 180 101 254 5.1 7.4 7.1
64 4 1288 55 64 38 | 5640 183 101 254 70 @ 82 7.3 |
65 4 1288 55 64 38 | 530 184 101 254 72 82 7.3
55 4 1285 = 55 64 a8 | 750 17¢ Fdee Edge o 44 6.7
start start
60 4 1285 @ 55 64 38 | 640 180 FEd9e Edge o, oy 7.1
start | start
64 4 1285 = 55 64 38 | 540 183 Fdoe Edge ., g5 7.3
start | start
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Cut charts

Mild steel - 460 A - 0, Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)
(continued)

Metric
SYSTEM SETTINGS
Workpiece
thickness Cut Shield Cutflow
category p XPR p Mierce -
o rocess setting Plasma | Shield
gas gas
65 4 1285 @ 55 64 38 | 530 184 Edge Edge ., g, 7.3
start = start
75 5 1285 @ 55 64 38 | 280 195 FEdoe Edge ., g, 8.8
start | start
20 5 1285 @ 55 64 38 | 170 | 19g Edge Edge ., g 7.1
start | start

t Argon-assisted piercing.

* Argon-assisted cutting.
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Cut charts

Mild steel - 460 A - 0, Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)
(continued)

English

_ SYSTEM SETTINGS
Workpiece c : c
thickness catemo XPR S!neld utfluw.

: gory process ID pierce  Plasma Shield

in. setting gas gas

(é/g) 3 1283 @ 55 73 44 | 190 | 162 0280 0.280 04 0250 0.166
5/8
ome| @ || = | = |« |
(03/7‘;) 3 1282 @ 55 73 44 | 129 | 155 0.280 0.280 0.6 0.140  0.169
7/8

(}) 1 1281 @ 55 73 44 | 95 | 161 0.320 0400 09 0.160  0.182
1-1/4
aam| e | o | | [
1(115/))2 1 1281 @ 55 73 44 | 54 | 165 04000600 1.6 0.180 0216
1-3/4

am| 2 e | w | = | |
(g) 2 1285 @ 55 64 38 | 33 | 173 0.400 1.000 3.8 0.250  0.258
2-1/4

?215/)% 4 1288 = 55 64 38 | 22 | 183 0.400 1.0000 70 0.320  0.287
2-1/4

22y 1285 @ 55 64 38 | 22 | 183 Edoe Edge ., 5400 0987
(2.5) start | start

2-3/4

o | ¢ || o | o | o |
3 5 1285 @ 55 64 38 11 197 Edge Edge o 5300 0.351
(©) start | start
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Cut charts

Mild steel - 460 A - 0, Plasma / Air Shield - above water (Core, CorePlus, YWI, OptiMix)

(continued)
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece = Cut Transt
thickness  Cut category XPR process ﬁ:‘:l:: oW Cut speed  Arc voltage I:Zlil;h:r Pierce height Pierce delay
ID . i
in. setting FEErpE in./min volts in. in. seconds
3-1/4 Edge Edge
(3.25) 5 1285 55 64 38 8 196 start start 2.0
3-1/2 Edge Edge
(3.5) 5 1285 55 64 38 7 198 start start 2.0
3-3/4 Edge Edge
(3.75)" 5 1289 55 64 38 5 180 start start 2.0
4 Edge Edge
(@) 5 1289 55 64 38 4 182 start start 2.0
t Argon-assisted piercing.
* Argon-assisted cutting.
Marking
Cutflo i i
Plasma gas = Shield gas | Process ID Mark current oW - Mafkmg DT Arc voltage | Mark widths
Plasma gas = Shield gas height speed
. . 3800
Metric N, Air 8010 25 10 20 2.80 mm . 115V 2.3 mm
mm/min
. . . 150 .
English N, Air 8010 25 10 20 0.110in. . . 115V 0.09 in.
in./min
Plasma gas = Shield gas | Process ID Mark current Cutfiow A DT Arc voltage | Mark widths
g L Plasma gas | Shield gas |  height speed ’
Metric Ar Air 9019 28 35 40 2.80 mm 1900. 59V 2.5 mm
mm/min
English = Ar Ar 9019 28 35 40 0110in. .72 5OV 0.10in.
in./min
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Cut charts
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Cut charts

Cut charts for non-ferrous (stainless steel) processes - above water

Stainless steel - 40 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI, OptiMix)
HDi

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420291 420365 420288 420314 420303 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N,

Pre flow 49 /103

Pierce flow 57 /120

Cut flow 71/ 152

Metric

- SYSTEM SETTINGS CNC SETTINGS

thickness Cut XPR S!]ield Cutflow Cut speed Arc Tral-lsfer Pit?rce Pierce [:.ut Kerf.

category process ID pierce | Plasma Shield voltage  height | height ~ delay  height  compensation

mm setting gas gas | mm/min | volts mm mm seconds mm mm
0.8 3 2015 30 75 85 | 6100 124 500 | 500 0.2 | 3.60 1.4
1 3 2015 30 75 85 |5716 124 500 500 02 850 1.3
1.2 3 2015 30 | 75 85 | 5345 124 500 5.00 0.2 | 3.40 1.3
15 3 2015 30 75 85 |4818 122 500 500 02 830 1.2
2 3 2015 30 75 85 | 4014 127 500 5.00 0.2 | 3.10 1.2
26 1 2014 30 90 68 |8302 129 500 500 03 290 1.2
3 1 2014 30 @ 90 68 | 2683 130 5.00 | 500 03 | 2.80 1.3
4 2 2013 30 90 64 |1724 129 500 500 03 260 1.3
5 2 | 2012 30 90 55 | 1186 | 129 500  5.00 03 | 250 1.3
6 2 2012 30 90 55 | 918 132 500 500 06 250 1.4
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Cut charts

Stainless steel - 40 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI, OptiMix)

HDi (continued)
English
. SYSTEM SETTINGS CNGC SETTINGS
Workpiece : - -
thickness Cut XPR S_Iueld Cutflow Gut speed Arc Tral_lsfer Pn?rce Pierce c_ut Kerf _
category rocess |0 PIETCe | Plasma  Shield voltage | height = height  delay  height = compensation
in. - setting gas gas in./min volts i in. seconds in. in.
20 GA
3 2015 30 75 85 240 124 | 0.200 | 0.200 0.2 |0.140 0.05
(0.036)
IBEN 3 2015 30 75 85 210 124 | 0.200 @ 0.200 0.2 | 0.140 0.05
(0.048) : : : : :
16 GA
(0.06) 3 2015 30 75 85 180 122 | 0.200 | 0.200 0.2 |0.120 0.05
14 GA
3 2015 30 75 85 160 127 | 0.200 @ 0.200 0.2 | 0.120 0.05
(0.075)
12 GA
1 2014 30 90 68 120 130 | 0.200 | 0.200 0.3 |0.120 0.05
(0.105)
10 GA
(0.135) 1 2013 30 90 64 85 130 0.200 0.200 0.3 0.100 0.05
3/16 2 2012 30 90 55 60 128 | 0.200 | 0.200 0.3 0.100 0.05
(0.1875) ’ ' ' ' '
(01 /245) 2 2012 30 90 55 32 133 | 0.200 @ 0.200 0.6 0.100 0.06
Marking
Cutfl i i
Plasma gas = Shield gas = Process ID |Mark current ! uw- Mafkmg L] Arc voltage | Mark widths
Plasma gas = Shield gas |  height speed
. 6350
Metric N, N, 8002 15 25 5 2.50 mm . 120V 2.1 mm
mm/min
. . 250 .
English N, N, 8002 15 25 5 0.100in. | . . 120V 0.08 in.
in./min
Cutfl i i
Plasma gas = Shield gas = Process ID |Mark current ! ow- Mafkmg Marking Arc voltage | Mark widths
Plasma gas = Shield gas |  height speed
. 6350
Metric Ar N, 9002 9 90 10 2.50 mm . 67V 1.0 mm
mm/min
. . 150 .
English Ar N, 9002 9 90 10 0.100 in. | . . 67 V 0.04 in.
in./min
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Cut charts

Stainless steel - 60 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI, OptiMix)
HDi

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420309 420365 420297 420323 420303 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N,
Pre flow 48 /102
Pierce flow 63/134
Cut flow 72 /154
Metric
. SYSTEM SETTINGS GNC SETTINGS
Workpiece . . - — .
thickness Cut XPR S_hield Cutflow Cut spead Arc Tral_lsfer Pu?rce Pierce [:.ut Kerf .
category eain pierce  Plasma  Shield voltage  height = height delay | height  compensation
mm setting | gas gas | mm/min = volts mm ] mm | seconds ~mm mm
2.5 3 2026 30 82 65 3105 124 5.00 5.00 0.3 | 3.20 1.5
3 1 2026 ‘ 30 82 65 2776 124 5.00 ’ 5.00 0.3 2.80 1.5
4 1 2026 30 82 65 2245 123 5.00 5.00 0.3 2.50 1.5
5 1 2025 ‘ 30 82 55 1886 124 5.00 ’ 5.00 0.3 2.50 1.5
6 2 2024 30 82 45 1697 126 5.00 5.00 0.6 2.50 1.4
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Cut charts

Stainless steel - 60 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI,
OptiMix) HDi (continued)

English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece : . -
thickness Cut XPR s_mem Cutflow Cut speed Arc Tral_lsfer Ple_rce Pierce [:_ut Kerf _
category Process |p MErce  Plasma  Shield voltage  height ~ height ~ delay  height = compensation
in. setting | gas gas in./min volts i in. seconds in. in.
(1025?) 3 2026 30 82 65 120 124 | 0.200 @ 0.200 0.3 /0.120 0.06
10 GA
(0.135) 1 2026 30 82 65 95 123  0.200 0.200 0.3 0.100 0.06
3/16 1 2025 30 82 55 80 124 | 0.200 0.200 0.3 |0.100 0.06
(0.1875) ' ) ’ ) ’
((; /2‘,15) 2 2024 30 82 45 65 126  0.200 0.200 0.6 0.100 0.06
Marking
Cutfl i i
Plasma gas Shield gas ' Process ID Mark current oW - Mafkmg Marking Arc Volt Mark widths
Plasma gas = Shield gas =~ height speed
. 6350
Metric N, N, 8002 15 25 5 2.50 mm . 120V 1.8 mm
mm/min
. . 250 .
English N, N, 8002 15 25 5 0.100in. . . 120V 0.07 in.
in./min
Cutfl i i
Plasma gas | Shield gas | Process ID Mark current oW - Mafkmg REIN Arc voltage | Mark widths
Plasma gas = Shield gas =~ height speed
Metric Ar N, 9009 11 90 10 2.50 mm 3810. 69V 1.1 mm
mm/min
. . 150 .
English Ar N, 9009 11 90 10 0.100 in. | . . 69V 0.04 in.
in./min
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Cut charts

Stainless steel - 60 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix) HDi

@mﬂ:ﬂ)j

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420300 420365 420296 420323 420303 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, H,0
Pre flow 27 /57 0.21/3*
Pierce flow 34/72 0.21/3*
Cut flow 20/ 42 04/7
*Gallons per hour (gph).
Metric
. SYSTEM SETTINGS CNGC SETTINGS
Workpiece : . .
thickness XPR Shield Cutflow Cut spead Arc Tralfsfer Pu?rce Pierce [:.ut Ker _
category rocess ID pierce = Plasma @ Shield voltage | height = height delay  height  compensation
mm . setting = gas gas | mm/min = volts mm mm seconds = mm mm
3 1 2028 10 80 30 3065 | 122 5.00 5.00 0.3 2.54 1.5
4 1 2028 10 80 30 | 2062 126 500 500 03 200 1.6
5 1 2028 10 80 30 1516 @ 130 5.00 5.00 0.3 2.00 1.7
6 2 2028 10 80 30 | 1179 132 500 500 06 250 1.9
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece : | . .
thickness XPR Shield Cutflow Cut speed Arc Tralfsfer Pu?rce Pierce [:.ut Kerf _
category rocess ID pierce | Plasma = Shield voltage = height height delay height =~ compensation
in. s setting | gas gas inJmin | volts in. in. seconds in. in.
12 GA 3 2028 10 80 30 120 120 | 0.200 | 0.200 0.3 | 0.120 0.06
(0.105)
10 GA
1 2028 10 80 30 100 124  0.200 0.200 0.3 0.100 0.06
(0.135)
3/16 1 2028 10 80 30 80 129 | 0.200 | 0.200 0.3 0.100 0.06
(0.1875) ' ' ' ' '
((1)/245) 2 2028 10 80 30 50 132 0.200 0.200 0.6 0.100 0.07
3/8 2 2028 10 80 30 20 144 | 0.200 @ 0.200 0.8 | 0.120 0.09
(0.375) ' ' ' ' '
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Cut charts

Stainless steel - 60 A - F5 Plasma / N, Shield - above water (VWI, OptiMix) HDi

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420309 420365 420297 420323 420303 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
F5 N,

Pre flow - 55/117

Pierce flow 40/ 84 53/114

Cut flow 29/62 88/ 188

Metric
. SYSTEM SETTINGS CNC SETTINGS

Workpiece - -

thickness Cut XPR S!lield Cutflow Cut speed Tral.lsfer Pnfrce Pierce [:.ut Kerf-

category process ID pierce Plasma = Shield  voltage  height  height  delay  height  compensation

mm setting gas gas mm/min  volts mm mm seconds ~ mm mm
2.5 3 2023 30 82 55 3177 132 | 5.00 5.00 0.2 3.20 1.4
3 1 2023 30 82 55 | 2763 1382 500 500 03  3.10 1.4
4 1 2022 30 82 45 2217 132 | 5.00 5.00 0.3 3.00 1.4
5 1 2021 30 82 40 | 1869 132 500 500 05 290 1.4
6 2 2020 30 82 35 1626 | 133 | 5.00 @ 5.00 0.6 2.80 1.4
7 2 2020 30 82 35 | 1204 183 500 500 06 260 1.4
8 2 2020 30 82 35 1048 133 | 5.00 @ 5.00 0.7 2.50 1.4
10 2 2020 30 8 35 | 832 | 134 500 500 08 230 1.4

64 809830 Instruction Manual XPR



Cut charts

Stainless steel - 60 A - F5 Plasma / N, Shield - above water (VWI, OptiMix) HDi

(continued)
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - . .
thickness Cut XPR s!“em Cutflow Gut speed Trar_lsfer Ple_rce Pierce c_ut Kerf .
category rocess | PiErce | Plasma  Shield voltage =~ height = height | delay = height = compensation
in. - setting gas gas in./min volts in. in. seconds in. in.
(1021g$) 3 2023 30 82 55 120 132 | 0.200 | 0.200 / 0.3 0.140 0.05
10 GA
(0.135) 1 2022 30 82 45 95 132 0.200 0.200 0.3 0.120 0.06
3/16 1 2021 30 82 40 80 132 | 0.200 | 0.200 0.3 | 0.100 0.06
(0.1875) ) ) ’ ) )
((; /;5) 2 2020 30 82 35 60 133 0.200  0.200 0.6 | 0.100 0.06
5/16
2 2020 30 82 35 42 133 | 0.200 | 0.200 0.7 0.080 0.06
(0.313)
b 2 2020 30 82 35 30 133 0.200 0.200 0.8 0.080 0.06
(0.375) : : ' : '
Marking
Cutflo i i
Plasma gas | Shield gas | Process ID | Mark current ‘ ! w- ‘ Mafkmg D Arc voltage = Mark widths
’ Plasma gas =~ Shield gas ‘ height speed
. 6350
Metric N, N, 8002 15 25 5 2.50 mm . 120V 1.8 mm
mm/min
. . 250 .
English N, N, 8002 15 25 5 0.100in. | . . 120V 0.07 in.
in./min
Plasma gas | Shield gas Process ID  Mark current‘ Cutflow ‘ L] LB Arc voltage | Mark widths
. L ’ Plasma gas = Shield gas ‘ height speed 8
Metric Ar N, 9009 11 90 10 2.50 mm 3810. 69V 1.1 mm
mm/min
English  Ar N, | 9009 11 90 10 0100in. %% | 69V | 004in.
in./min
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Cut charts

Stainless steel - 80 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420309 420365 420306 420323 420303 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N,
Pre flow 51/108
Pierce flow 67 /143
Gut flow 68/ 144
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - =
thickness Cut XPR Shield Cutflow Cut speed Arc Tralfsfer Plgrce Pierce [:.ut Kerl.
category process = pierce | Plasma | Shield voltage = height height delay height | compensation
mm 1] setting gas gas | mm/min  volis mm mm  seconds mm mm
3 3 2006 30 80 45 3820 118 5.00 5.00 0.3 2.50 1.5
4 3 2006 30 80 45 | 3220 118 500 500 03 250 1.6
5 3 2007 30 80 40 2692 118 5.00 5.00 0.5 2.00 1.6
6 1 2007 30 80 40 | 2287 116 500 500 05 200 15
7 1 2007 30 80 40 1853 | 117 | 5.00 5.00 0.5 2.00 1.5
8 1 2007 30 80 40 | 1643 118 500 500 06 200 1.6
9 1 2007 30 80 40 1304 119 @ 5.00 5.00 0.6 2.00 1.6
10 1 2007 30 80 40 | 1188 121 500 500 06 200 1.6
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Cut charts

Stainless steel - 80 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI,
OptiMix) HDi (continued)

English
. SYSTEM SETTINGS CNGC SETTINGS
Workpiece : - -
thickness Cut XPR Shield Cutflow Gut speed Arc Trar_lsier Pn?rce Pierce c_ut Kerf _
category process | pierce | Plasma | Shield voltage  height  height = delay = height = compensation
in. ID setting | gas gas in/min | volts in. in. seconds = in. in.
10 GA 3 2006 30 80 45 140 118 | 0.200 | 0.200 A 0.3 | 0.100 0.06
(0.135)
3/16 3 2006 30 80 45 110 118 # 0.200 0.200 0.3 | 0.080 0.06
(0.1875) : : : ' '
((; /245) 1 2007 30 80 40 84 116 | 0.200 | 0.200 0.5 |0.080 0.06
5/16
1 2007 30 80 40 60 118 # 0.200 0.200 0.6 | 0.080 0.03
(0.313)
3/8 1 2007 30 80 40 48 120 | 0.200 | 0.200 0.6 | 0.080 0.06
(0.375) ' ' ’ ' '
Marking
Cutfl i i
Plasma gas  Shield gas Process ID | Mark current ttiow = ""“T"‘"g Marking Arc voltage = Mark widths
Plasma gas = Shield gas height speed
. 6350
Metric N, N, 8002 15 25 5 2.50 mm . 120V 1.6 mm
mm/min
. . 250 .
English N, N, 8002 15 25 5 0.100in. | . . 120V 0.06 in.
in./min
Cutfl i i
Plasma gas  Shield gas  Process ID | Mark current oW = ""“T"‘"g Marking Arc voltage = Mark widths
Plasma gas = Shield gas height speed
. 2540
Metric Ar N, 9003 11 90 10 2.50 mm . 67 V 1.3 mm
mm/min
. . 100 .
English Ar N, 9003 11 90 10 0.100 in. | . . 67V 0.05 in.
in./min
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Cut charts

Stainless steel - 80 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix) HDi

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420300 420365 420290 420323 420303 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, H,0
Pre flow 30/64 0.2/3*
Pierce flow 37/79 0.2/3"
Cut flow 24 / 51 0.4/6*
*Gallons per hour (gph)
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - =
- Cut Shield Cutflow Arc Transfer = Pierce Pierce Cut Kerf
thickness XPR . Cut speed . . . :
category rocess|p MEFCE  Plasma  Shield voltage  height  height  delay  height ~ compensation
mm s sefting | gas gas | mm/min | volts mm mm | seconds ~mm mm
3 3 2010 10 80 30 3820 118 5.00 5.00 0.3 2.00 1.8
4 3 2010 10 80 30 | 3216 121 500 500 03 200 17
5 3 2010 10 80 30 2677 123 5.00 5.00 0.5 2.00 1.8
6 1 2010 10 8 30 |2208 126 500 500 05 200 18
7 1 2010 10 80 30 1794 128 5.00 5.00 0.5 2.00 1.9
8 1 2010 10 8 30 | 1450 130 500 500 06 200 20
10 1 2010 10 80 30 956 134 5.00 5.00 0.6 2.00 2.1
12 2 2011 10 86 30 | 722 187 500 500 08 200  2f
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece : T . -
thickness Cut YPR S_hleld Cutflow Cut speed Arc Tral.lsfer Ple.rne Pierce [:_ut Kerf .
category rocess D PIETce | Plasma  Shield voltage = height = height = delay  height = compensation
in. s setting | gas gas in./min volts in. in. seconds in. in.
10 GA 3 2010 10 80 30 140 120 | 0.200 | 0.200 | 0.3 | 0.080 0.07
(0.135)
SO 3 2010 10 80 30 110 123 | 0.200 0.200 0.3 0.080 0.07
(0.1875) : ' ' ' :
(01 /245) 1 2010 10 80 30 80 124 | 0.200 | 0.200 ' 0.5 |0.080 0.07
5/16
1 2010 10 80 30 60 132 | 0.200 0.200 0.6 @ 0.080 0.08
» (0.313)
3/8 1 2010 10 80 30 40 134 | 0.200 | 0.200 | 0.6 | 0.080 0.08
(0.375) ' ' ' ' '
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Cut charts

Stainless steel - 80 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix) HDi

(continued)
English
. SYSTEM SETTINGS CNGC SETTINGS
Workpiece : . - =
thickness Cut YPR 3!1|9|d Cutflow Cut speed Arc Tral.lsfer Ple.rce Pierce [}_ut Kerf _
category rocess D pierce | Plasma | Shield voltage = height height delay = height | compensation
in. s setting | gas gas in./min volts in. in. seconds in. in.
7/16
(0.438) 2 2010 10 80 30 31 136 | 0.200 | 0.200 | 0.8 | 0.080 0.08
((1)/52)) 2 2011 10 86 30 28 138 0.200 0.200 0.8 | 0.080 0.08
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Cut charts

Stainless steel - 80 A - F5 Plasma / N, Shield - above water (VWI, OptiMix) HDi

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420309 420365 420306 420323 420303 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
F5 N,
Pre flow - 52 /110
Pierce flow 44 /93 23/49
Cut flow 38/ 81 39/82
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - -
thickness Cut XPR S!lield Cutflow Cut speed Arc Tralfsfer Pnfrce Pierce G-ul Kerf .
category process ID pierce Plasma | Shield voltage  height  height = delay  height  compensation
mm setting gas gas mm/min volts mm mm seconds ~ mm mm
3 3 2005 30 80 55 4248 125 5.00 5.00 0.3 3.00 1.7
4 3 2005 30 80 55 | 3052 123 500 500 03 300 1.7
5 3 2004 30 80 45 2362 122 5.00 5.00 0.3 2.50 1.7
6 1 2004 30 80 45 | 1916 124 500 500 05 250 1.7
8 1 2003 30 80 35 1376 128 5.00 5.00 0.6 2.00 1.8
10 1 2002 28 80 28 | 1065 184 500 500 06 200 1.7
12 2 2001 20 86 20 864 135 5.00 5.00 0.8 2.00 1.8
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Stainless steel - 80 A - F5 Plasma / N, Shield - above water (VWI, OptiMix) HDi

Cut charts

(continued)
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - . -
thickness Cut XPR s_mem Cutflow Cut speed Arc Tral_lsfer Plgrce Pierce G_ut Kerf _
category rocess |0 PiErce  Plasma  Shield voltage  height ~ height  delay | height | compensation
in. s setting | gas gas | in/min | volts i in. seconds | in. in.
(:)0129) 3 2005 30 80 55 140 124 | 0.200 | 0.200 | 0.3 ' 0.120 0.07
3/16 3 2005 30 80 55 105 122 0.200 0.200 0.3 0.100 0.07
(0.1875) : : : : :
(01 /245) 1 2004 30 80 45 70 124 | 0.200 0.200 | 0.5 | 0.100 0.07
5/16
(0.313) 1 2003 30 80 35 55 129 0.200 0.200 0.6 | 0.080 0.07
3/8 1 2002 28 80 28 40 132 | 0.200  0.200 0.6 |0.080 0.07
(0.375) ' ' ' ' ’
e 2 2002 28 80 28 36 135 0.200 0.200 0.8 | 0.080 0.07
(0.438) : : ' : '
(g)/g) 2 2001 20 86 20 34 134 | 0.200  0.200 0.8 |0.080 0.07
Marking
Cutfl i i
Plasma gas = Shield gas = Process ID |Mark current ! nw' Mafkmg Marking Arc voltage | Mark widths
Plasma gas | Shield gas height speed
. 6350
Metric N, N, 8002 15 25 5 2.50 mm . 120V 1.6 mm
mm/in.
. . 250 .
English N, N, 8002 15 25 5 0.100in. | . . 120V 0.06 in.
in./min
Cutfl i i
Plasma gas | Shield gas | Process ID \Mark current ! nw' Ma!kmg O Arc voltage = Mark widths
Plasma gas | Shield gas height speed
. 2540
Metric Ar N, 9003 11 90 10 2.50 mm . 67V 1.3 mm
mm/min
. . 100 .
English Ar N, 9003 11 90 10 0.100in. | . . 67V 0.05 in.
in./min
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Cut charts

Stainless steel - 130 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI,
OptiMix) HDi

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420318 420365 420315 420314 420356 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
| N,
Pre flow 92 /195
Pierce flow | 150/ 320
Gut flow 135 /287
Metric
. SYSTEM SETTINGS CNGC SETTINGS
Workpiece ; -
thickness Cut XPR S!iield Cutflow e Arc Tralllsfer Pu?rce Pierce G-ul Kerf-
category rocess ID pierce | Plasma | Shield voltage ~ height = height = delay | height = compensation
mm setting gas gas | mm/min volts mm mm seconds  ~mm mm
6 3 2051 52 90 52 | 2413 167  6.10 6.10 0.4 2.54 2.3
| 7 3 2051 52 90 52 | 2257 167 610 610 04 254 2.3
3 2051 52 90 52 2017 168 6.10 6.10 0.5 2.54 2.4
10 1 2051 = 52 90 52 | 1613 169 610 610 05 254 2.4
12 1 2051 52 90 52 1453 170 6.10 6.10 0.6 2.54 2.4
| 15 2 | 2051 52 90 52 | 1029 174 610 610 07 3.05 2.5
20 2 2051 52 90 52 559 180 6.10 6.10 1.3 3.05 2.8
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Cut charts

Stainless steel - 130 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI,
OptiMix) HDi (continued)

English
. SYSTEM SETTINGS CNGC SETTINGS
Workpiece - - .
thickness Cut XPR s!"em Cutflow Cut speed Arc Tral_lsfer Plgrce Pierce G.ut Kerf .
category rocess |0 Merce | Plasma  Shield voltages = height | height | delay = height = compensation
in. 4 setting = gas gas | in/min | volts in. in. | seconds in. in.
(01 /245) 3 2051 52 90 52 95 167 | 0.240 0.240 0.4 0.100 0.09
5/16
(0.313) 3 2051 52 90 52 80 168  0.240 0.240 0.4 0.100 0.09
3/8 1 2051 52 90 52 65 169 | 0.240 0.240 | 0.4 0.100 0.10
(0.375) ) ) ) ) )
((1)/2) 1 2051 52 90 52 55 170  0.240 0.240 0.6 0.100 0.09
5/8 2 2051 52 90 52 35 178 | 0.240 0.240 0.7 |/0.120 0.10
(0.625) ) ) ) ' )
(83/745) 2 2051 52 90 52 25 180 0.240 0.240 1.2 0.120 0.11
Marking
Cutfl i i
Plasma gas = Shield gas = Process ID = Mark current uttiow - Mafkmg D Arc voltage | Mark widths
Plasma gas = Shield gas height speed
. 6350
Metric N, N, 8004 18 20 15 2.50 mm . 145V 1.7 mm
mm/min
. . 250 .
English N, N, 8004 18 20 15 0.100in. . . 145V 0.07 in.
in./min
Plasma gas = Shield gas = Process ID = Mark current Cutflow LI D Arc voltage | Mark widths
g . Plasma gas = Shield gas = height speed g
Metric Ar N, 9004 20 65 15 2.50 mm 3810. 101V 2.0 mm
mm/min
English  Ar N, = 9004 20 65 15 0400in. . '°% 101V | 0.08in.
in./min
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Cut charts

Stainless steel - 130 A - N, Plasma / H,0 Shield - above water (VWI and OptiMix) HDi

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420469 420365 420315 420314 420356 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N, H,0
Pre flow 38/80 0.42/6.5*
Pierce flow 97 / 205 05/8*
Cut flow 34 /73 0.5/8"

* Gallons per hour (gph).

Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece " -
thickness Cut XPR S.hield Cutflow e Arc Trallwfer Pnfrt:e Pierce [}-ut Kerf .
category process 1D pierce  Plasma ~ Shield voltage = height  height = delay = height  compensation
mm setting gas gas mm/min | volts mm mm  seconds mm mm
6 3 2052 25 90 25 2413 171 5.08 5.08 0.2 | 250 2.3
7 3 2052 25 90 25 | 2267 178 508 508 03 254 2.3
8 3 2052 25 90 25 2017 174 5.08 5.08 04 | 254 2.4
10 1 20562 25 90 25 | 1618 1756 508 508 05 254 2.4
12 1 2052 25 90 25 1453 177 5.08 5.08 0.6 | 254 2.5
15 2 2052 25 90 25 | 987 182 635 6835 07 805 2.8
20 2 2052 25 90 25 457 193 6.35 6.35 1.3 | 3.05 3.6
English
. SYSTEM SETTINGS CNY SETTINGS
Workpiece " -
thickness Cut XPR S.hield Cutflow e Arc Trallwfer Pnfrt:e Pierce [}-ut Kerf .
category process 1D pierce  Plasma ~ Shield voltage = height  height = delay = height  compensation
in. setting gas gas in./min volts in. in. seconds  in. in.
(01./245) 3 2052 25 90 25 95 172 | 0.200 | 0.200 | 0.2 |0.100 0.09
e 3 2052 25 90 25 80 174 | 0.200 0.200 0.4 0.100 0.09
(0.313)
3/8 1 2052 25 90 25 65 175 | 0.200 | 0.200 @ 0.5 |0.100 0.09
(0.375)
(Z)g) 1 2052 25 90 25 55 177 | 0.200 0.200 | 0.6 | 0.100 0.10
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Cut charts

Stainless steel - 130 A - N, Plasma / H,0 Shield - above water (VWI and OptiMix) HDi

(continued)
English
. SYSTEM SETTINGS CNY SETTINGS
Workpiece : = -
thickness Cut XPR S-h|e|[| Cutflow Cut speed Arc Tral_lsfer Pn?rce Pierce G_ut Kerf_
category rocess | Pierce | Plasma  Shield voltage =~ height = height  delay = height  compensation
in. s setting gas gas in./min volts in. in. seconds  in. in.
5/8
(0.625) 2 2052 25 90 25 30 187 | 0.250 0.250 | 0.8 0.120 0.12
(5/7‘:__)) 2 2052 25 90 25 20 192 0.250 | 0.250 1.3 0.120 0.14
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Cut charts

Stainless steel - 130 A - Mixed-fuel gas Plasma / N, Shield - above water (OptiMix) HDi

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420318 420365 420315 420323 420356 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
H, Ar N,
Pre flow - | - 103/ 220
Pierce flow 8/17 12/ 25 150/ 320
Cut flow 8/17 12/ 25 136 /288
Metric
SYSTEM SETTINGS CNC SETTINGS
Workpiece T . :
thickness | CUt o S!1ield Cutflow Cut speed Arc Tral_lsfer Pu?rce Pierce [:_ut Kerf :
category T pler.ce Plasma gas  Shield voltage | height = height = delay  height compensation
mm setting H, ‘ Ar | N, 9as | mm/min | volts mm mm  seconds mm mm
6 3 2060 52 4 12 24 52 | 2413 169 508 508 03 254 2.6
7 3 2060 52 4 12 24 52 | 1954 170 508 508 03 254 26
8 3 2060 52 4 12 24 52 | 1834 174 508 508 04 254 2.6
10 1 2053 53 6 10 24 53 | 1618 176 508 508 05 254 26
12 1 2053 53 6 10 24 53 | 1453 178 508 508 0.6 254 2.6
15 2 2061 50 8 12 20 52 | 1121 186 6.10 6.0 07 805 27
20 2 2061 50 8 12 20 52| 737 191 762 @ 762 15 3.81 2.9
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Cut charts

Stainless steel - 130 A - Mixed-fuel gas Plasma / N, Shield - above water (OptiMix) HDi

(continued)
English
S SYSTEM SETTINGS CNC SETTINGS
orkpiece | Gut . .
. i Cutfl
thickness category  XPR S!ueltl uttlow Cut speed Arc Tral-lsfer Pu?rce Pierce [:.ut Kerf -
rocess ID pler.ce Plasma gas  Shield voltage . height height delay . height = compensation
in. ’ setting 4, Ar N, gas | in/min = volis in. in.  seconds in. in.
(01 /;:L_)) 3 2060 52 9 25 50| 52 80 170 | 0.200 | 0.200 | 0.3 | 0.100 0.10
5/16
(0.313) 3 2060 | 52 9 25 50| 52 72 174  0.200 | 0.200 0.4  0.100 0.10
3/8 1 2053 53 |13 21 50 53 65 176 | 0.200 | 0.200 | 0.5 | 0.100 0.10
(0.375)
(2)/;) 1 2053 53 |13 21 50| 53 55 179 | 0.200 | 0.200 0.6 | 0.100 0.10
5/8 2 2061 50 |17 25 42| 52 40 188 | 0.240 | 0.240 | 0.8 | 0.120 0.11
(0.625) ) ' ’ ) )
((;3/,;;) 2 2061 50 |17 25|42 | 52 30 190 0.300 0.300| 1.5 0.150 0.11
Marking
Cutfl i i
Plasma gas = Shield gas | Process ID |Mark current ! uw- Mafkmg N Arc voltage | Mark widths
Plasma gas = Shield gas height speed
. 6350
Metric N, N, 8004 18 20 15 2.50 mm . 145V 1.7 mm
mm/min
. . 250 .
English N, N, 8004 18 20 15 0.100in. | . . 145V 0.07 in.
in./min
Plasma gas = Shield gas | Process ID |Mark current Cutflow LI A Arc voltage | Mark widths
! ! Plasma gas = Shield gas height speed g
Metric Ar N, 9004 20 65 15 2.50 mm 3819 101V 2.0 mm
mm/min
English  Ar N, | 9004 20 65 15 0400in. 2% | 101V 008in
in./min
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Cut charts

Stainless steel - 170 A - N, Plasma / N, Shield - ahove water (Core, CorePlus, VWI,
OptiMix) HDi

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420327 420365 420324 420314 420356 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N,

Pre flow 99/ 210

Pierce flow 168/ 355

Cut flow 151 /322

Metric
. SYSTEM SETTINGS CNC SETTINGS

Workpiece - -

thickness Cut YPR S_hield Cutflow Cut spead Arc Tral.lsfer Pu?rce Pierce [:.ut Kerf _

category rocess ID pierce  Plasma  Shield voltage | height = height = delay = height = compensation
mm setting gas gas mm/min | volts ] mm ‘ mm secunds’ mm ‘ mm
10 3 2057 54 90 54 1994 | 165 | 6.10 6.10 0.3 2.54 2.7
12 1 2057 54 90 54 | 1834 165 6.0 610 04 254 26
15 1 2057 54 90 54 1226 | 168 | 6.10 6.10 0.6 2.54 2.8
20 2 2057 54 90 54 | 705 @ 177 762 762 25 343 &
25 4 2057 54 90 54 | 405 189 FEdge Edge g5 54y 3.6
start start
30 4 ’ 2057 ’ 54 ’ 90 ‘ 54 | 280 194 Edge‘ Bdge | 5 ’ 3.81 ‘ 3.6
start start
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Cut charts

Stainless steel - 170 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI,
OptiMix) HDi (continued)

English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece . = .
thickness Cut XPR s!"em Cutflow Gut speed Arc Tral_lsfer Pn?rce Pierce G.ut Kerf _
category rocess |p M€r0e  Plasma  Shield voltage = height = height  delay | height | compensation
in. - setting gas gas in./min volts in. in. seconds in. in.
(3/57) 3 2057 54 90 54 80 165 | 0.240 | 0.240 0.3 | 0.100 0.11
(g)/g) 1 2057 54 90 54 70 165 0.240  0.240 0.4 @ 0.100 0.10
5/8 1 2057 54 90 54 40 169 | 0.240| 0.240 0.7 | 0.100 0.11
(0.625) ' ) ) ' '
((:)3/7‘:3) 2 2057 54 90 54 30 175 0.300 0.300 25 0.120 0.12
! 4 2057 54 90 54 15 190 FEdge Edge g5 4150 0.14
(1) start | start
1-1/4 Edge | Edge
(1.25) 4 2057 54 90 54 10 196 start | start 0.7 | 0.150 0.14
Marking
Cutfl i i
Plasma gas = Shield gas = Process ID Mark Gurrent uow - ‘ Mafkmg LI Arc voltage = Mark widths
Plasma gas | Shield gas ’ height speed
. 6350
Metric N, N, 8005 18 20 15 2.50 mm . 121V | 2.0 mm
mm/min
. . 250 .
English N, N, 8005 18 20 15 0.100in. | . . 121V 0.08 in.
in./min
Plasma gas | Shield gas = Process ID | Mark current Cutfiow ‘ LY LI Arc voltage = Mark widths
g L Plasma gas = Shield gas ’ height speed g
Metric Ar N, 9005 18 55 15 2.50 mm 3810. 96 V 1.8 mm
mm/min
English  Ar N, 9005 18 55 15 0100in. . '2% | 98V | 007in.
in./min
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Cut charts

Stainless steel - 170 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix) HDi

@ 1) o——m

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420472 420365 420324 420314 420356 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, H,0
Pre flow 19/40 0.4/6*
Pierce flow 47 /100 05/8*
Cut flow 33/ 71 04/7
* Gallons per hour (gph).
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - -
thickness Cut YPR s!‘i"'d Cutflow Cut spead Arc Tral]sfer Pn?rce Pierce G_ut Keri_
category racess ID pierce | Plasma ~Shield voltage  height | height | delay = height  compensation
setting gas gas mm/min | volts mm mm  seconds ~mm mm
3 2058 30 90 30 1975 168 5.08 508 | 04 | 254 2.8
1 2058 30 90 30 1735 172 508 508 05 254 2.8
1 2058 30 90 30 1375 170  5.08 | 5,08 | 05 | 254 2.9
2 2058 30 90 30 | 978 174 762 762 1.3 254 32
25 4 2058 30 90 30 | 778 18 FEdee Edge g5 505 4.1
start start
30 4 2058 30 90 30 | es3 189 Fd9e Edge 4o o4y 4.4
start start
32 4 2058 30 90 30 | s7s8 191 FEd9e Edge g 54y 45
start start
38 4 2058 30 90 30 | 484 195 FEdoe Edge ., g, 47
start start
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Cut charts

Stainless steel - 170 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix) HDi

(continued)
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece : - -
thickness Cut XPR s!"em Cutflow Cut speed Arc Tral_lsfer Pn?rce Pierce G_ut Kerf _
category rocess |p M€ | Plasma  Shield voltage = height | height  delay | height | compensation
in. : setting | gas gas in/min | volts in. in. | seconds in. in.
3/8
(0.375) 3 2058 30 90 30 80 167  0.200 0.200 0.4 0.100 0.11
(g)/g) 1 2058 30 90 30 65 173 | 0.200  0.200 0.5 | 0.100 0.11
6/8 1 2058 30 90 30 50 169 | 0.200 | 0.200 | 0.5 |0.100 0.12
(0.625) : ' ' : :
(03/,7%) 2 2058 30 90 30 40 172 | 0.300  0.300 0.5 | 0.100 0.12
! 4 | 2058 30 @ 90 30 30 184 Fdge Edge g 4400 0.16
(1) start | start
1-1/4 Edge @ Edge
(1.25) 4 2058 30 90 30 23 191 start start 0.8 0.150 0.18
11720 4 9088 30 90 30 17 | 195 FEdge Edge 51460 0.18
(1.5) start | start
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Cut charts

Stainless steel - 170 A - Mixed-fuel gas Plasma / N, Shield - above water (OptiMix) HDi

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420327 420365 420324 420323 420356 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
H, Ar N,
Pre flow - - 101/ 215
Pierce flow 8/17 12/ 25 162/ 345
Gut flow 8/17 12/25 154 / 327
Metric
SYSTEM SETTINGS CNC SETTINGS
Workpiece . .
- ut Shield Cutflow Arc | Transfer  Pierce  Pierce Cut Kerf
thickness XPR Cut speed . . . .
category ol pierce | Plasmagas | Shield voltage = height | height  delay  height compensation
mm setting 4, A ‘ N, 9as | mm/min volts mm mm  seconds  mm mm
10 3 2059 54 6 | 8 |26 54 1975 169 5.08 5.08 04 2.54 2.9
12 1 2059 54 6 8 26 54 | 1785 174 508 508 05 254 29
15 1 2059 54 6 | 8 |26 54 1375 174 5.08 5.08 0.5 2.54 2.9
20 2 2062 54 6 10 24 54 | 940 183 762 762 14 254 36
25 4 2063 54 8 6 26 54 | 540 192 Fdoe Edge 45 505 4.0
start start
30 4 2064 54 8 12 20 54 | ses 19 FEd9e Edge .5 457 4.2
start start
32 4 2064 54 8 12 20 54 | 352 o000 Fdoe EBdoe 55,57 4.4
start start
38 4 2064 54 8 12 20 54 | 256 20 FE99e Edoe .5 4e7 47
start start
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Cut charts

Stainless steel - 170 A - Mixed-fuel gas Plasma / N, Shield (OptiMix) HDi (continued)

English
SYSTEM SETTINGS CNC SETTINGS
Workpiece . .
: Cut Shield Cutflow Arc | Transfer = Pierce  Pierce Cut Kerf
thickness XPR . Cut speed . - . q
ategory rocess [p METCe Plasma gas = Shield voltage = height | height = delay | height | compensation
in. f setting §, Ar N, gas | in/min volts in. in.  seconds in. in.
8/8 3 2059 54 6 |8 26 54 80 168 | 0.200 | 0.200 | 0.4 | 0.100 0.12
(0.375)
(z)/g) 1 2059 54 | 6 8 26 5454 | 65 176  0.200 0.200 0.5 @ 0.100 0.11
5/8 1 2059 54 6 8 26 54 50 177 0.200  0.200 0.5 0.100 0.12
(0.625) ) ' ) ) '
(83/7‘:_)) 2 2062 54 |6 |10 24 54 40 181 | 0.300 0.300 1.0 0.100 0.14
! 4 2063 54 8 6 26 54 | 20 1oz Fd9e Edge .5 5400 016
1) start | start
1-1/8 Edge Edge
(1.125) 4 2063 54 | 8| 6 26 54 17 196 start  start 0.5 | 0.150 0.16
1-1/4 Edge | Edge
(1.25) 4 2064 54 8 12/26 54 14 200 start start 0.5 |0.180 0.17
11720 4 9064 54 8 12 20 54 | 10 o0 ©£99¢ Edge g5 5480 0.9
(1.5) start  start
Marking
Cutfl i i
Plasma gas | Shield gas = Process ID |Mark current ! nw. Mafkmg Marking Arc voltage | Mark widths
Plasma gas = Shield gas | height speed
. 6350
Metric N, N, 8005 18 20 15 2.50 mm . 121V | 2.0 mm
mm/min
. . 250 .
English N, N, 8005 18 20 15 0.100 in. | . . 121V 0.08 in.
in./min
Cutfl i i
Plasma gas | Shield gas = Process ID |Mark current ! nw. Mafkmg Marking Arc voltage | Mark widths
Plasma gas = Shield gas height speed
Metric Ar N, 9005 18 55 15 2.50 mm 3810. 96V 1.8 mm
mm/min
English Ar N, 9005 18 55 15 0.100in. | . 150. 96 V 0.07 in.
in./min
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Cut charts

Stainless steel - 300 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI,
OptiMix)

@)@DM@:{M&@D

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420362 420365 420359 420323 420356 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N,
Pre flow 106/ 225
Pierce flow 181 /385
Cut flow 178/ 370
Metric
Workaiess SYSTEM SETTINGS | CNC SETTINGS
thicklllless Cut YPR Shield Cutflow Cut speed Arc | Transfer = Pierce = Pierce Cut Kerf
category ey pierce | Plasma = Shield s voltage = height = height | delay = height = compensation
setting gas gas | mm/min  volts ] mm mm ‘secunds mm ] mm
3 2054 @ 54 90 | 54 | 2097 168 762 @ 762 0.4 @ 432 3.1
3 2054 54 90 54 |2666 168 762 762 05 432 3.
1 2054 @ 54 90 54 | 1820 172 762 762 09 508 35
1 2054 54 90 54 | 1429 177 762 1270 15 508 | 3.4
2 2054 @ 54 90 54 | 1084 180 762 1524 20 508 4.0
2 2054 \ 54 90 ] 54 | 947 182 ] 7.62 15.24\ 22 508 ] 4.2
38 4 2100 54 | 90 58 | 515 194 'iif: 'iffrf 0.8 508 4.2
40 4 2100 54 90 58 | 455 196 E‘tjf: E‘tjf: 08 5.8 4.1
44 4 2100 54 90 58 | 343 201 'iiﬂf 'iffrf 09  6.35 3.9
50 5 2100 54 90 58 | 264 204 Eff: Eff: 10 635 6.0
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Cut charts

Stainless steel - 300 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI,
OptiMix) (continued)

English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece o i Cutf Ac  Transfer  Pi Pi Cut Kerf
thickness ut YPR S!ueld utflow lcut speed rc ransfer  Pierce ierce u erf
category rocess |0 PIETCe  Plasma | Shield voltage ~ height | height  delay = height = compensation
in. s setting gas gas | in/min = volts in. in. | seconds in. in.
(2)/52)) 3 2054 54 90 54 118 168 | 0.300 0.300| 0.4 |0.170 0.12
5/8 3 2054 54 90 54 100 168 0.300 0.300 0.5 0.170 0.12
(0.625) : : ' : '
((?/7‘;) 1 2054 54 90 54 75 171 | 0.300 0.300 0.8 0.200 0.14
(1) 1 2054 54 90 54 55 177 0.300 0.500 1.5 0.200 0.14
1-1/4
(1.25) 2 2054 54 90 54 38 181 | 0.300 | 0.600 2.2 | 0.200 0.17
1-1/2 Edge Edge
(1.5) 4 2100 54 90 58 20 194 start | start 0.5 0.200 0.17
1-3/4 Edge @ Edge
(1.75) 4 2100 54 90 58 13 201 start | start 0.8 | 0.250 0.15
2 Edge Edge
©) 5 2100 54 90 58 10 205 Cstart | start | 1.0 0.250 0.25
Marking
Cutfl i i
Plasma gas Shield gas | Process ID | Mark current uttiow : Mafkmg Mk Arc voltage = Mark widths
Plasma gas | Shield gas height speed
. 2540
Metric N, N, 8006 18 25 15 2.50 mm . 135V | 1.5 mm
mm/min
English N, N, 8006 18 25 15 0.100in. | . 100. 135V | 0.06in.
in./min
Cutfl i i
Plasma gas Shield gas | Process ID | Mark current ttiow : Mafkmg Marking Arc voltage = Mark widths
Plasma gas | Shield gas height speed
. 2540
Metric Ar N, 9006 22 55 15 2.50 mm . 922V 2.8 mm
mm/min
. . 100 .
English Ar N, 9006 22 55 15 0.100in. | . . 92V 0.11in
in./min
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Cut charts

Stainless steel - 300 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420475 420365 420359 420323 420356 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, H,0
Pre flow 31/65 0.42/6.5*
Pierce flow 75 /160 0.5/8*
Cut flow 59/126 05/8
* Gallons per hour (gph).
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece = -
thickness Cut XPR S!1ield Cutflow Cut sposd Arc Tral_lsfer Plgrce Pierce G_ut Kerf _
category "D pierce  Plasma Shield voltage | height | height = delay | height = compensation
mm setting gas gas | mm/min | volts mm mm seconds mm mm
12 3 2055 22 90 22 2159 174 7.62 7.62 0.5 3.81 3.5
15 3 2055 22 90 22 |1976 1756 762 762 09 3.8t 35
20 1 2055 22 90 22 1702 180 7.62 7.62 1.0 5.08 4.0
25 1 2085 22 90 22 | 1302 183 762 762 12 508 4.2
30 2 2055 22 90 22 994 189 762 | 15.24 1.9 5.08 4.6
32 2 2055 22 90 22 | 879 191 762 1524 20 508 4.8
38 2 2055 22 90 22 639 201 7.62 17.78 3.5 6.35 54
40 ’ 4 2055’ 22 90 ’ 22 | 612 ’ o0p  Edge Edge‘ 0.5 ‘6.35 5.4
start start
44 4 2055 22 90 922 | 564 203 Ed9e Edge 5 g5 5.4
start start
50 4 2055 22 | 90 22 | 408 ’ 910  Edoe Edge‘ 1.0 ‘6.35 5.7
start start
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Cut charts

Stainless steel - 300 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix) (continued)

English
. SYSTEM SETTINGS
Workpiece cut : o
thickness catel:mry XPR S_IIIEId utflow
pierce | Plasma .
ID .
in. process setting gas Shield gas
(z)/g) 3 2055 22 90 22 0.300 0.300 0.150
5/8
(0.625) 3 2055 22 90 22
((%‘;) 1 2055 22 90 22 70 180 | 0.300 | 0.300 1.0 0.200 0.15
1
1 2055 22 90 22
(1)
(11_12/54) 2 2055 22 90 22 35 191 0.300 | 0.600 2.0 0.200 0.19
1-1/2
1-3/4 Edge | Edge
(1.75) 4 2055 22 90 22 22 203 start start 0.5 0.250 0.21
2
4 2055 22 90 22
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Cut charts

Stainless steel - 300 A - Mixed-fuel gas Plasma / N, Shield - above water (OptiMix)

g —w

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420362 420365 420359 420358 420356 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
H, Ar N,
Pre flow - - 118/ 250
Pierce flow 24 / 51 48 /102 150/ 320
Gt flow 23/ 50 47 /101 134 /288
Metric
SYSTEM SETTINGS CNC SETTINGS
Workpiece . .
" Cut Shield Cutflow Arc  Transfer Pierce  Pierce Cut Kerf
thickness XPR . Cut speed . . 8 q
category ey pierce Plasma gas Shield voltage = height = height = delay | height compensation
mm setting H, Ar N, 0as | mmmin volts  mm mm  seconds mm mm
12 3 2065 54 18 24 18 54 | 2032 171 889 889 04 508 4.3
15 3 2065 54 18 24 18 54 | 1848 172 889 889 06 508 4.3
20 1 2056 54 24 21 15 54 | 1340 186 889 889 09 508 4.6
25 1 2056 54 24 21 15 54 | 1040 187 889 889 12 508 47
30 9 | 2056 54 24 21 15 54 | 924 188 889 1524 25 508 5.0
38 2 2065 54 18 24 18 54 | 639 190 889 1778 35 508 48
40 4 2065 54 18 24 18 54 | s97 185 Ed9e Edge g 549 4.7
start = start
50 4 2066 54 12 48 0 54 | 441 1g0 £99e Edge 54 ggp 5.4
_start start
60 4 2066 54 12 48 0 54 | 289 @ 184 FEdee Edge ;o5 g4 4.6
start = start
70 5 2066 54 12 48 0 54 | 202 193 Edge Edge . oo 4.7
_start start
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Cut charts

Stainless steel - 300 A - Mixed-fuel gas Plasma / N, Shield - above water (OptiMix)
(continued)

English
SYSTEM SETTINGS CNC SETTINGS
Workpiece . .
" Cut Shield Cutflow Arc  Transfer Pierce  Pierce Cut Kerf
thickness XPR v Cut speed . . 8 q
category rocess ID pierce Plasma gas Shield voltage = height = height = delay | height compensation
in. f setting ' W, Ar N, gas | in/min | volts in. in.  seconds in. in.
(2)/52)) 3 2065 54 18/ 24 18 54 80 171 1 0.350 0.350| 0.4 | 0.200 0.17
2l 3 2065 54 18/ 24 18 54 70 173 0.350 0.350 0.7 0.200 0.17
(0.625)
((?/745) 1 2056 54 24 21|15 54 55 186 1 0.350 0.350| 0.8 | 0.200 0.18
(-1|) 1 2056 54 24 21|15 54 40 187 0.350 0.350 1.2 | 0.200 0.19
(11_12/545 2 2056 54 24 121 15| 54 35 189 0.350 0.600| 2.8 0.200 0.20
1(;1é)2 2 2065 54 18/ 24 18 54 25 190 0.350 0.700 3.5 0.200 0.19
1-3/4 Edge | Edge
(1.75) 4 2066 54 12148 O 54 20 172 start | start 0.8 0.200 0.17
2 4 2066 54 12 48 0 54 | 17  1g1 998 Edge g 5050  0.20
» (2) » ‘ » » _ ~start  start
2-1/4 Edge | Edge
(2.25) 4 2066 54 12148 O 54 12 183 start | start 0.9 0.250 0.19
212 5 9066 54 12 48 0 54 | 10 185 F998 Bdge L, 5050 047
» (2.5) » ‘ » » _ ~start  start
2-3/4 Edge | Edge
(2.75) 5 2066 54 12148 0 54 8 192 start | start 1.2 | 0.250 0.18
8 5 2066 54 12 48 0 54 6 200 Edoe Edge g5 4950 020
€)) start = start
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Cut charts

Stainless steel - 300 A - Mixed-fuel gas Plasma / N, Shield - ahove water (OptiMix)

(continued)
Marking
Cutfl i i
Plasma gas | Shield gas = Process ID | Mark current ! uw. Mafkmg L] Arc VoIt | Mark widths
Plasma gas | Shield gas |  height speed
. 2540
Metric N, N, 8006 18 25 15 2.50 mm . 135V | 1.5 mm
mm/min
English N, N, 8006 18 25 15 0.100n. in1/°n:’.n 135V 0.06 in.
Cutflo i i
Plasma gas | Shield gas = Process ID | Mark current ! w. ‘ Mafkmg Marking Arc voltage = Mark widths
Plasma gas Shield gas ‘ height speed
. 2540
Metric Ar N, 9006 22 55 15 2.50 mm . 92V 2.8 mm
mm/min
. . 100 .
English Ar N, 9006 22 55 15 0.100in. | . . 92V 0.11 in.
in./min
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Stainless steel - 460 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI,

OptiMix)

Cut charts

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420998 420365 420996 420358 420997 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N,
Pre flow 126/ 267
Pierce flow 186 /395
Cut flow 179/ 379
Metric
] SYSTEM SETTINGS CNC SETTINGS
Workpiece Shield Cutflow Arc  Transfer | Pierce | Pierce Cut Kerf
thick ie
£ R O |I1|r]nness pierce | Plasma = Shield Cut speed voltage height  height = delay  height compensation
mm setting | gas gas | mm/min  volts ~ mm mm  seconds ~mm mm
16 3 2081 54 70 55 | 2652 166 14.20 15.20 0.5 @ 3.80 4.3
\ 20 \ 3 2081 54 70 55 | 2225 167 14.20\15.20 0.6 ]3.80\ 43
25 3 2081 54 70 55 | 1816 169 14.20 15.20 0.8 3.80 4.2
\ 30 \ 3 2081 54 70 | 55 | 1410 190 14.20\17.80 1.3 ]8.90\ 5.0
35 1 2081 54 70 | 55 | 1010 193 14.20 1780 2.1  8.90 5.2
40 4 2081 54 70 55 | 716 00 FEd9e Edge L. 40 56
start = start
45 4 2081 54 70 55 | 626 206 F99¢ Edge o4 40 b9
start start
50 4 2081 54 70 55 | 527 09 FEd9e Edge . 0 61
start start
55 4 2081 54 70 55 | 441 9204 Edoe Edge 4 oe0 5.7
start start
60 4 2081 54 70 55 | 361 ooy FEdge Edge .o 6.1
start start
65 4 2081 54 70 55 | 281 @ o0s Fdoe Edge o oe0 6.2
start start
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Cut charts

Stainless steel - 460 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI,
OptiMix) (continued)

English
. SYSTEM SETTINGS CNC SETTINGS
Workpleoe Shield | Cutflow Arc  Transfer Pierce | Piece  Cut Kerf
thickness I
I M5 O |I1[r]ocess pierce | Plasma = Shield Cut speed voltage = height  height | delay = height  compensation
in. setting | gas gas | in/min  volts in. in. | seconds in. in.
5/8
(0.625) 3 2081 54 70 55 105 166 1 0.560 0.600 0.4 |0.150 0.17
((?/745) 3 2081 54 70 55 90 167 0.560 0.600| 0.5 | 0.150 0.17
(1) 3 2081 54 70 55 70 169 0.560 0.600, 0.8 |0.150 0.17
1-1/4
(1.25) 1 2081 54 70 55 50 191 0.560 0.700 1.4 | 0.350 0.20
1(;1é)2 1 2081 54 70 55 30 195 0.560 0.700 2.6 | 0.350 0.21
1-3/4 Edge Edge
(1.75) 4 2081 54 70 55 25 206 otart | start 1.3 | 0.450 0.23
2 4 2081 54 70 55 | 20 09 FEd9e Edoe o 4450 0.4
(2) start = start
2-1/4 Edge Edge
(2.25) 4 2081 54 70 55 16 205 Cstart  start 2.3 0.8300 0.23
2-1/2 Edge  Edge
(2.5) 4 2081 54 70 55 12 208 start | start 1.3 | 0.300 0.25
Marking
Cutfl i i
Plasma gas = Shield gas | Process ID Mark current ! uw. Mafkmg Marking Arc voltage = Mark widths
Plasma gas = Shield gas height speed
. 2540
Metric N, N, 8011 25 25 40 2.54 mm . 94V 1.4 mm
mm/min
English N, N, 8011 25 25 40 0.100in. . 100. 94V 0.06 in.
in./min
Gutfl i i
Plasma gas = Shield gas | Process ID Mark current ! uw. Mafkmg Marking Arc voltage = Mark widths
Plasma gas = Shield gas height speed
. 2540
Metric Ar N, 9020 30 55 40 2.54 mm . 55V 2.6 mm
mm/min
. . 100 .
English Ar N, 9020 30 55 40 0.100 in. i /min 55V 0.10 in.
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Cut charts

Stainless steel - 460 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix)

@:}DH]EJD:I)D

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 520033 420365 420996 420323 420997 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scth)
N, H,0
Pre flow 45/ 95 0.38/ 6*
Pierce flow 72 /152 0.40/ 6.25*
Cut flow 64/135  0.35/5.5*
* Gallons per hour (gph).
Metric
] SYSTEM SETTINGS CNC SETTINGS
Workpiece Shield Cutflow Arc  Transfer | Pierce | Pierce Cut Kerf
thick ie
O R [I)Ir]ucess pierce | Plasma Shield Cut speed voltage  height  height =~ delay  height = compensation
mm setting | gas gas | mm/min  volts mm mm  seconds ~mm mm
16 3 2082 20 85 20 | 2896 175 1170 1520 05 | 5.10 47
20 3 2082 22 85 20 | 2187 177 1170 1520 06 510 50
25 1 2082 29 85 20 | 1689 179 1170 1780 07 | 5.10 5.2
30 \ 1 2082 20 85 \ 20 | 1430 @ 181 11.70\17.80 1.3 5.10\ 5.4
35 1 2082 29 85 20 | 1268 183 1170 1780 17 @ 5.0 5.6
40 \ 2 2082 292 85 \ 20 | 1092 185 11.70\17.80 1.8 5.10\ 5.9
45 2 2082 29 85 20 | 922 @ 192 1170 1780 1.9 @ 6.40 6.4
50 4 2082 20 85 20 | 781 195 Edge Edge ., 540 6.7
start  start
55 4 2082 20 85 920 | 661 | 199 FEd9e Edge | ., 540 7.1
start start
60 4 2082 20 85 20 | 564 001 Ed9e Edge o, 540 75
start start
65 4 2082 20 85 920 | 496 @ o0p FEd9e Edge | .o 640 7.9
start start
70 5 2082 20 85 20 | 455 o004 Ed9e Edge oo 540 8.3
start start
75 5 2082 20 85 20 | 395  o0s Ed9e Edge 54 440 8.8
start start
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Cut charts

Stainless steel - 460 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix) (continued)

English
Workpiece SYSTEM SETTINGS CNC SETTINGS
thickness Shield Cutflow Arc | Transfer = Pierce @ Pierce Cut Kerf
Cut category XPR [I)Ir]ucess pierce | Plasma Shield Cut speed voltage | height = height =~ delay = height  compensation
in. setting | gas gas | in/min  volts in. in. | seconds in. in.
(056/35) 3 2082 22 85 20 115 175 1 0.460 0.600 0.5 |0.200 0.18
((:)3/745) 3 2082 22 85 20 90 176 1 0.460 0.600| 0.5 0.200 0.19
(1) 1 2082 22 85 20 65 179 | 0.460 | 0.700 0.7 0.200 0.21
1-1/4
(1.25) 1 2082 22 85 20 53 182 0.460 0.700 1.4 0.200 0.22
1(;1é)2 1 2082 22 85 20 46 184 | 0.460  0.700 1.7 0.200 0.23
1-3/4
(1.75) 2 2082 22 85 20 37 192 0.460 0.700 1.9 0.250 0.25
2 4 2082 20 85 20 | so | 196 Ed9e Edge ;4 5950 027
2) start = start
2-1/4 Edge Edge
(2.25) 4 2082 22 85 20 24 200 start  start 2.3 0.250 0.29
2-1/2 Edge Edge
(2.5) 4 2082 22 85 20 20 202 start | start 25 | 0.250 0.31
2-3/4 Edge Edge
(2.75) 5 2082 22 85 20 18 204 start  start 2.8 0.250 0.33
8 5 2082 99 85 920 | 15 o206 FE99¢ Edge 5, h050 035
3 start | start
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Cut charts

Stainless steel - 460 A - Mixed-fuel gas Plasma / N, Shield - above water (OptiMix)

(@:DDE]E:I)D

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420998 420365 420996 420358 420997 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
H, Ar N,
Pre flow — - 151 /320
Pierce flow 31/66 179/380 = 160/339
Cut flow 31/66 162/343 | 160/339
Metric
Wurkpiece SYSTEM SETTINGS CNC SETTINGS
thickness gyt e Shield Cutflow Cut Arc | Transfer Pierce Pierce = Cut Kerf
- category Process 1D pier.ce Plasma gas Shield | speed  voltage = height = height = delay = height compensation
setting 4, A N, 0as |mmimin volts mm mm  seconds ~mm mm
16 3 2073 = 54 |27 26 22 55 |2322 181 14.20 1780 0.4 | 5.10 5.1
20 3 2073 54 27 26 22 55 |1857 183 1420 1780 08 5.10 5.1
25 3 2071 54 28 28 19 55 |1381 201 1420 1780 1.0 8.90 6.0
30 1 2071 54 28 28 19 55 |1162 205 14.20 1780 1.2 8.0 6.0
35 1 2071 54 28 28 19 55 | 1040 207 1420 1780 1.5  8.90 6.0
38 1 2071 54 28 28 19 55 | 968 208 14.20 1780 1.6 8.90 6.0
40 2 2072 54 31 31 13 55 | 920 205 14.20 21.60 1.7  10.20 6.0
45t 2 2072 54 31 31 13 55 | 800 210 1420 21.60 18 1020 6.1
50 2 2072 54 31 31 13 55 | 680 218 14.20 21.60 2.1 11.40 6.4
55 4 2074 60 26 49 0 55 | 627 210 1420 3180 27 1270 69
60 4 2074 60 26 49 0 55 | 587 212 14.20 31.80 3.4 | 1270 6.9
65 4 2077 54 96 49 0 55 | 521 914 £d9e Edge .60 5.8
start = start
70 4 2077 54 26 49 O 55 | 454 208 E‘tjaﬂf ifif 1.0 1020 58
75 5 2076 =55 25 45 0 55 | 334 o215 £dge Edge .50 77
start = start
80 5 0076 = 556 25 45 0 55 | 244 o019 F£d9e Edge o4, 4.6
start start
90 5 2075 @55 25 45 0 55 | 148 297 Eff: E‘t"f: 3.2 ‘ 7.60 4.9
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Cut charts

Stainless steel - 460 A - Mixed-fuel gas Plasma / N, Shield - above water (OptiMix)
(continued)

Metric

Workpiece SYSTEM SETTINGS CNC SETTINGS

thickness gyt Shield Cutflow Cut Arc | Transfer Pierce Pierce = Cut Kerf
o category Prn::(:::l[l pierce Plasma gas shield | speed vultage. height = height | delay = height compensation

setting  , ‘ Ar ‘ N, | ©as |mm/min volts  mm mm | seconds mm mm

95 5 2076 54 95 35 10 55 | 128 o212 Ed9e Edge g o4, 5.1

start | start

1307 5 2076 54 25 ’ 35 ’ 10 55 | 76 23g FEdee Edge 5, o4 5.6

start | start
* Argon-assisted piercing.
* Argon-assisted cutting.

English

o SYSTEM SETTINGS CNC SETTINGS

th(:::kl:::se Cut Shield Cutflow Cut Arc  Transfer Pierce Pierce = Cut Kerf

category pru::(:sI:IIJ pierce Plasma gas Shield | speed  voltage = height = height = delay = height compensation
in. setting H,  Ar N, gas | in/min | volts in. in. seconds in. in.

5/8 3 2073 54 27 26|22 | 55 92 181 0.560| 0.700 | 0.4 |0.200 0.20

(0.625)

(3/745) 3 2073 54 | 27 ’ 26 ’ 22 | 55 77 183 0.560 0.700 0.7 @ 0.200 0.20
! 3 2071 54 |28 28 19| 55 53 203 0.560|0.700 1.0 0.350 0.23
(1

21_Lg 1 2071 54 28 28/ 19| 55 43 206 0.560 0.700 1.3 0.350 0.23

1(;1é)2 1 2071 54 28/ 28|19 | 55 38 208 0.5600.700| 1.6 | 0.350 0.23

(11_%‘;* 2 2072 54 |31 31 13| 55 32 209 0.560 0.850 1.8 0.400 0.23
(22)f 2 2072 54 313113 | 55 26 219 1 0.560|0.850 2.1 0.450 0.25

(22_;/5‘; 4 2074 60 |26 49 O 55 24 211 0.560|1.250 3.0 0.500 0.27

%;5/)% 4 2074 60 2649 O 55 21 214 1 0.560 | 1.250| 4.5 | 0.500 0.27

2-3/4 Edge @ Edge

5750 4 2077 54 |26 49 O 55 18 208 start | start 1.0 0.400 0.23
S 5 2075 55 25 45 0 55 | 12 | o216 FEd9e Edeel 46400 030
(3) start | start
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Cut charts

Stainless steel - 460 A - Mixed-fuel gas Plasma / N, Shield - above water (OptiMix)

(continued)
English
SYSTEM SETTINGS CNC SETTINGS
Workpiece . .
thickness | Cut Shield Cutflow Cut Arc | Transfer Pierce Pierce = Cut Kerf
category pru::(::;l[l pierce Plasma gas shield | speed | voltage = height = height ~ delay | height | compensation
in. setting  , ‘ Ar ‘ N, oas |in/min volts in. in.  seconds in. in.
8121 5 oo75 | 55 25 45 0 55 | & | 207 Fd9e Edge g, 4300 019
(8.5) start | start
3-3/4 Edge Edge
(3.75)" 5 2076 54 25 35|10 | 55 5 211 start | start 3.5 0.300 0.20
4 5 2076 54 25 35 10 55 | 5 o216 £998 Edee 4 16300 0.0
(4)r start | start
4-1/2 Edge @ Edge
(4.5)" 5 2076 54 25 35|/ 10| 55 4 226 otart | start 45 0.300 0.21
5 5 2076 54 25 35 10 55 | 3 236 F998 Edee 5, 15300 020
(B start | start
t  Argon-assisted piercing.
* Argon-assisted cutting.
Marking
Cutfl i i
Plasma gas = Shield gas | Process ID Mark current ! uw. Mafkmg Marking Arc voltage = Mark widths
Plasma gas = Shield gas height speed
. 2540
Metric N, N, 8011 25 25 40 2.54 mm . 94V 1.45 mm
mm/min
. . 100 .
English N, N, 8011 25 25 40 0.1in. . . 94V 0.057 in.
in./min
Cutfl i i
Plasma gas = Shield gas | Process ID Mark current ! uw. Mafkmg Marking Arc voltage = Mark widths
Plasma gas | Shield gas height speed
. 2540
Metric Ar N, 9020 30 55 40 2.54 mm . 55V 2.6 mm
mm/min
. . 100 .
English Ar N, 9020 30 55 40 0.11in . . 55V 0.10 in.
in./min
XPR Instruction Manual 809830 97




Cut charts
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Cut charts

Cut charts for non-ferrous (aluminum) processes - above water

Aluminum - 40 A - Air Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420291 420365 420288 420314 420294 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N, hir

Pre flow 17 /35 32 /67

Pierce flow - 54 /115

Cut flow - 66 /141

Metric

Workaiece SYSTEM SETTINGS CNC SETTINGS |

thickI:less Cut XPR Shield Cutflow Cut sneed Arc Transfer =~ Pierce = Pierce Cut Kerf

category process 1D pierce | Plasma = Shield p voltage = height | height = delay = height = compensation

mm setting | gas gas mmlmin‘ volts ‘ mm ‘ mm ]secunds mm mm
1.5 3 2019 30 90 85 | 4799 137 500 5.00 0.2 @ 3.00 1.5
2 3 2019 30 90 85 | 3964 135 500 500 0.2 3.0 1.4
2.5 1 2018 30 90 68 | 3230 133 500 500 0.3 3.00 1.3
B 1 2018 30 90 68 | 2596 132 500 500 03 270 1.3
4 2 2017 30 90 64 | 1632 131 500 5.00 0.3 250 1.2
5 2 ] 2016 ] 30 90 \ 55 | 1070 \ 131 \ 5.00 \ 5.00 ] 0.3 250 1.3
6 2 2016 30 90 55 | 911 | 135 500 5.00 0.6 @250 1.4
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Cut charts

Aluminum - 40 A - Air Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)

(continued)
English
i SYSTEM SETTINGS
Workpiece Cut - Cutfl
thickness cate“u XPR s_h“’ld AL :
: gory process ID pierce | Plasma ~Shield
in. setting | gas gas
20 GA
3 2019 30 90 85 240 137 | 0.200 0.200 | 0.2 |0.120 0.06
(0.036)
16 GA
(0.051) 3 2019 30 90 85
14 GA 3 2019 30 90 85 180 137 | 0.200 0.200 0.2 |0.120 0.07
(0.064) ) ! ’ ’ ’
12 GA
wom| @ = | = | = | = |
10 GA
1 2018 30 90 68 120 132 | 0.200 0.200 0.3 ' 0.120 0.05
(0.102)
1/8
o] [ | = |« | - |
8/16 2 2016 30 90 55 60 130 | 0.200 0.200 0.3 | 0.100 0.05
(0.1875) ’ ' ’ ) '
1/4
o | 2 [ [ o [ o0 | = |
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Cut charts

Aluminum - 40 A - N, Plasma / N, Shield - above water (Core, CorePlus, YWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420291 420365 420288 420314 420303 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N,
Pre flow 49/103
Pierce flow 577120
Cut flow 717152
Metric
_ SYSTEM SETTINGS CNC SETTINGS
Workpiece . ;
thickness Cut XPR S-hiel[l Plasma gas Cut speed Arc Trar_lsfer Pn?rce Pierce G.ut Kerl_
category - pierce | Plasma Shield voltage = height | height  delay = height  compensation
setting gas gas mm/min | volts mm mm seconds ~mm mm
. 3 2015 30 75 8 | 4781 131 500 500 02 3.0 1.3
2 3 2015 30 75 85 | 3494 132 500 500 02 300 13
2.5 1 2014 30 90 68 | 2740 132 500 500 03 3.00 1.3
3 1 2014 30 90 68 | 2246 131 500 500 03 270 13
4 2 2013 30 90 64 | 1641 130 500 500 03 250 1.2
5 2 2012 30 90 55 | 1287 131 500 500 03 250 1.2
6 2 2012 30 90 55 | 1055 137 500 500 06 250 1.3
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Cut charts

Aluminum - 40 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI, OptiMix)

(continued)
English
. SYSTEM SETTINGS CNGC SETTINGS
Workpiece : = -
thickness Cut XPR S-h|e|[| Cutflow Cut speed Arc Trar_lsfer Pn?rce Pierce G.ut Kerf _
category rocess | Mierce  Plasma  Shield voltage = height | height  delay = height  compensation
in. s setting gas gas in./min volts in. in. seconds in. in.
(1060€¢) 3 2015 30 75 85 210 130 | 0.200 | 0.200 | 0.2 ' 0.120 0.05
A 3 2015 30 75 85 180 131  0.200 0.200 0.2 0.120 0.05
(0.064) ' : : : :
12 GA
3 2015 30 75 85 144 132 | 0.200 | 0.200 | 0.2 ' 0.120 0.05
(0.081)
10 GA
(0.102) 1 2014 30 90 68 120 132 0.200 0.200 0.3 0.120 0.05
1/8
(0.125) 1 2013 30 90 64 85 130 | 0.200 | 0.200 | 0.3 | 0.100 0.05
SO 2 2012 30 90 55 60 130 0.200 0.200 0.3 @ 0.100 0.05
(0.1875) : ' ' ' '
(01 /2‘:_)) 2 2012 30 90 55 32 139 | 0.200 | 0.200 | 0.6 | 0.100 0.05
Marking
Cutfl i i
Plasma gas | Shield gas = Process ID Mark current ! 0w. Mafkmg Marking Arc voltage | Mark widths
Plasma gas | Shield gas height speed
. 6350
Metric N, N, 8002 15 25 5 2.50 mm . 120V 2.1 mm
mm/min
. . 250 .
English N, N, 8002 15 25 5 0.100in. . . 120V 0.08in.
in./min
Cutfl i i
Plasma gas | Shield gas | Process ID Mark current ! 0w. Mafkmg L Arc voltage = Mark widths
Plasma gas | Shield gas height speed
. 2540
Metric Ar N, 9011 12 90 10 2.50 mm . 76 V 0.8 mm
mm/min
. . 100 .
English Ar N, 9011 12 90 10 0.100in. | . . 76V 0.03 in.
in./min
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Cut charts

Aluminum - 60 A - Air Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420309 420365 420297 420323 420294 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, Air
Pre flow 24 /51 24 /50
Pierce flow - 91/193
Cut flow - 56 /120
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece c = c = — .
e ut XPR S!ueld utflow Cut speed Arc Tralfsfer Pu-arce Pierce G.ut Ker .
category rocess |0 pierce | Plasma = Shield voltage = height height delay = height compensation
mm s setting gas gas mm/min ‘ volts mm ‘ mm secnnds‘ mm mm
3 1 2027 30 80 45 2688 130 5.00 5.00 0.3 2.50 1.7
4 1 2027 30 80 45 | 2229 130 600 500 03 250 1.6
5 1 2027 30 80 45 1928 131 5.00 5.00 0.3 2.50 1.6
6 2 2027 30 80 45 | 1718 181 500 500 03 250 | 1.5
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece : - T o
e Cut XPR 3!||9|d Cutflow Cut spoed Arc Tra|.1sfer Ple_rce Pierce [}.ut Kerf .
category rocess | pierce | Plasma | Shield voltage = height height delay = height compensation
in. s setting | gas gas inJmin | volts in. in.  seconds in. in.
(10082'6‘) 3 2027 30 80 45 120 130 | 0.200 | 0.200 0.3 |0.100 0.07
(011/25) 1 2027 30 80 45 95 130 0.200 0.200 0.3 | 0.100 0.06
3/16 1 2027 30 80 45 80 129 | 0.200 | 0.200 0.3 |0.100 0.06
(0.1875) ’ ' ' ) '
(01/24:[__)) 2 2027 30 80 45 65 132  0.200 0.200 0.3 @0.100 0.06
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Cut charts

Aluminum - 60 A - N, Plasma / N, Shield - above water (Core, CorePlus, YWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420309 420365 420297 420323 420303 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N,
Pre flow 48 /102
Pierce flow 63/134
Cut flow 72 /154
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - =
thickness Cut YPR S!]ield Cutflow Cut speed Arc Tralfsfer Pnfrce Pierce [:.ut Kerf .
category process ID pierce Plasma | Shield voltage  height  height  delay  height  compensation
mm setting gas gas | mm/min  volts mm mm seconds mm mm
3 1 2026 30 82 65 |2776 129 500 500 03 320 1.6
4 1 2026 30 82 65 | 2245 130 500 500 03 250 15
5 1 2025 30 82 55 1886 131 5.00 | 5.00 0.3 2.50 1.5
6 2 2024 30 82 45 | 1697 1382 500 500 06 250 1.4
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece ; .
thickness Cut XPR S_hield Cutflow e Arc Tralfsfer Plgrne Pierce Glut Kerf -
category rocess ID pierce  Plasma ~ Shield voltage = height = height = delay | height = compensation
in. setting = gas gas | in/min | volts in. in. | seconds in. in.
(1001§§) 3 2026 30 82 65 120 131 | 0.200  0.200 0.3 | 0.120 0.06
(0_11/25) 1 2026 30 82 65 100 128 0.200 0.200 0.3 0.120 0.06
3/16 1 2025 30 82 55 80 131 | 0.200 0.200 0.3 0.100 0.06
(0.1875)
(01./2‘::5) 2 2024 30 82 45 60 132 | 0.200 0.200 0.6 @ 0.100 0.05
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Cut charts

Aluminum - 60 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI, OptiMix)

(continued)
Marking
Cutflo i i
Plasma gas = Shield gas = Process ID | Mark current ! w. Mafkmg LML Arc voltage | Mark widths
Plasma gas | Shield gas = height speed
. 6350
Metric N, N, 8002 15 25 5 2.50 mm . 120V 1.8 mm
mm/min
. . 250 .
English N, N, 8002 15 25 5 0.100in. | . . 120V 0.07 in.
in./min
Cutflo i i
Plasma gas Shield gas = Process ID | Mark current ! w. Mafkmg Marking Arc voltage | Mark widths
Plasma gas | Shield gas = height speed
. 2540
Metric Ar N, 9012 14 90 20 2.50 mm . 77V 1.3 mm
mm/min
English Ar N, 9012 14 90 20 0.100in. | . 100. 77V 0.05 in.
in./min
XPR Instruction Manual 809830 105



Cut charts

Aluminum - 60 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420300 420365 420296 420323 420303 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N, H,0
Pre flow 27 /1 57 0.2/3"
Pierce flow 34 /72 0.2/3*
Cut flow 20/42 0.4/7

*Gallons per hour (gph).

Metric
Workoiece SYSTEM SETTINGS CNC SETTINGS
thickl:mss Cut YPR Shield Cutlow Cut speed Arc Transfer = Pierce = Pierce Cut Kerf
category Process ID pierce | Plasma = Shield s voltage | height = height | delay = height = compensation
setting gas gas | mm/min  volts mm mm seconds ~ mm mm
1 2028 10 80 30 | 2754 | 122 5.00 5.00 0.3 2.50 1.4
1 2028 10 80 30 | 2402 124 500 500 03 200 14
1 2028 10 80 30 | 2050 | 126 5.00 5.00 0.3 2.00 1.4
2 2028 10 80 30 | 1698 128 500 500 06 250 @ 15
English
Workolece SYSTEM SETTINGS - CNC SETTINGS
thick?less Cut XPR Shield Cutlow Cut speed Arc Transfer = Pierce Pierce Cut Kerf
category Process [D pierce | Plasma = Shield p voltage | height | height delay height compensation
in. setting | gas gas | in/min | volts in. in. seconds in. in.
(1001(32/'\) 3 2028 10 80 30 120 126 | 0.200 0.200 0.3 0.120 0.05
(011/35) 1 2028 10 80 30 100 122 | 0.200 0.200 0.3 | 0.100 0.06
(031/;?5) 1 2028 10 80 30 80 122 | 0.200 | 0.200 | 0.3 |0.100 0.06
(01 /2‘;) 2 2028 10 80 30 65 124 | 0.200 0.200 0.6 | 0.100 0.05
3/8
(0.375) 2 2028 10 80 30 18 138 | 0.200 0.200 0.8 0.120 0.06
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Cut charts

Aluminum - 80 A - Air Plasma / Air Shield - above water (Core, CorePlus, VWI, OptiMix)

@] e=—m

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420309 420365 420306 420323 420294 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, Air
Pre flow 51 /107 -
Pierce flow 23/48 43/ 91
Cut flow - 69 /147
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece . = ——
thickness Cut XPR Shield Cutflow Cut speed Arc Transfer | Pierce Pierce Cut Kerf
category process | pierce | Plasma = Shield voltage height height delay height ~ compensation
mm ID setting  gas gas | mm/min | volts mm mm seconds =~ mm ‘ mm
3 3 2008 30 80 55 3874 128 5.00 5.00 0.3 2.00 1.7
4 3 2008 30 80 55 | 3143 129 500 500 03 200 1.6
5 3 2009 30 80 40 2520 129 5.00 5.00 0.3 2.00 1.5
G 1 2009 30 80 40 | 2005 127 500 500 05 200 15
8 1 2009 30 80 40 1297 128 5.00 5.00 0.6 2.00 1.6
10 1 | 2009 30 80 40 | 1019 131 500 500 06 200 17
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece . .
thickness Cut XPR Shield Cutflow e Arc Transfer | Pierce Pierce Cut Kerf
category| process = pierce | Plasma = Shield voltage | height | height delay | height =~ compensation
in. D sefting | gas gas | in/min | volts in. in. seconds = in. in.
3/16
(0.1875) 3 2008 30 80 55 100 130 | 0.200 | 0.200 0.3 /0.080 0.06
(01 /245) 1 2009 30 80 40 70 126  0.200 0.200 0.5 0.080 0.06
5/16
1 2009 30 80 40 55 128 | 0.200 | 0.200 0.6 0.080 0.06
(0.313)
S 1 2009 30 80 40 40 130 0.200 0.200 0.6 0.080 0.07
(0.375) : : ’ ’ ’
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Cut charts

Aluminum - 80 A - N, Plasma / N, Shield - above water (Core, CorePlus, YWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420309 420365 420306 420323 420303 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scth)
N,
Pre flow 51/108
Pierce flow 67 /143
Cut flow 68/ 144
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece ; -
thickness Cut XPR S_hield Cutflow Cut speed Arc Tral_lsfer Plgrce Pierce G_ut Keri_
category el pierce | Plasma  Shield voltage = height | height | delay  height  compensation
setting gas gas | mm/min  volts mm mm  seconds mm mm
3 2006 30 80 45 | 3820 | 120 5.00 | 5.00 03 250 1.7
3 2006 30 80 45 | 3220 ‘ 119 ‘ 5.00 @ 5.00 0.3 250 1.6
3 2007 30 80 40 | 2692 118 5.00 | 5.00 0.3 | 2.00 1.5
1 2007 30 80 40 2237 ‘ 120 ‘ 5.00 5.00 0.5 2.00 1.6
1 2007 30 80 40 1543 | 122 5.00 | 5.00 0.6 | 2.00 1.7
1 2007 30 80 40 | 1138 125 500 500 06 200 17
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Cut charts

Aluminum - 80 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI, OptiMix)

(continued)
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - . .
thickness Cut XPR s_mem Cutflow Cut speed Arc Tral_lsfer Plgrce Pierce G_ut Kerf _
category rocess || PIErce | Plasma  Shield voltage = height | height | delay  height  compensation
in. : setting | gas gas | in/min | volts in. in.  seconds in. in.
(011/25) 3 2006 30 80 45 140 120 | 0.200 0.200 0.3 | 0.100 0.07
3/16 3 2006 30 80 45 110 118 0.200 0.200 0.3 0.080 0.06
(0.1875) : : : : '
(01 /2‘;) 1 2007 30 80 40 84 120 | 0.200 0.200 0.5 |0.080 0.06
5/16
(0.313) 1 2007 30 80 40 64 122 0.200 0.200 0.6 0.080 0.07
3/8 1 2007 30 80 40 48 124 | 0.200 0.200 0.6 | 0.080 0.07
(0.375) ) ' ' ’ '
Marking
Cutfl i i
Plasma gas | Shield gas | Process ID Mark current ! uw' “"“T"'"g Marking Arc voltage | Mark widths
Plasma gas | Shield gas height speed
. 6350
Metric N, N, 8002 15 25 5 2.50 mm . 120V 1.6 mm
mm/min
. . 250 .
English N, N, 8002 15 25 5 0.100in. | . . 120V 0.06 in.
in./min
Cutfl i i
Plasma gas = Shield gas = Process ID |Mark current riow : Mafkmg Marking Arc voltage | Mark widths
Plasma gas | Shield gas height speed
. 2540
Metric Ar N, 9013 16 90 20 2.50 mm . 78V 1.5 mm
mm/min
. . 100 .
English Ar N, 9013 16 90 20 0.100in. | . . 78V 0.06 in.
in./min
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Aluminum - 80 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix)

Cut charts

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420300 420365 420290 420323 420303 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, H,0
Pre flow 30/64 0.2/3*
Pierce flow 37/79 0.2/3"
Cut flow 24 /51 0.4/6"
*Gallons per hour (gph).
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece = -
thickness Cut XPR 3!“*"" Cutflow Cut spoed Arc Tral_lsfer Plgrce Pierce C_ut Kerf _
category pracess 1D pierce  Plasma Shield voltage | height = height  delay  height = compensation
mm setting gas gas | mm/min  volts mm mm | seconds = mm mm
3 3 2010 10 80 30 | 3820 | 121 5.00 | 5.00 0.3 2.00 1.7
4 3 2010 10 80 30 |8216 122 500 500 03 200 16
5 3 2010 10 80 30 2677 | 124 5.00 | 5.00 0.3 2.00 1.6
6 1 2010 10 80 30 |2208 126 500 500 05 200 16
7 1 2010 10 80 30 1794 | 128 5.00 | 5.00 0.5 2.00 1.6
8 1 2010 10 80 30 | 1450 129 500 500 06 200 17
10 1 2010 10 80 30 956 133 5.00 | 5.00 0.6 2.00 1.8
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Cut charts

Aluminum - 80 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix) (continued)

English
SYSTEM SETTINGS
Workpiece c : Cutt
thickness cateUtu xpr | Shield iy :
: gory process ID pierce | Plasma | Shield
in. setting | gas gas
178 3 2010 10 80 30 140 120 | 0.200 @ 0.200 0.3 | 0.080 0.07
(0.125)
3/16
(0.1875) 3 2010 10 80 30
((;I /245) 1 2010 10 80 30 80 126 0.200 | 0.200 0.5 |0.080 0.06
5/16
(0.313) 1 2010 10 80 30
s/8 1 2010 10 80 30 40 132 | 0.200  0.200 0.6 | 0.080 0.07
(0.375) . : . ' :
7/16
oam| 2 |20 | o | o | = |
(:)/‘,___2)) 2 2011 10 86 30 28 135 | 0.200  0.200 0.8 | 0.080 0.06
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Cut charts

Aluminum - 130 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420318 420365 420315 420314 420356 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N,
Pre flow 92 /195
Pierce flow 150/ 320
Cut flow 135/ 287
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece . -
thickness Cut XPR S!1ield Cutflow Gut speed Arc Tral_lsfer Plgrce Pierce G_ut Kerf _
category rocess ID pierce | Plasma  Shield voltage = height  height | delay  height = compensation
mm setting gas gas | mm/min  volts mm mm | seconds ~mm mm
6 3 2051 52 90 52 2413 171 6.10 6.10 0.4 2.54 2.5
7 3 2051 52 90 52 2358 172 6.10 6.10 0.4 2.54 2.5
8 3 2051 52 90 52 2078 173 6.10 6.10 0.5 2.54 2.5
10 1 2051 52 90 52 1594 175 6.10 6.10 0.5 2.54 2.5
12 1 2051 52 90 52 1354 176 6.10 6.10 0.6 2.54 2.5
15 2 2051 52 90 52 1178 178 6.10 6.10 0.7 3.05 2.4
20 2 2051 52 90 52 635 181 6.10 6.10 1.3 3.05 2.7
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Cut charts

Aluminum - 130 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI, OptiMix)
(continued)

English
Workuiece SYSTEM SETTINGS CNC SETTINGS
thickl:ness Cut XPR Shield Cutflow Gut speed Arc Transfer = Pierce | Pierce Cut Kerf
category i |1 pierce | Plasma = Shield voltage = height = height | delay  height = compensation
in. setting gas gas in./min volts in. in. seconds in. in.
(01 /245) 3 2051 52 90 52 100 172 | 0.240 | 0.240 0.4 | 0.100 0.10
A 3 2051 52 90 52 82 178  0.240 0.240 | 0.4 | 0.100 0.10
(0.313)
3/8
(0.375) 1 2051 52 90 52 65 174 | 0.240 0.240 | 0.5 | 0.100 0.10
(2)/2) 1 2051 52 90 52 50 177  0.240 0.240 | 0.6 | 0.100 0.10
5/8
(0.625) 2 2051 52 90 52 45 178 | 0.240 | 0.240 | 0.7 | 0.120 0.09
((?/745) 2 2051 52 90 52 30 180 0.240 0.240 1.2 0.120 0.10
Marking
Cutflo i i
Plasma gas = Shield gas | Process ID | Mark current ‘ T ga: :hield s I\::;:lntg ’ “1::;'::9 Arc voltage = Mark widths
. 6350
Metric N, N, 8004 18 20 15 2.50 mm mm/min 145V 1.3 mm
. — | | | | | — 50 | .
English N, N, 8004 18 20 15 0.100 in. i /min 145V 0.05 in.
. ‘ Cutflow Marking = Marking .
Plasma gas | Shield gas | Process ID | Mark current ‘ Plasma gas | Shield gas height Shcal Arc voltage | Mark widths
. 2540
Metric Ar N, 9014 24 65 15 2.50 mm mm/min 88V 2.0 mm
English  Ar N, | 9014 24 65 15 | 0.100 in. i;ﬁgn 88V | 0.08in.
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Cut charts

Aluminum - 130 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420469 420365 420315 420314 420356 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, H,0
Pre flow 38 0.42/6.5*
Pierce flow 97 0.5/8"
Cut flow 34/73 0.5/8*
* Gallons per hour (gph).
Metric
. SYSTEM SETTINGS CNC SETTINS
Workpiece : -
- Cut Shield Cutflow Arc  Transfer Pierce = Pierce Cut Kerf
thickness XPR . Cut speed . . - g
category pierce | Plasma voltage = height  height = delay = height = compensation
process ID . Shield gas A
mm setting gas mm/min = volts mm  mm seconds ~mm mm
6 3 2052 25 90 25 2413 | 171 6.10 = 6.10 04 | 2.54 2.5
8 3 2052 25 90 256 | 2083 1738 610 610 05 254 25
10 1 2052 25 90 25 1702 175 | 6.10 | 6.10 0.6 | 2.54 2.5
12 1 2052 25 90 256 | 1882 178 610 610 08 254 25
15 2 2052 25 90 25 1178 | 181 6.10 @ 6.10 0.9 | 3.05 2.8
20 2 | 2052 25 90 25 | 762 185 610 610 13 305 32
English
. SYSTEM SETTINGS CNC SETTINS
Workpiece : - =
thickness Cut XPR s.hmm Cutflow Cut spoed Arc Tral_lsfer Plgrce Pierce G_ut Kerf _
category pierce | Plasma voltage = height = height = delay = height = compensation
: process 1D : Shieldgasf . . . .
in. setting gas in./min volts in. in. seconds  in. in.
(01/245) 3 2052 25 90 25 95 172 1 0.240 0.240 04 | 0.100 0.10
5/16
(0.313) 3 2052 25 90 25 82 173 0.240 0.240 0.5 | 0.100 0.10
3/8 1 2052 25 90 25 70 175 | 0.240 0.240 0.6 | 0.100 0.10
(0.375) ' ' ' ' '
(2)/;) 1 2052 25 90 25 50 179 0.240 0.240 0.8 | 0.100 0.10
5/8 2 2052 25 90 25 45 181 | 0.240 0.240 | 1.0 0.120 0.11
(0.625) ’ ' ' ' '
3/4
(0.75) 2 2052 25 90 25 35 184 0.240 0.240 1.2 0.120 0.12
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Cut charts

Aluminum - 130 A - Mixed-fuel gas Plasma / N, Shield - above water (OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420318 420365 420315 420323 420356 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
H, Ar N,

Pre flow - - 103 /220

Pierce flow 8/17 12/ 25 150/ 320

Gut flow 8/17 12/25 | 139/299

Metric

SYSTEM SETTINGS CNC SETTINS
Workpiece . :
thickness  Cut o S_hield Cutflow Cut speed Arc Tral_lsfer Ple_rce Pierce [;ul Kerf _
category Tl pierce Plasma gas Shield voltage = height = height =~ delay | height |compensation

mm setting W, A N, gas | mm/min volts mm mm  seconds ~mm mm
6 3 2060 52 4 112 24 52 2413 174 5.08 @ 5.08 0.3 2.54 2.4
7 3 2060 52 4 12 24 52 |2205 177 5.8 ‘ 508 0.3 @254 2.4
8 3 2060 52 4 112 | 24| 52 1885 | 180 | 5.08 | 5.08 0.4 2.54 2.5
10 1 2053 | 53 6 |10 24 53 | 1340 186 | 5.08 ‘ 508 05 @ 254 2.6
12 1 2053 | 53 6 |10 24 53 | 1100 | 188 5.08 | 5.08 | 0.6 2.54 2.5
15 2 2061 50 8 12 20| 52 1016 190 6.10 ‘ 6.10 0.7 3.05 2.6
20 2 | 2061 50 8 12 20 52 813 194 | 6.10 6.10 1.5 | 3.05 2.9
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Cut charts

Aluminum - 130 A - Mixed-fuel gas Plasma / N, Shield - above water (OptiMix)

(continued)
English
SYSTEM SETTINGS CNC SETTINS
Workpiece . .
" Cut Shield Cutflow Arc  Transfer = Pierce = Pierce Cut Kerf
thickness XPR . Cut speed . . ; q
category e pierce Plasma gas Shield voltage =~ height = height | delay | height compensation
in. setting 4, Ar N, 0as | in/min volts in. in.  seconds in. in.
(01 /245) 3 2060 52 4 112 | 24| 52 95 175 | 0.200 0.200 0.3 | 0.100 0.09
5/16
(0.313) 3 2060 52 4 |12 |24 52 75 180 0.200 0.200 0.4 | 0.100 0.10
3/8 1 2053 53 6 | 10 | 24 | 53 55 185 | 0.200 0.200 0.5 | 0.100 0.10
(0.375)
(2)/2) 1 2053 53 6 10 | 24 53 40 189 0.200 0.200 0.6 | 0.100 0.10
5/8 2 2061 50 8 12 20 52 40 190 0.240/0.240 | 0.8 | 0.120 0.10
(0.625) ’ ) ’ ) '
((:)3/745) 2 2061 50 8 12 20 52 35 193 0.240 0.240 1.5 | 0.120 0.11
Marking
Cutfl i i
Plasma gas = Shield gas | Process ID | Mark current ! uw- Mafkmg IOy Arc voltage = Mark widths
Plasma gas = Shield gas = height speed
. 6350
Metric N, N, 8004 18 20 15 2.50 mm . 145V | 1.3 mm
mm/min
. . 250 .
English N, N, 8004 18 20 15 0.100 in. i /min 145V | 0.05in.
Cutflo i i
Plasma gas = Shield gas | Process ID | Mark current ! w- Mafkmg IOy Arc voltage = Mark widths
Plasma gas = Shield gas = height speed
. 2540
Metric Ar N, 9014 24 65 15 2.50 mm . 88V 2.0 mm
mm/min
English  Ar N, 9014 24 65 15 0100in. . %% g8V  008in.
in./min
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Cut charts

Aluminum - 170 A - Air Plasma / Air Shield - above water (Core, CorePlus, YWI, OptiMix)

Q) @

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420513 420365 420524 420260 420258 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N, Air
Pre flow 25/52 78/ 166
Pierce flow — 99/210
Cut flow - 99/ 210
Metric
_ SYSTEM SETTINGS CNC SETTINGS
Workpiece ; -
thickness Cut XPR Shield Cutflow Cut speed Arc Transfer = Pierce | Pierce Cut Kerf
category rocess ID pierce | Plasma = Shield voltage = height ~ height  delay = height | compensation
: setting gas gas | mm/min  volts mm mm  seconds ~mm mm
6 3 2101 40 78 77 | 4826 136 559 559 03 279 2.9
7 3 2101 40 78 77 | 4566 136 559 559 03 279 2.9
8 3 2101 40 78 77 | 4166 136 559 559 0.4 279 2.9
10 3 2101 40 78 77 | 3385 136 559 559 04 @279 2.7
12 1 2101 40 78 77 | 2665 138 559 559 0.6 279 2.7
15 1 | 2101 40 78 77 | 1769 145 762 762 07 381 2.5
20 2 2101 40 78 77 | 1086 151 762 762 1.0 3.81 2.9
25 | 2 2101 = 40 78 77 | 786 155 762 762 12 381 3.0
30 4 0101 40 78 77 | 486 1o Ed9e Edge 4, ep 3.1
start start
32 4 0101 40 78 77 | 376 1es E£99e Edge ., ep 3.1
start start
38 4 0101 40 78 77 | 256 179 Ed9e Edge 4, ep 3.4
start start
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Cut charts

Aluminum - 170 A - Air Plasma / Air Shield - above water (Core, CorePlus, YWI, OptiMix)
(continued)

English
i SYSTEM SETTINGS
Workpiece - f
thickness cat(iutn XPR Shield e Iuw-
_ gory process ID plerce Plasma | Shield
in. setting | gas gas
(01 /245) 3 2101 40 78 77 190 136 | 0.220 0.220 | 0.3 | 0.110 0.12
5/16
(0.313) 3 2101 40 78 77
3/8 3 2101 40 78 77 140 136 | 0.220 0.220 | 0.4 | 0.110 0.11
(0.375) : . : : '
1/2
an | [ [ o | = | - [
5/8 1 2101 40 78 77 60 147 | 0.300 | 0.300 0.8 |0.150 0.10
(0.625) ) } ) ) .
3/4
orm| 2 2o |« | = | ~ [
(_1|) 2 2101 40 78 77 30 155 | 0.300 | 0.300 1.2 |/0.150 0.12
1-1/4
1120, 2101 = 40 | 78 | 77 10 179 Edee Edge 44180 0.13
(1.5) start | start
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Cut charts

Aluminum - 170 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420327 420365 420324 420314 420356 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N,
Pre flow 99/ 210
Pierce flow 168 /355
Cut flow 151 /322
Metric
_ SYSTEM SETTINGS CNC SETTINGS
Workpiece ; "
thickness Cut XPR S_hield Cutflow Gut speed Arc Tral_lsfer Plgrce Pierce G_ut Kerl.
category pierce | Plasma = Shield voltage = height = height  delay = height = compensation
process [D setting gas gas | mm/min  volts mm mm  seconds | mm mm
6 3 2057 54 90 54 |5969 154 6.10 6.10 0.3 @254 2.4
7 83 2057 54 90 54 | 5785 156 6.10 610 083 254 24
8 1 2057 54 90 54 | 5375 157 | 610 6.0 0.4 254 2.3
10 1 2057 54 90 54 |4560 159 610 6.0 04 254 = 22
15 2 2057 54 90 54 | 2220 166 @ 6.10 610 0.9 & 3.00 2.3
20 2 2057 54 90 54 | 1156 178  6.40 610 1.6 381 26
25 4 2057 54 90 54 | 556 @ 1g7 £d9e Edge g5 0 g4y 2.8
start start
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Cut charts

Aluminum - 170 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI, OptiMix)

(continued)
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece : . =
thickness Cut XPR s_mem Cutflow Gut speed Arc Tral_lsfer PIFI’G& Pierce G_ut Kerf .
category rocess |0 Mierce | Plasma  Shield voltage = height = height  delay = height = compensation
in. : setting | gas gas | in/min | volts in. in. | seconds in. in.
(01 /;:,)) 3 2057 54 90 54 235 154 | 0.240 0.240| 0.3 0.100 0.09
e 3 2057 54 90 54 190 158 0.240 0.240 0.4 @ 0.100 0.09
(0.375) : : : : :
(z)/g) 1 2057 54 90 54 120 163 | 0.240 | 0.240 0.7 | 0.100 0.09
S 1 2057 54 90 54 75 167 | 0.240 0.240 1.0 0.120 0.09
(0.625) ' : : ' '
(5’/745) 2 2057 54 90 54 50 176 | 0.240 0.240| 1.5 |0.150 0.10
(]) 2 2057 54 90 54 20 188  0.240 0.240 2.0 0.150 0.11
Marking
Cutflo i i
Plasma gas | Shield gas | Process ID Mark current‘ trow - Mafkmg LI Arc voltage | Mark widths
’ Plasma gas = Shield gas = height speed
. 6350
Metric N, N, 8005 18 20 15 2.50 mm . 121V | 1.8 mm
mm/min
. . 250 .
English N, N, 8005 18 20 15 0.100in. | . . 121V | 0.07in.
in./min
Plasma gas | Shield gas | Process ID | Mark current‘ Cutflow Mk Mk Arc voltage | Mark widths
. L ’ Plasma gas | Shield gas height speed g
. 3810
Metric Ar N, 9015 24 55 15 2.50 mm . 97V 1.7 mm
mm/min
English = Ar N, 9015 24 55 15 0100in. 2% 97v  007in.
in./min
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Aluminum - 170 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix)

Cut charts

g Ilp —w

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420472 420365 420324 420314 420356 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, H,0
Pre flow 19/40 0.4/6*
Pierce flow 47 /100 0.5/8*
Cut flow 33/ 71 04/7"
* Gallons per hour (gph).
Metric
. SYSTEM SETTINGS CNGC SETTINGS
Workpiece Cut Shield Cutflow Transfer = Pierce = Pierce Cut Kerf
thickness 1
! category ru::(:sZII] pierce | Plasma @ Shield EeS e Al e height | height | delay | height = compensation
mm : setting gas gas mm/min volts mm mm  seconds  mm mm
10 3 2058 30 90 30 1994 168 7.62 7.62 04 2.54 2.7
12 1 2058 30 90 30 | 1834 170 762 762 06 254 2.8
15 1 2058 30 90 30 1502 174 7.62 7.62 0.9 2.54 2.8
20 2 2058 30 90 30 | 978 @ 180 762 762 23 254 3.0
25 2 2058 30 90 30 778 185 7.62 7.62 4.0 2.54 3.8
30 4 92058 30 90 30 | ea2 1gg FEdoe Edge 55 o5, 3.4
| start start
32 4 92058 30 90 30 | s90 190 Edoe EBdge | 4. o554 3.4
start start
38 5 2058 30 90 30 | 484 195 FEd9e Edge g5 55, 3.6
start start
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Cut charts

Aluminum - 170 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix) (continued)

English
f SYSTEM SETTINGS
Workpiece : f
thickness catl:u:; yop | Shield Cut Inw-
; . process 1D ple':ce Plasma | Shield
0L setting gas gas

1/2
(0.5) 1 2058 30 90 30
5/8 1 2058 30 90 30 55 175 | 0.300 | 0.300 | 1.0 | 0.100 0.11
(0.625) ' ’ ’ ' ’
3/4
(0.75) 2 2058 30 90 30

(}) 2 2058 30 90 30 30 185 | 0.300 | 0.300 | 4.0 | 0.100 0.13

1-1/4

(125 | *+ |28 ) %9 | %0 | 0 _
1-1/2 Edge | Edge

(1.5) 5 2058 | 30 90 30 17 195 start | start 0.5 | 0.100 0.14
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Cut charts

Aluminum - 170 A - Mixed-fuel gas Plasma / N, Shield - above water (OptiMix)

Q)}D@D@j))@jmﬂ:m

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420327 420365 420324 420323 420356 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
H, Ar N,
Preflow - - 101/215
Pierce flow 8/17 12/25 162 / 345
Cut flow 8/17 12/25 | 160/340
Metric
SYSTEM SETTINGS CNC SETTINGS
Workpiece . :
thickness  CUt . S_hield Cutflow Cut speed Arc Tral_lsfer Pufrce Pierce [:_ut Kerf _
category Drocesll pler_ce Plasma gas Shield voltage = height = height = delay = height | compensation
mm setting H, | Ar | N, | 0as | mm/min volts mm mm | seconds ~mm mm
10 3 2059 | 54 6 | 8 26 54 | 3334 | 172 | 508  5.08 | 04 2.54 2.5
’ 12 1 2059 54 6 8 26 54 |2934 179 ‘ 5.08 5.08 ’ 0.6 2.54 2.5
15 1 2059 | 54 6 | 8 26 54 |]2150 | 179 | 5.08 | 5.08 0.7 2.54 2.5
20 2 2062 54 6 10 24 54 | 1218 192 762 762 11 254 2.9
25 2 2063 | 54 8 | 6 | 26| 54 913 196 | 762 1524 1.9 3.05 3.2
30 2 2064 54 8 12 20 54 | 650 198 E‘tﬁf E?:?: 05 457 32
32 o 2064 54 8 12 20 54 | 552 199 FEd9e Edoe 5 457 a3
start start
38 4 2064 54 8 12 20 54 | 384 0o FEd9e EBdoe g 57 33
start start
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Cut charts

Aluminum - 170 A - Mixed-fuel gas Plasma / N, Shield - above water (OptiMix)

(continued)
English
SYSTEM SETTINGS CNC SETTINGS
Workpiece . .
; Cut Shield Cutflow Arc  Transfer Pierce = Pierce Cut Kerf
thickness XPR . Cut speed . . . q
category e pierce Plasma gas Shield voltage = height = height | delay | height compensation
in. pressure| H, | Ar N, @ gas | in/min  volts in. in. | seconds in. in.
8/8 3 2059 54 6 | 8 26| 54 135 171 | 0.200 | 0.200 0.4 0.100 0.10
(0.375)
(10/2) 1 2059 54 6 8 | 26 54 110 181 | 0.200 0.200 0.6 | 0.100 0.10
5/8 1 2059 54 6 | 8 26| 54 75 178 | 0.200 0.200 0.8 | 0.100 0.10
(0.625) ' ' ’ ' '
((:)3/745) 2 2062 54 6 10 | 24 54 50 191  0.300 0.300 1.0 @ 0.100 0.11
(1) 2 2063 54 8 | 6 |26 b4 35 196 | 0.300 0.600| 2.0 | 0.120 0.13
1-1/4 Edge Edge
(1.25) 4 2064 54 8 12| 20 54 22 199 start | start 0.5 0.180 0.13
112 4 o0sa 54 8 12 20 54| 15 0o Ed9e Bdge g5 4480 043
(1.5) start | start
Marking
Cutfl i i
Plasma gas | Shield gas | Process ID | Mark current oW = ""“T"‘"g Marking Arc voltage |Mark widths
Plasma gas | Shield gas height speed
. 6350
Metric N, N, 8005 18 20 15 2.50 mm . 121V | 1.8 mm
mm/min
. . 250 .
English N, N, 8005 18 20 15 0.100in. | . . 121V | 0.07 in.
in./min
Cutfl i i
Plasma gas = Shield gas = Process ID | Mark current rtiow - ""“T"‘"g O Arc voltage Mark widths
Plasma gas | Shield gas height speed
Metric Ar N, 9015 24 55 15 2.50 mm 3810. 97V 1.7 mm
mm/min
. . 150 .
English Ar N, 9015 24 55 15 0.100 in. | . . 97V | 0.07 in.
in./min
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Cut charts

Aluminum - 300 A - N, Plasma / N, Shield - ahove water (Core, CorePlus, VWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420362 420365 420359 420323 420356 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N,
Pre flow 106/ 225
Pierce flow 181 /385
Cut flow 178 / 370
Metric
_ SYSTEM SETTINGS CNC SETTINGS
Workpiece : f Mrc  Transfer | Pi Pi Cut Kerf
thickness Cut XPR S_hleld Cutflow Cut speed rc ral_ls er n?rce ierce _u e _
category rocess D Mierce | Plasma  Shield voltage =~ height | height  delay = height  compensation
: setting gas gas | mm/min @ volts mm mm vsecnnds mm mm
3 | 2054 54 90 54 | 5182 168 762 762 04 @ 3.81 3.4
3 2054 54 90 54 | 4542 170 762 762 04 381 3.4
3 | 2054 54 90 54 | 3582 172 762 762 05 @ 3.81 3.4
1 2054 54 90 54 | 2064 181 762 762 09 508 37
1 2054 = 54 90 54 | 1564 185 762 1270 15 @ 5.08 3.8
30 4 2054 54 90 54 | 1248 197 FEdee Edge 55 a5 4.2
start start
38 4 2100 54 90 58 | 643 o001 FEdee | Edge 5o 5a5 4.8
start start
40 4 2100 54 90 58 | 559 205 F£d9e Edge g 535 4.8
| start start |
44 4 2100 54 90 58 | 390 1o FEdge | Edge 5o 5ag 4.8
start start
50 5 92100 54 90 58 | 270 o1g FEdge Edge L, 5o5 4.9
start start
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Cut charts

Aluminum - 300 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI, OptiMix)

(continued)
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece : . .
thickness Cut XPR s_h.em Cutflow Cut speed Arc Tral_lsier Pn?rce Pierce G_ut Kerf _
category rocess D Mierce | Plasma  Shield voltage =~ height | height  delay = height  compensation
in. : setting gas gas in./min volts in. in. | seconds in. in.
3/8
(0.375) 3 2054 54 90 54 210 168 | 0.300 | 0.300 | 0.4 | 0.150 0.13
(2)/2) 3 2054 54 90 54 170 171 | 0.300 0.300 04 | 0.150 0.13
5/8 3 2054 54 90 54 130 172 | 0.300 | 0.300 0.5 |0.150 0.13
(0.625) . . . . )
(83/745) 1 2054 54 90 54 85 180 0.300 0.300 0.8 0.200 0.14
(1) 1 2054 54 90 54 60 185 | 0.300 | 0.500 | 1.5 | 0.200 0.15
1-1/4 Edge Edge
(1.25) 4 2054 54 90 54 45 193 start start 0.5 | 0.250 0.17
1172 4 9100 54 90 58 | 25 001 FEd9e Edge 55050 0.19
(1.5) start start
1-3/4 Edge Edge
(175) 4 2100 54 90 58 15 213  start start 0.8 | 0.250 0.19
2 5 2100 54 90 58 | 10 o219 FEdee Edge 44050 0.19
(2) start start
Marking
. Cutflow Marking . .
Plasma gas | Shield gas | Process ID Mark current - . Marking speed Arc voltage | Mark widths
Plasma gas = Shield gas |  height
. 2540
Metric N, N, 8006 18 25 15 2.50 mm . 135V 0.7 mm
mm/min
English N, N, 8006 18 25 15 0.100 in. 100 in./min, 135V 0.03in.
. Cutflow Marking . ,
Plasma gas | Shield gas | Process ID Mark current - . Marking speed Arc voltage | Mark widths
Plasma gas = Shield gas |  height
. 2540
Metric Ar N, 9016 28 45 15 2.50 mm . 70V 1.4 mm
mm/min
English Ar N, 9016 28 45 15 0.100 in. 100 in./min| 70V 0.06 in.
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Aluminum - 300 A - N, Plasma / H,0 Shield - ahove water (VWI, OptiMix)

Cut charts

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420475 420365 420359 420323 420356 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, H,0
Pre flow 31/65 0.42/6.5*
Pierce flow 75 /160 0.5/8*
Cut flow 59/ 126 0.5/8"
* Gallons per hour (gph).
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - -
thickness Cut YPR s.hield Cutflow Cut spead Arc Tral_lsfer Plgrce Pierce G_ut Kerf _
category process 1D pierce  Plasma Shield voltage = height = height ~ delay  height =~ compensation
mm setting gas gas | mm/min  volts mm mm | seconds ~ mm mm
12 3 2055 22 90 22 2286 179 7.62 7.62 0.5 3.81 3.8
15 3 2055 22 90 22 | 2010 180 762 762 07 381 3.7
20 1 2055 22 90 22 1702 184 7.62 8.89 1.1 5.08 4.0
25 1 2055 22 90 22 | 1302 188 762 1524 1.9 508 4.2
30 2 2055 22 90 22 1086 192 7.62 1778 3.1 5.08 4.4
32 2 2055 22 90 22 | 1006 194 762 1778 36 508 45
38 4 2055 922 90 22 | 7e6 @ 200 FEd9e Edge 4, gag 47
start start
40 4 2085 22 | 90 922 | 724 000 FEd9e Edge 5, 535 48
start start
44 4 2055 922 | 90 22 | 644 00 FEdge Edge 4, gag 5.0
start start
50 4 2085 22 | 90 922 | 524 000 FEdoe Edge ., 535 5.3
start start
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Cut charts

Aluminum - 300 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix) (continued)

English
; SYSTEM SETTINGS
Workpiece c . e
thickness catemu XPR Shl_eIQOd utflow .
: o process (D P'ETC Plasma | Shield
n. setting  gas gas

(z)/g) 3 2055 22 90 22 n 0.300 | 0.300 0.150 m

(056/25) 3 2055 22 90 22
((;3/7‘:_)) 1 2055 22 90 22 70 183 | 0.300 0.300 | 1.0 |0.200 0.16

1
1 2055 22 90 22

1-1/2 Edge @ Edge
(1.5) start | start 0.4 10.250 0.19

4 2055 22 90 22 30 200
2 4 2055 22 90 22
(2
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Cut charts

Aluminum - 300 A - Mixed-fuel gas Plasma / N, Shield - above water (OptiMix)

g Ilp —w

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420362 420365 420359 420358 420356 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
Hz Ar Nz
Pre flow - - 118/ 250
Pierce flow 24/51  48/102 @ 150/320
Gt flow 23/50 | 47/101 | 152/326
Metric
SYSTEM SETTINGS CNC SETTINGS
Workpiece . .
- Cut Shield Cutflow Arc  Transfer  Pierce  Pierce Cut Kerf
thickness XPR . Cut speed . . . -
category el pierce Plasma gas Shield voltage = height = height | delay = height compensation
setting  n, ar ’ N, 0as | mm/min volts mm mm  seconds  mm mm
3 2065 54 18 24 18 54 | 3810 171 889 889 04 508 4.0
3 2065 54 18 24 18 54 | 8442 175 889 889 05 508 4.1
1 2056 54 24 21 15 54 | 2356 182 889 889 09 508 4.2
1 | 2056 54 24 21 15 54 | 2056 188 889 889 1.2 508 4.2
2 2056 54 24 21 15 54 | 1480 192 889 1270 1.9 5.8 4.6
2 2056 54 24 21 15 54 | 1245 194 889 1270 23 | 5.08 47
2 2065 54 18 24 18 54 | 645 @ 202 889 1524 40 @ 6.35 5.4
40 4 2065 54 18 24 18 54 | 582 @ 197 FEdee Edge 5 o ag 5.5
start | start
44 4 2066 54 12 48 0 54 | 470 185 Fdoe Edge g gag 5.8
start start
50 4 2066 54 12 48 0 54 | 391 1gy Fd9e Edge g o ag 6.0
start start
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Cut charts

Aluminum - 300 A - Mixed-fuel gas Plasma / N, Shield - above water (OptiMix)

(continued)
English
SYSTEM SETTINGS CNC SETTINGS
Workpiece . .
; Shield Cutflow Arc  Transfer Pierce = Pierce = Cut Kerf
thickness XPR Cut speed . . - g
category el pierce Plasma gas Shield voltage = height = height delay height compensation
in. setting 4, Ar N, gas | inmin volts in. in.  seconds in. in.
(:)/52)) 3 2065 54 182418 54 150 171 | 0.350 0.350 | 0.4 | 0.200 0.16
(056/25) 3 2065 54 |18 24 18 54 130 176 0.350 0.350 0.6 | 0.200 0.16
((?/745) 1 2056 54 24|21 15 54 95 181 | 0.350 0.350 0.8 | 0.200 0.17
(}) 1 2056 54 |24 21 15 b4 80 188 0.350 0.350 1.2 | 0.200 0.17
1-1/4
(1.25) 2 2056 54 24 1 21 15| 54 50 194 | 0.350 0.500 2.2 0.200 0.18
1(;1é)2 2 2065 54 |18 24 18 b4 25 202 | 0.350 0.600 4.0 @ 0.250 0.21
1-3/4 Edge Edge
(1.75) 4 2066 54 12 48 O 54 18 184 start start 0.5 0.250 0.23
2 4 2066 54 12 48 0o 54 | 15 18y F£d9e EBdge 55 5050 004
2) start  start
Marking
Cutflo i i
Plasma gas | Shield gas | Process ID | Mark current e gaus ’ Swhield s ‘ N:;::'h"tﬂ W:i::g Arc voltage | Mark widths
. 2540
Metric N, N, 8006 18 25 15 2.50 mm . 135V 0.7 mm
mm/min
English N, N, 8006 18 25 15 0.100 in. in1/°n?in 135V 0.03in.
tl i i
Plasma gas | Shield gas | Process ID | Mark current Cu nw- Mafkmg Marking Arc voltage | Mark widths
Plasma gas = Shield gas = height speed
. 2540
Metric Ar N, 9017 28 35 15 2.50 mm . 77V 1.4 mm
mm/min
English  Ar N, 9017 28 35 15 0100in. . '°° 77V 0.06in.
in./min
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Cut charts

Aluminum - 460 A - N, Plasma / N, Shield - above water (Core, CorePlus, YWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420998 420365 420996 420358 420997 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N,
Pre flow 126/ 267
Pierce flow 186 /395
Cut flow 179/ 379
Metric
, SYSTEM SETTINGS CNC SETTINGS
Workpiece : : . : : .
thickness Cut XPR S_hleld Cutflow Cut speed Arc Tra|.1sfer Ple.rce Pierce [}.ut Kerl.
category rocess |D pierce Plasma = Shield voltage = height = height = delay = height = compensation
mm s setting gas gas | mm/min @ volts mm mm | seconds mm mm
16 3 2081 54 70 55 | 3907 171 1170 1520 0.5 3.80 47
20 3 2081 54 70 55 | 3046 172 1170 1520 06 3.80 48
25 3 2081 54 70 55 | 2344 175 1170 1520 0.8 3.80 47
\ 30 \ 1 2081 54 ] 70 \ 55 | 1847 187 11.70\15.20\ 11 6.40 5.0 \
35 1 2081 54 70 55 | 1519 191 1170 1520 1.5 6.40 5.1
40 4 2081 54 70 55 | 1189 195 Edoe Edge 5 40 5.2
start start
45 4 2081 54 70 55 | 943 o000 Ed9e Edge o4 5.4
start start
50 4 2081 54 70 55 | 743 o004 Ed9e Edge o oo 5.7
start  start
55 5 2081 54 70 55 | 585 o009 Ed9e Edge o444 5.9
start start
60 5 2081 54 70 55 | 465 o014 Ed9e Edge o oo 6.2
start  start
65 5 2081 54 70 55 | 320 917 FEdee Edge 540 6.4
start start

XPR Instruction Manual 809830 131



Cut charts

Aluminum - 460 A - N, Plasma / N, Shield - above water (Core, CorePlus, VWI, OptiMix)
(continued)

English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece : = -
thickness Cut XPR S-h|e|[| Cutflow Cut speed Arc Tral_lsfer Pn?rce Pierce G_ut Kerf _
category rocess D PIETe | Plasma  Shield voltage | height  height  delay = height = compensation
in. : setting gas gas in/min | volts in. in.  seconds in. in.
5/8
(0.625) 3 2081 54 70 55 155 171 1 0.460 0.600| 0.4 0.150 0.19
(5%) 3 2081 54 70 55 125 172 0.460 0.600 0.5 0.150 0.19
(1) 3 2081 54 70 55 90 175 | 0.460 0.600| 0.8 0.150 0.19
1-1/4
(1.25) 1 2081 54 70 55 65 188 0.460 0.600 1.2 0.250 0.20
1(;15 1 2081 54 70 55 51 193 | 0.460 | 0.600 1.6 ' 0.250 0.20
1-3/4 Edge Edge
(1.75) 4 2081 54 70 55 38 199 start | start 1.3 1 0.250 0.21
2 4 2081 54 70 55 08 005 F£d9e Edge 4 5050 003
2) start | start
2-1/4 Edge Edge
(2.25) 5 2081 54 70 55 21 | 211 Cstart  start 1.5 1 0.250 0.24
2-1/2 Edge | Edge
(2.5) 5 2081 54 70 55 15 217 start | start 1.3 /0.250 0.25
Marking
Cutfl i i
Plasma gas = Shield gas | Process ID | Mark current ! ow' ""“T"'““ Marking Arc voltage | Mark widths
Plasma gas = Shield gas height speed
. 2540
Metric N, N, 8011 25 25 40 2.54 mm . 94V 0.9 mm
mm/min
. . 100 .
English N, N, 8011 25 25 40 0.100in. | . . 94V 0.03 in.
in./min
Cutfl i i
Plasma gas | Shield gas ' Process ID Mark current ! ow- Mafkmg LT Arc voltage | Mark widths
Plasma gas = Shield gas = height speed
. 2540
Metric Ar N, 9021 42 35 25 2.54 mm . 57V 1.4 mm
mm/min
. . 100 .
English Ar N, 9021 42 35 25 0.100 in. i /min 57V 0.05 in.
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Cut charts

Aluminum - 460 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 520033 420365 420996 420323 420997 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N, H,0
Pre flow 45/95 | 0.38/6"
Pierce flow 72/152 | 0.40/6.25
Gut flow 64/135 | 0.35/5.5*

* Gallons per hour (gph).

Metric
_ SVSTEM SETTINGS CNC SETTINGS
Workpiece : - .
thickness Cut YPR s.hmm Cutflow Cut speed Arc Tral_lsfer Plgrce Pierce G_ut Kerf _
ategory rocess |0 Pierce  Plasma | Shield voltage = height  height  delay = height = compensation
mm : setting gas gas mm/min | volts mm mm  seconds ~mm mm
16 3 2082 | 22 85 20 | 3536 178 1170 1520 0.4 @ 6.40 5.2
20 3 2082 22 8 20 | 2972 180 1170 1620 06  6.40 5.3
25 1 2082 = 22 85 20 | 2572 187 1170 1520 0.7 760 5.6
- 30 1 2082 22 85 20 | 2087 190 1170 1520 08 760 58
35 1 2082 = 22 85 20 | 1749 193 1170 1780 1.0 760 5.9
40 2 2082 22 8 20 | 1539 195 1170 1780 1.2 760 6.2
45 2 2082 | 22 85 20 | 1375 196 1170 1780 1.4 760 6.7
50 4 2082 = 22 85 20 | 1175 198 Fd9e Edge ., oe0 7.1
start start
55 4 2082 22 85 20 | o83 201 F99¢ Edge g g60 7.6
start start
60 4 2082 = 22 85 20 | se9 o203 FEd9e Edge . o4, 8.0
start start
65 5 2082 = 22 85 20 | 789 204 FEdge Edge ' o .44 8.5
start start
70 5 2082 22 | 8 20 | 709 o20s Fd9e Edge 5 060 8.8
start start
75 5 2082 = 22 85 20 | 649 204 FEdge Edge | ., g0 8.8
| start | start
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Cut charts

Aluminum - 460 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix) (continued)

English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece = = -
thickness Cut YPR S_hleld Cutflow Cut speed Arc Tra|_1sfer Ple_rce Pierce [}_ut Kerf _
category rocess |0 Pierce  Plasma | Shield voltage  height  height  delay = height = compensation
in. : setting gas gas in/min | volts in. in.  seconds | in. in.
5/8
(0.625) 3 2082 22 85 20 140 178 1 0.460 0.600 0.4 0.250 0.20
((:)3/71:3) 3 2082 22 85 20 120 178  0.460 0.600 0.5 0.250 0.21
(1) 1 2082 22 85 20 100 187 | 0.460 | 0.600 | 0.7 '0.300 0.22
1-1/4
(1.25) 1 2082 22 85 20 75 191 0.460 0.700 0.8 0.300 0.23
1(;1{;)2 1 2082 22 85 20 63 194 | 0.460  0.700 1.0 0.300 0.24
1-3/4
(1.75) 2 2082 22 85 20 55 196 0.460 | 0.700 1.3 0.300 0.26
2 4 2082 = 22 85 20 45 199 Fdoe EBdoe 410300 0.8
2) start | start
2-1/4 Edge Edge
(2.25) 4 2082 22 85 20 36 202 start start 1.6 0.300 0.31
2-1/2 4 2082 = 22 85 20 | 32 | o204 FEd9e Edge g 5300 033
(2.5) start | start
2-3/4 Edge Edge
(2.75) 5 2082 22 85 20 28 206 start start 1.9 0.300 0.35
8 5 2082 22 85 20 05 903 498 Edge 54 950 035
3) | start | start
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Cut charts

Aluminum - 460 A - Mixed-fuel gas Plasma / N, Shield - above water (OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420998 420365 420996 420358 420997 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
H, Ar N,
Pre flow — - 151 /320
Pierce flow 31/66 179/380 = 160/339
Cut flow 31/66 162/343 | 160/339
Metric
_ SYSTEM SETTINGS CNC SETTINGS
Workpiece - .
thickness |yt . Cutflow Cut Arc | Transfer Pierce Pierce  Cut Kerf
cateunr XPR S!ueld speed | voltage = height | height = delay | height | compensation
o Process ID pler.ce Plasma gas Shield .
mm setting mm/min | volts mm mm  seconds mm mm
H, Ar N, gas
16 3 2073 54 27 26 22 55 |5046 178 14.20 1780 0.3 @ 5.10 5.1
20 3 2073 54 27 26 22 55 |8958 183 14.20 1780 06 5.10 5.1
25 3 2071 54 28 28 19| 55 |2909 197 14.20 1780 1.0  8.90 6.0
30 1 2071 54 28 28 19 55 |2642 199 14.20 1780 1.1 890 6.0
35 1 2071 54 28 28 19| 55 |2422 200 14.20 1780 1.3  8.90 6.0
38 1 2071 54 28 28 19 55 |2290 201 14.20 1780 1.3 890 6.0
40 2 2072 54 31 31 13 55 | 2210 199 14.20 21.60 1.4  10.20 6.0
500 2 | 2072 54 31 31 13 55 | 1810 211 14.20 21.60 17 1140 6.4
55 4 2077 54 96 49 0 55 |1610 o204 Ed9e Edge o000 6.9
start start
60 4 2077 54 926 49 0 55 |1410 206 £99¢ Bdge i, 1070 69
_start start
65 4 2077 54 96 49 0 55 |1210 209 FE99e Edge . 600 58
start start
70 4 2077 54 26 49 0 55 | 1010 202 FEd9 EBdge L, 4500 58
_start start
75 5 0076 =55 25 45 0 55 | 810 o209 £d9e Edge 4600 7.7
start start
80 5 2076 = 55 25 45 0 55 | 625 o213 £dge Edge o5, 4.6
start = start
90 5 | 2075 55 925 45 0 55 | 300 221 E£d9¢ Edge .5 ohg 4.9
start | start
*  Argon-assisted piercing.
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Cut charts

Aluminum - 460 A - Mixed-fuel gas Plasma / N, Shield - above water (OptiMix)
(continued)

English
SYSTEM SETTINGS CNC SETTINGS
Workpiece " . .
thickness  Cut XPR Shield Cutflow Cut Arc | Transfer Pierce = Pierce Cut Kerf
category e pierce Plasma gas shield | speed | voltage = height = height ~ delay | height | compensation
in. setting  , ‘ Ar ‘ N, oas |in/min volts in. in.  seconds in. in.
(056/5235) 3 2073 54 |27 26 /22| 55 200 | 178 0.560|0.700 | 0.3 | 0.200 0.20
(3/7‘:__)) 3 2073 b4 27 2622 | 55 166 182 0.560 0.700 0.5 | 0.200 0.20
(078/35) 3 2073 54 |27 2622 | 55 132 | 186 | 0.560 0.700 | 0.7 |0.200 0.20
(1) 3 2071 54 28 28 /19| 55 112 197 0.660 0.700 1.0 0.350 0.23
(11_12/;) 1 2071 54 28 2819 | 55 101 199 | 0.560 0.700 1.1 |0.350 0.24
1(;151)2 1 2071 54 28 28 /19| 55 90 201 0560 0.700 1.3 0.350 0.24
1-3/4
(1.75)" 2 2072 54 131 31 /13| 55 80 203 0.560 0.850 1.6 | 0.400 0.24
(22)f 2 2072 54 31 31 /13| 55 70 212 0.560 0.850 1.7 0.450 0.25
2-1/4 ' Edge | Edge
(2.25) 4 2077 54 126 49 0 | 55 60 205 start | start 1.0 |0.500 0.27
2-1/2 Edge Edge
(2.5) 4 2077 54 126 49 0 55 50 208 Cstart | start 1.0 0.500 0.28
2-3/4 Edge | Edge
(2.75) 4 2077 54 126 49 0 | 55 40 202 start | start 1.0 |0.400 0.23
3 Edge Edge
@) 5 2075 55 1256 45| 0 @ 55 30 210 start | start 1.0 0.400 0.30
3-1/4 Edge | Edge
(3.25) 5 2075 b5 25 45 0 | 55 21 215 start | start 1.5 |0.300 0.18
3-1/2 Edge Edge
(3.5) 5 2075 b5 25 45| 0 | 55 12 221 start | start 2.5 0.300 0.19

* Argon-assisted piercing.
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Cut charts

Aluminum - 460 A - Mixed-fuel gas Plasma / N, Shield - above water (OptiMix)

(continued)
Marking
Cutfl i i
Plasma gas = Shield gas | Process ID \Mark current ! ow. Mafkmg LT Arc voltage | Mark widths
Plasma gas = Shield gas height speed
. 2540
Metric N, N, 8011 25 25 40 2.54 mm . 94V 0.86 mm
mm/min
English N, N, 8011 25 25 40 0.100 in. in1/0rr(1)in 94V 0.034 in.
Cutfl i i
Plasma gas = Shield gas = Process ID \Mark current ! ow. Mafkmg L Arc voltage | Mark widths
' Plasma gas Shield gas height speed
. 2540
Metric Ar N, 9021 42 35 25 2.54 mm . 57V 1.36 mm
mm/min
English = Ar N, | 9021 42 35 95 0.100in. in1?r:in 57V | 0.054 in.
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Cut charts

Cut charts for ferrous (mild steel) processes - underwater

Mild steel - 80 A - 0, Plasma / Air Shield (Core, CorePlus, VWI, Optilix)

A1)l e—m

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420246 420365 420243 420242 420240 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, 0, Air
Pre flow 38/80 - 49/105
Pierce flow - 38/80 49/105
Cut flow - 24 /52 46/98
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - -
thickness Cut XPR Shield Cutflow Arc Tralllsfer Pufrce Pierce [:-ut Kerf -
category process 1D pier.ce Plasma Shield |Cutspeed voitage  height  height  delay  height  compensation
mm setting gas gas volts mm mm | seconds ~mm mm
3 3 1001 18 82 72 5023 118 4.06 | 4.06 0.2  2.03 1.8
‘ 4 ‘ 3 1002 18 82 68 3878 118 4,06 @ 4.06 0.2 2.03 1.8
5 3 1002 18 82 68 3367 120 4.06 | 4.06 0.2 2.03 1.8
‘ 6 ‘ 1 10083 18 82 56 2529 124 4,06 @ 4.06 0.3 2.08 1.9
7 1 1003 18 82 56 2121 123 4,06 | 4.06 0.3 2.03 2.0
‘ 8 ‘ 1 1004 18 82 52 1939 121 4,06 @ 4.06 0.4 2.03 2.0
9 1 1004 18 82 52 1667 122 4,06 | 4.06 0.5 2.03 2.0
‘ 10 ‘ 1 1005 18 82 46 1494 123 4.37 4.37 0.5 2.03 2.1
12 2 1005 18 82 46 1338 125 5.08 | 5.08 0.7 2.03 2.2
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Cut charts

Mild steel - 80 A - 0, Plasma / Air Shield - underwater (Core, CorePlus, VWI, OptiMix)

(continued)
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - . .
thickness Cut XPR s_mem Cutflow Cut speed Arc Tral_lsfer Plgrce Pierce G_ut Kerf _
category rocess D Mierce  Plasma  Shield voltage ~ height = height = delay = height = compensation
in. s setting gas gas in./min volts in. in. seconds in. in.
12 GA 3 1001 18 82 72 203 118 0.160  0.160 0.1 | 0.080 0.07
(0.105)
10 GA
3 1001 18 82 72 162 118 0.160 0.160 0.2 0.080 0.07
(0.135)
3/16 3 1002 18 82 68 140 119 0.160 0.160 0.2 | 0.080 0.07
(0.188) ' ' ' ’ '
(C; /245) 1 1003 18 82 56 88 125 0.160 0.160 0.3 0.080 0.08
5/16 1 1004 18 82 52 77 121 0.160  0.160 0.4 | 0.080 0.08
(0.313) ’ ' ' ' '
e 1 1005 18 82 46 60 123 0.160 0.160 0.5 0.080 0.08
(0.375) ' : : ' '
(yg) 2 1005 18 82 46 50 126  0.200  0.200 0.7 | 0.080 0.09
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Cut charts

Mild steel - 130 A - 0, Plasma / Air Shield - underwater (Core, CorePlus, VWI, OptiMix)

@:[mm:ﬁ)j

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420255 420365 420252 420242 420249 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, 0, Air
Pre flow 33/69 - 85/180
Pierce flow - 31/65 82/173
Cut flow - 31/65 92 /195
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - -
thickness Cut XPR S_hield Cutflow Cut speed Arc Tral_lsfer Plgrce Pierce G_ut Kerf _
category DrocesallD pierce  Plasma ~ Shield voltage = height = height = delay = height  compensation
mm setting gas gas mm/min | volts mm mm  seconds ~mm mm
3 3 1101 37 92 45 5842 132 5.08 | 5.08 0.1 2.54 2.2
4 3 1101 37 92 45 5002 133 530 @ 5.30 0.1 2.65 2.3
5 3 1101 37 92 45 4158 134 559 | 559 0.2 | 279 2.3
6 1 1102 37 92 27 3336 137 559 & 559 0.3 279 2.4
7 1 1103 37 92 82 3017 136 5.80 | 5.80 03 | 279 2.4
8 1 1103 37 92 82 2943 134 6.10 6.10 03 279 2.4
10 1 1104 37 92 77 2144 138 6.25 6.25 04 | 279 2.6
12 1 1105 37 | 92 | 72 | 1760 141 660 6.60 05 279 2.6
15 2 1105 37 92 72 | 1499 145 762 762 07 @ 381 2.8
20 2 1105 37 92 72 973 152 7.62 7.62 1.1 3.81 3.1
25 2 1105 37 92 72 502 158 7.62 7.62 1.7 | 4.08 3.7
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Cut charts

Mild steel - 130 A - 0, Plasma / Air Shield - underwater (Core, CorePlus, VWI, OptiMix)
(continued)

English
. SYSTEM SETTINGS
Workpiece c - c
thickness cateUtu XPR S!neld utflow :
: gory process ID pierce  Plasma ~ Shield
in. setting | gas gas
10 GA
3 1101 37 92 45 216 132 0.200 0.200 0.1 0.100 0.09
(0.135)
3/16
(01 /246) 1 1102 37 92 27 120 138 0.220 0.220 0.3 0.110 0.09
5/16
s/8 1 1104 37 92 77 88 138 | 0.240 0.240 | 0.3 0.110 0.10
(0.375) ! ' ’ ' )
1/2
an | 1 [ @ | = | - [
5/8 2 1105 37 92 72 54 147 0.300 0.300 0.7 1 0.150 0.11
(0.625) : : il e :
3/4
(0.75) 2 1105 37 92 72
(::) 2 1105 37 92 72 18 159 0.300 0.300 1.8 | 0.160 0.15
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Cut charts

Mild steel - 170 A 0, Plasma / Air Shield - underwater (Core, CorePlus, VWI, OptiMix)

Q) ame

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420513 420365 420261 420260 420258 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, ' 0, hir
Pre flow 23/ 49 - 78 /165
Pierce flow - 33/69 96 /202
Cut flow - 32/69 51/108
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece . —— —
thickness Cut XPR S_hield Cutflow Cut spoed Arc Tralfsfer Pu?rce Pierce [:.ut Kerf .
category process ID pler.ce Plasma = Shield voltage = height height delay = height = compensation
mm setting gas gas mm/min | volts mm mm seconds ~mm mm
5 3 1151 45 78 79 5258 @ 124 6.60 6.60 0.3 2.79 2.6
6 3 1151 45 78 79 | 4623 126 660 660 03 279 2.6
7 3 1151 45 78 79 4335 | 127 6.60 6.60 0.3 2.79 2.6
8 3 1151 45 78 79 | 3898 128 660 660 03 279 2.6
10 1 1152 45 78 79 3146 @ 129 6.60 6.60 0.3 2.79 2.7
15 1 1153 45 78 77 | 2070 136 813 813 06 406 2.9
20 2 1153 45 78 77 1432 @ 139 8.13 8.13 0.8 | 4.06 3.2
25 2 11563 45 78 77 | 1068 145  10.16 10.16 1.0  4.32 35
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Cut charts

Mild steel - 170 A 0, Plasma / Air Shield - underwater (Core, CorePlus, YWI, OptiMix)

(continued)
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece : - -
thickness Cut XPR s_mem Cutflow Gut speed Arc Tral_lsfer Ple_rce Pierce [:_ut Kerf _
category rocess |0 PIErCe  Plasma  Shield voltage ~ height | height = delay  height compensation
in. : setting gas gas in./min volts in. in. seconds = in. in.
3/16
(0.188) 3 1151 45 78 79 207 124 | 0.260 0.260 | 0.3 | 0.110 0.10
(01 /245) 3 1151 45 78 79 182 126 0.260 0.260 0.3 0.110 0.10
3/8 1 1152 45 78 79 127 129 | 0.260 0.260 | 0.3 | 0.110 0.11
(0.375) ' ' ) ' '
(2)/2) 1 1153 45 78 77 105 132 0.260 0.260 05 0.110 0.11
5/8 1 1153 45 78 77 73 138 0.320  0.320 0.6 0.160 0.12
(0.625) ' ' ' ' '
(3445) 2 1153 45 78 77 59 138 0.320 0.320 0.8 0.160 0.13
(1) 2 1153 45 78 77 41 145 | 0.400  0.400 | 1.0 | 0.170 0.14
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Cut charts

Mild steel - 220 A 0, Plasma / Air Shield - underwater (Core, CorePlus, VWI, OptiMix)

) a)) e

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420273 420365 420270 420406 420276 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N, 0, Air

Pre flow 22/ 46 - 71/ 150

Pierce flow - 49 /103 71/150

Cut flow - 49/ 1083 99 /210

Metric
_ | SYSTEM SETTINGS CNC SETTINGS

Workpiece . ;

thickness Cut XPR S_hield Cutflow Gut speed Arc Tral_lsfer Pn?rce Pierce G_ut Kerf_

category Sl pierce  Plasma ~ Shield voltage | height ~ height = delay  height = compensation

mm setting gas gas mm/min | volts mm mm seconds ~mm mm
6 3 1252 30 90 45 | 5461 160 660 660 0.3 3.05 2.8
7 3 1252 30 90 45 | 5045 160 660 6.60 03 3805 29
8 3 1252 30 90 45 | 4405 159 660 660 0.3 3.05 3.0
10 3 1253 30 90 38 | 3334 158 660 660 03 305 3
15 1 1251 30 90 26 | 2610 157 635 635 04 2.80 3.1
20 1 1251 30 90 26 | 1829 162 635 635 08 305 34
25 2 1251 30 90 26 | 1429 164 635 635 1.1  3.05 35
30 2 1251 30 90 26 | 1029 171 6835 762 17 457 39
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Cut charts

Mild steel - 220 A 0, Plasma / Air Shield - underwater (Core, CorePlus, VWI, OptiMix)

(continued)
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece : - -
thickness Cut XPR S_Iueld Cutflow Gut speed Arc Tral_lsfer Pn?rce Pierce G_ut Kerf _
category rocess |0 Mierce | Plasma  Shield voltage | height ~ height = delay  height = compensation
in. s setting gas gas in./min volts in. in. seconds in. in.
(01 /245) 3 1252 30 90 45 215 160  0.260  0.260 | 0.3 ' 0.120 0.11
3/8 3 1253 30 90 38 135 158 0.260 0.260 0.3 0.120 0.12
(0.375) : : : : :
(2)/2) 1 1254 30 90 32 110 156 | 0.250  0.250 | 04 | 0.110 0.12
e 1 1251 30 90 26 100 158 0.250 0.250 05 0.110 0.12
(0.625) ' ' : : :
3/4
(0.75) 1 1251 30 90 26 75 162 | 0.250  0.250 0.7 |0.120 0.13
(}) 2 1251 30 90 26 55 164 0.250 0.300 1.1 0.120 0.14
1-1/4
(1.25) 2 1251 30 90 26 35 174 | 0.250 | 0.300 1.9 0.180 0.16
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Cut charts

Mild steel - 300 A - 0, Plasma / Air Shield - underwater (Core, CorePlus, VWI, OptiMix)

) of

@[)[ME)@:QD

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420491 420365 420279 420406 420276 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, 0, Air
Pre flow 21 /45 - 57 /122
Pierce flow - 45 /95 57 /122
Cut flow - 45/ 95 57 /122
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece . =
thickness Cut S!lield Cutflow Cut speed |Arc voltage Tralllsfer Pnfrce Pierce [:.ut Kerf .
category pierce | Plasma | . height height | delay = height | compensation
mm process [ setting gas | mm/min | volts mm mm  seconds mm mm '
15 3 1206 35 90 26 3100 147 6.50 6.50 0.4 3.80 4.8
20 1 1206 35 90 26 | 2300 149 650 650 06 330 4.2
25 1 1206 35 90 26 1760 153 6.50 7.50 0.8 | 3.30 5.2
- 30 2 1206 35 90 26 | 1380 158 650 750 15 3.30 5.8
32 2 1206 35 90 26 1240 159 6.50 750 1.8 | 450 5.1
38 2 | 1206 35 90 26 | 920 162 650 750 27 450 5.5
40 2 1206 35 90 26 850 165 6.50 750 3.2 | 450 5.8
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Cut charts

Mild steel - 300 A - 0, Plasma / Air Shield - underwater (Core, CorePlus, YWI, OptiMix)

(continued)
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece ¢ ¢ Shield Cutflow Transfer  Pierce | Pierce  Cut Kerf
thickness e
I category mz:; D pierce | Plasma o Lt el Atciuitae height = height = delay = height compensation
in. - setting gas hield gas{ in./min volts in. in. seconds  in. in.
(8/52)) 3 1206 35 90 26 140 145 | 0.250 | 0.250 0.4 |0.150 0.15
5/8 1 1206 35 90 26 115 148 | 0.250 0.250 0.5 0.130 0.15
(0.625) ' : : ' :
((?/7&;) 1 1206 35 90 26 95 148 0.250  0.250 | 0.7 |0.130 0.16
(}) 1 1206 35 90 26 65 154 | 0.250 0.300 1.0 0.130 0.18
1-1/4
(1.25) 2 1206 35 90 26 50 159 0.250 | 0.300 1.8 0.180 0.19
1(;154)2 2 1206 35 90 26 35 163 | 0.250 0.300 3.0 0.180 0.20
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Cut charts

Mild steel - 460 A - 0, Plasma / Air Shield - underwater (Core, CorePlus, VWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 520002 420365 520001 420819 420834 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N, 0, Air

Pre flow 36 /76 - 71/150

Pierce flow - 58/122 123/ 260

Cut flow - 58 /122 97 / 205

Metric

_ SYSTEM SETTINGS CNC SETTINGS

W(!rkplece Arc  Transfer Pierce = Pierce Cut Kerf

thickness cati l;tury XPR lsl::;:: EiLT TS voltage | height height  delay | height  compensation
mm Process ID setting R A mm/min | volts mm mm | seconds =~ mm mm

gas gas

12 3 1283 55 73 44 | 4440 163 710 710 0.4 | 6.30 4.3
15 | 3 1283 55 73 44 | 8970 164 710 710 05 6.30 4.1
20 3 1282 55 73 44 | 2820 157 720 750 07 | 3.60 4.4
25 1 1281 55 73 44 | 2210 162 800 9.90 09  4.00 4.6
30 1 1281 55 73 44 | 1800 163 880 12.00 1.1 | 4.40 5.0
32 1 1281 55 73 44 | 1640 164 910 1280 12 450 5.1
35 1 1281 55 73 44 | 1440 165 960 14.00 1.4 | 450 5.3
38 1 1281 55 73 44 | 1230 166 10.10 1520 1.6 450 55
40 1 1281 55 73 44 | 1170 168 10.10 16.30 1.9 | 450 5.6
45 2 1284 55 73 44 | 990 @ 172 10.10 1960 26 470 5.7
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Cut charts

Mild steel - 460 A - 0, Plasma / Air Shield - underwater (Core, CorePlus, VWI, OptiMix)

(continued)
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - - .
thickness Cut XPR S!ueld | Cutflvow Cut speed Arc Tral_lsfer Pu?rce Pierce [:_ui Kerf .
category rocess [0 Mi€rce | Plasma Shield voltage | height | height | delay | height = compensation
in. : setting gas gas | in/min | volts in. in. | seconds | in. in.
((1)/5) 3 1283 55 73 44 171 163 /0.280 0.280 0.4 0.250 0.167
5/8 3 1283 55 73 44 151 164 0.280 0.280 0.5 0.250 0.16
(0.625) : : ' : :
((:)3/745) 3 1282 55 73 44 116 156 10.280 0.280 0.6 |0.140 0.17
e 3 1282 55 73 44 101 160 0.300 0.340 0.8 0.150 0.18
(0.875) : : : ' '
(1) 1 1281 55 73 44 86 162 /0.320 0.400 0.9 0.160 0.18
1-1/4 '
(1.25) 1 1281 55 73 44 66 164 0.360 0.500 1.2 0.180 0.20
1(;1é)2 1 1281 55 73 44 49 166 /0.400 0.600 1.6 0.180 0.22
1-3/4 '
(175) 2 1284 55 73 44 41 172 1 0.400 0.750 2.5 0.180 0.23
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Cut charts

Cut charts for non-ferrous (stainless steel) processes - underwater

Stainless steel - 80 A - N, Plasma / N, Shield - underwater (Core, CorePlus, YWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420309 420365 420306 420323 420303 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N,
Pre flow 51/108
Pierce flow 67 /134
Gut flow 68/ 144
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece . - -
thickness cut XPR S!1ield Cutflow Cut spoed Arc Tral.lsfer Pu?rce Pierce [}.ut Kerf _
category process|D pierce | Plasma  Shield . voltage = height | height | delay  height = compensation
mm setting gas gas mm/min | volts mm mm seconds ~mm mm
3 3 2006 30 80 45 3400 | 119 5.00 5.00 0.3 2.50 1.6
4 ‘ 3 2006 30 80 45 2861 119 5.00 5.00 ‘ 0.3 2.50 1.5
5 3 2007 30 80 40 2388 | 120 5.00 5.00 0.3 2.00 1.5
6 1 2007 30 80 40 |1983 118 500 500 05 200 15
7 1 2007 30 80 40 1644 | 120 5.00 5.00 0.5 2.00 1.6
8 1 2007 30 80 40 | 1871 124 500 500 06 200 1.6
10 1 2007 30 80 40 1027 128 5.00 5.00 0.6 2.00 1.8
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Cut charts

Stainless steel - 80 A - N, Plasma / N, Shield - underwater (Core, CorePlus, VWI, OptiMix)

(continued)
English
. SYSTEM SETTINGS CNGC SETTINGS
Workpiece : - -
thickness Cut XPR s!"em Cutflow Gut speed Arc Tral_lsfer Plgrce Pierce G_ut Kerf _
category pierce  Plasma = Shield voltage | height = height | delay = height = compensation
- process D . — = - = -
in. setting gas gas in./min volts in. in. seconds in. in.
(100122) 3 2006 30 80 45 124 119 | 0.200 H 0.200 0.3 |0.080 0.06
3/16 3 2006 30 80 45 99 120 | 0.200 0.200 | 0.3 0.080 0.06
(0.1875) : : ' : '
((; /245) 1 2007 30 80 40 73 118 | 0.200 0.200 | 0.5 | 0.080 0.06
5/16
1 2007 30 80 40 54 124 | 0.200 0.200 | 0.6 | 0.080 0.07
(0.313)
3/8 1 2007 30 80 40 43 127 | 0.200  0.200 | 0.6 |0.080 0.07
(0.375) ' ' ' ' '
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Stainless steel - 80 A - N, Plasma / H,0 Shield - underwater (VWI, OptiMix)

)

Cut charts

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420300 420365 420290 420323 420303 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, H,0
Pre flow 30/64 0.2/3*
Pierce flow 37/79 0.2/3"
Cut flow 24 / 51 0.4/6*
* Gallons per hour (gph).
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - -
thickness Cut XPR S!lield Cutflow Cut speed Arc Trallwfer Pu.arce Pierce C-ut Kerf .
category rocess 1D pierce  Plasma Shield voltage = height = height = delay = height = compensation
mm setting gas gas mm/min = volts mm mm  seconds ~ mm mm
3 3 2029 10 80 30 3404 120 | 5.00 | 5.00 0.3 2.00 1.6
4 3 2029 10 80 30 2866 ‘ 124 | 5.00 5.00 0.3 2.00 1.5
5 3 2029 10 80 30 2387 126 H 5.00 5.00 | 0.5 2.00 1.5
6 1 2029 10 80 30 1969 ‘ 129 5.00 5.00 0.6 2.00 1.6
7 1 2029 10 80 30 1609 | 130 | 5.00 | 5.00 0.6 2.00 1.8
8 1 2029 10 80 30 1310 ‘ 132 5.00 5.00 0.6 2.00 1.9
10 1 2029 10 80 30 889 135 | 5.00 | 5.00 0.8 2.00 1.9
12 2 2029 10 80 30 706 ‘ 137  5.00 5.00 0.8 2.00 1.8
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Cut charts

Shield Stainless steel - 80 A - N, Plasma / H,0 Shield - underwater (VWI, OptiMix)

(continued)
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece : . .
thickness Cut XPR S-h|e|[| Cutflow Cut speed Arc Tral_lsfer Plgrce Pierce G_ut Kerf _
category rocess | Mierce | Plasma  Shield voltage  height = height | delay | height = compensation
in. s setting gas gas in./min volts in. in. | seconds in. in.
(10012?) 3 2029 10 80 30 124 122 1 0.200 0.200 0.3 |0.080 0.06
3/16 3 2029 10 80 30 99 124 | 0.200 0.200 0.3 0.080 0.06
(0.1875) : : : : '
((; /245) 1 2029 10 80 30 72 131 | 0.200 0.200 0.5 |0.080 0.07
5/16
1 2029 10 80 30 54 133 | 0.200 0.200 0.6 | 0.080 0.08
(0.313)
3/8 1 2029 10 80 30 36 134 | 0.200 0.200 0.6 |0.080 0.08
(0.375) ' ’ ' ’ '
(2)/2) 2 2029 10 80 30 28 137 0.200 0.200 0.8 0.080 0.07
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Cut charts

Stainless steel - 130 A - N, Plasma / N, Shield - underwater (Core, CorePlus, VWI,

OptiMix)
ap

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420318 420365 420315 420314 420356 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N,

Pre flow 92 /195

Pierce flow 150/ 320

Cut flow 135/ 287

Metric
. SYSTEM SETTINGS CNC SETTINGS

qukplece Cut Shield Cutflow Arc Transfer = Pierce | Pierce Cut Kerf

fickaess category XPRprocess pierce | Plasma | Shield Cut speed voltage | height = height | delay height compensation
mm ID sefting | gas gas | mm/min volts mm mm  seconds mm mm
6 3 2051 52 90 52 2184 160 6.10 | 6.10 04 | 2.54 2.2
7 3 2051 52 90 52 2052 161 6.10 ‘ 6.10 04 | 254 2.2
8 3 2051 52 90 52 1834 163 6.10 | 6.10 05 | 2.54 2.2
10 1 2051 52 90 52 1466 166 6.10 ‘ 6.10 0.5 254 2.3
12 1 2051 52 90 52 1321 167 6.10 | 6.10 0.6 | 2.54 2.3
15 2 2051 52 90 52 935 168 6.10 ‘ 6.10 0.7 | 3.05 2.4
20 2 2051 52 90 52 533 180 6.10 @ 6.10 1.3 | 3.05 2.8
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Cut charts

Stainless steel - 130 A - N, Plasma / N, Shield - underwater (Core, CorePlus, VWI,

OptiMix) (continued)
English
Workpiece SYSTEM SETTINGS CNC SETTINGS
. Cut Shield Cutflow Arc Transfer  Pierce = Pierce =~ Cut Kerf
thickness
I category XPRpI:;u:ess pierce | Plasma | Shield Cut speed voltage | height = height | delay height compensation
in. setting | gas gas in./min volts in. in. | seconds in. in.
(01 /245) 3 2051 52 90 52 86 160 | 0.240 0.240 | 0.4 0.100 0.09
5/16
(0.313) 3 2051 52 90 52 73 163 | 0.240 0.240 0.4 0.100 0.09
3/8
(0.375) 1 2051 52 90 52 59 166 | 0.240 0.240 | 0.5 | 0.100 0.09
(1)/2) 1 2051 52 90 52 50 167 | 0.240 0.240| 0.6 0.100 0.09
5/8
(0.625) 2 2051 52 90 52 32 169 | 0.240 0.240 0.7 |0.120 0.09
(gl,745) 2 2051 52 90 52 23 175 | 0.240 0.240 1.2 0.120 0.10
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Cut charts

Stainless steel - 130 A - N, Plasma / H,0 Shield - underwater (VWI and OptiMix)

@:[M)E)D:I)D

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420469 420365 420315 420314 420356 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, H,0
Pre flow 38 0.42/6.5*
Pierce flow 97 05/8*
Cut flow 34/73 05/8*
* Gallons per hour (gph).
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece ; .
thickness Cut XPR S!]ield Cutflow Cut speed Arc Trallwfer Plgrce Pierce [:.ut Kerf -
category rocess ID pierce | Plasma ~ Shield voltage = height = height = delay  height = compensation
mm setting gas gas mm/min | volts mm mm  seconds ~mm mm
6 3 2052 25 90 25 2184 | 166 | 5.08 @ 5.08 0.2 | 2.54 2.2
7 83 2052 25 90 25 | 2057 168 508 608 03 254 2.3 |
8 3 2052 25 90 25 1846 | 172 5.08 5.08 04 | 2.54 2.5
10 1 2052 25 90 25 | 1486 178 508 508 05 254 27 |
12 1 2052 25 90 25 1326 | 177 5.08 5.08 0.6 | 2.54 2.6
15 2 2052 25 90 25 | 852 181 635 6.35 07 805 80
20 2 2052 25 90 25 406 184 6.35 6.35 1.3 | 3.05 3.6
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Cut charts

Stainless steel - 130 A - N, Plasma / H,0 Shield - underwater (VWI and OptiMix)

(continued)
English
. SYSTEM SETTINGS
Workpiece c - c
thickness catemo xpr | Shield i :
: gory process ID pierce  Plasma | Shield
in. setting | gas gas
((; /245) 3 2052 25 90 25 86 166 | 0.200 | 0.200 | 0.2 | 0.100 0.09
5/16
(0.313) 3 2052 25 90 25
3/8 1 2052 25 90 25 60 178 | 0.200 | 0.200 | 0.5 | 0.100 0.11
(0.375) ) ’ ! ’ !
1/2
(0.5) 1 2052 25 90 25
5/8 2 2052 25 90 25 27 183 | 0.250 | 0.250 0.120 0.13
(0.625) ) ' ' '
3/4
(0.75) 2 2052 25 90 25
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Cut charts

Stainless steel - 170 A - N, Plasma / H,0 Shield - underwater (VWI, OptiMix)

@ 1) o——m

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420472 420365 420324 420314 420356 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, H,0
Pre flow 19/40 0.4/6*
Pierce flow 47 /100 05/8*
Cut flow 33 /71 04/7
* Gallons per hour (gph).
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece : - -
thickness Cut YPR sp.em Cutflow Cut spead Arc Trar_lsfer Pn?rce Pierce c_ut Kerf _
category rocess || Mierce | Plasma | Shield voltage  height = height = delay | height = compensation
mm : setting gas gas mm/min | volts mm mm | seconds mm mm
10 3 2058 30 90 30 1799 | 175 | 5.08 | 5.08 0.4 2.54 2.8
12 1 2058 30 90 30 1595 177 5.08 5.08 0.5 2.54 2.9
15 1 2058 30 90 30 1256 | 178 | 5.08 | 5.08 0.5 2.54 3.0
20 2 2058 30 90 30 869 185 762 @ 762 1.3 2.54 3.4
25 2 2058 30 90 30 582 191 762 | 15.24 | 3.0 3.05 3.8
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - i - -
thickness Cut XPR S!ueld Cutflow Cut speed Arc Trar_lsfer Pn?rce Pierce c_ut Kerf _
category rocess || Mierce | Plasma | Shield voltage  height | height = delay | height = compensation
in. : setting gas gas in./min volts in. in. seconds in. in.
3/8
(0.375) 3 2058 30 90 30 73 175 | 0.200 0.200 0.4 | 0.100 0.11
(g)/g) 1 2058 30 90 30 60 178 0.200 0.200 0.5 | 0.100 0.11
5/8 1 2058 30 90 30 45 178 | 0.200 0.200 0.5 | 0.100 0.12
(0.625) ' ' ’ ' '
(53/745) 2 2058 30 90 30 36 184 0.300 0.300 1.0 @ 0.100 0.13
(1) 2 2058 30 90 30 22 192 | 0.300  0.600| 4.0 | 0.120 0.15
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Cut charts

Stainless steel - 170 A - N, Plasma / N, Shield - underwater (Core, CorePlus, VWI,
OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420327 420365 420324 420314 420356 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
S

Pre flow 99/ 210

Pierce flow 168 / 355

Cut flow 151/ 322

Metric
. SYSTEM SETTINGS CNC SETTINGS

Workpiece ; .

thickness Cut XPR S_hield Cutflow e Arc Tral-lsfer Plt.arce Pierce [:.ut Kerf.

category rocess 1D pierce  Plasma ~Shield voltage ~ height = height = delay = height = compensation

mm setting gas gas mm/min | volts mm mm seconds ~mm mm
10 3 2057 54 90 54 1813 @ 164 6.10 6.10 0.3 | 2.54 2.6
12 1 2067 54 90 54 | 1667 164 610 610 04 254 2.5
15 1 2057 54 90 54 1115 | 169 6.10 6.10 06 | 2.54 2.8
20 2 2057 54 90 54 | 641 177 610 610 1.3 3.5 3.2
25 2 2057 54 90 54 368 186 6.10 6.10 1.7 3.81 3.6
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Stainless steel - 170 A - N, Plasma / N, Shield - underwater (Core, CorePlus, VWI,

Cut charts

OptiMix) (continued)
English
i SYSTEM SETTINGS
Workpiece c : c
thickness cateutu XPR S!neld utﬂow.
: gory process ID pierce | Plasma ~Shield
in. setting | gas gas
3/8
(0.375) 3 2057 54 90 54 73 164 | 0.240 | 0.240 0.3 | 0.100 0.10
7/16
(0.438) 3 2057 54 90 54
(z)/g) 1 2057 54 90 54 64 164 0.240 | 0.240 0.4 | 0.100 0.10
9/16
5/8 1 2057 54 90 54 36 171 0.240 | 0.240 0.7 0.100 0.11
(0.625) ' ! ' ’ ’
3/4
(0.75) 2 2057 54 90 54
7/8 2 2057 54 90 54 20 181 0.240 | 0.240 1.4 ' 0.135 0.13
(0.875) ' ' ’ ’ ’
1
2 2057 54 90 54
(1)
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Cut charts

Stainless steel - 300 A - N, Plasma / N, Shield - underwater (Core, CorePlus, VWI,
OptiMix)

@)@DMM}E@D

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420362 420365 420359 420323 420356 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N,
Pre flow 106 / 225
Pierce flow 181 /385
Cut flow 164 / 351
Metric
. SYSTEM SETTINGS GNC SETTINGS
Workpiece : . . |
thickness Cut YPR S_hleld Cutflow Cut speed Arc Tral.lsfer PI?I’GE Pierce [:_ut Kerf .
category rocess |0 PIErce | Plasma  Shield voltage | height = height = delay = height = compensation
mm s setting gas gas mm/min | volts mm mm ‘ seconds ~mm ’ mm
12 3 2054 54 90 54 2997 | 168 7.62 7.62 0.4 | 432 3.1
15 3 2054 54 90 54 2424 174 7.62 7.62 ‘ 0.5 432 ’ 3.2
20 1 2054 54 90 54 1663 | 179 7.62 7.62 0.9 | 5.08 3.4
25 1 ‘ 2054 54 90 54 1299 @ 182 762 | 12.70 ‘ 1.5 _ 5.08 ’ 3.5
30 2 2054 54 90 54 986 185 762 1524 20 | 5.08 3.6
32 2 2054 54 90 54 889 186 762 | 15.24 ‘ 2.2 | 5.08 ’ 3.6
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece = -
. Cut Shield Cutflow Arc Transfer | Pierce = Pierce Cut Kerf
thickness Cut speed ) . . q
category ocess 1D pierce | Plasma @ Shield voltage  height  height = delay  height  compensation
in. s setting gas gas in/min  volts in. in.  seconds in. in.
(g)/g) 3 2054 54 90 54 107 172 | 0.300 | 0.300 | 0.4 0.170 0.12
S 3 2054 54 90 54 91 175 | 0.300 | 0.300 0.5 '0.170 0.13
(0.625) : : : : :
(83/745) 1 2054 54 90 54 68 178 | 0.300 | 0.300 | 0.8 | 0.200 0.13
(1) 1 2054 54 90 54 50 182 | 0.300 0.500 1.5 0.200 0.14
1-1/4
(1.25) 2 2054 54 90 54 35 186 | 0.300 | 0.600 2.2 |0.200 0.14
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Cut charts

Stainless steel - 300 A - N, Plasma / H,0 Shield - underwater (VWI, OptiMix)

Q)}DD@D@))@MD@

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420475 420365 420359 420323 420356 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N, H,0
Pre flow 31/65 0.42/6.5*
Pierce flow 75/160 0.5/8*
Cut flow 59/126 0.5/8*
* Gallons per hour (gph).
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece : = -
thickness Cut XPR s.h";m Cutflow Cut speed Arc Tral_lsfer Plgrce Pierce G_ut Kerf _
category rocess | Pierce | Plasma  Shield voltage = height = height | delay  height = compensation
mm 4 setting gas gas mm/min | volts mm mm  seconds | mm mm
12 3 2055 22 90 22 1956 174 7.62 7.62 0.5 | 3.81 3.5
| 15 3 2055 22 90 22 | 1795 182 762 762 09 3881 35
20 1 2055 22 90 22 1547 188 7.62 7.62 1.0 | 5.08 3.7
| 25 1 20855 22 90 22 | 1184 191 762 762 12 508 39
30 2 2055 22 90 22 904 193 762 1524 | 19 | 5.08 4.0
32 2 2055 22 90 22 | 818 194 762 1524 20 508 47
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece c - c i - - i
thickness ut XPR S!ueltl utflow Cut speed Arc Tral.w er Pnfrce Pierce G-ul Ke .
category rocess |p Pierce  Plasma Shield voltage  height  height  delay  height  compensation
in. 4 » setting  gas gas in/min  volts in. in.  seconds in. in.
(2)/2) 3 2055 22 90 22 77 181 | 0.300  0.300 0.5 |0.150 0.14
) 3 2055 22 90 22 68 182 | 0.300 0.300 1.0 0.150 0.14
(0.625) : : : : :
(3/7‘;) 1 2055 22 90 22 64 188 | 0.300 | 0.300 1.0 |0.200 0.15
(1) 1 2055 22 90 22 45 191 | 0.300 0.300 1.2 | 0.200 0.15
(11-12/54) 2 2055 22 90 22 32 194 | 0.300  0.600 2.0 |0.200 0.16
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Cut charts

Stainless steel - 460 A - N, Plasma / N, Shield - underwater (Core, CorePlus, VWI,
OptiMix)

@:DHEJ o))

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420998 420365 420996 420358 420997 420368
Example images. The appearance of your consumable parts could be different.
Flow rate (Ipm/scfh)
N,
Pre flow 126/ 267
Pierce flow 186 /395
Cut flow 179/ 379
Metric
. SYSTEM SETTINGS CNC SETTINGS
Workpiece : T . T o
thickness Cut YPR S.h|e|d Cutflow Cut spesd Arc Tral.mfer Ple.rce Pierce [}.ut Kerf .
category rocess |0 pierce voltage = height = height = delay = height = compensation
mm : setting mm/min  volts mm ‘ mm seconds’ mm ‘ mm
16 3 2081 54 2399 165 | 11.70 15.20| 0.5 | 3.80 4.3
20 1 2081 54 2003 168 1170 1520 06 3.80 4.3
25 1 2081 54 1735 @ 170 | 11.70 15.20| 0.8 | 3.80 4.4
.30 1 2081 54 1231 173 1170 1780 1.3 380 45
35 2 2081 54 909 195 11,70 1780 2.1 8.90 54
English
. SYSTEM SETTINGS CNC SETTINGS
Workpiece - . -
thickness Cut XPR s!]|e|d Cutflow Cut speed Arc Tral_lsfer Plgrce Pierce G_ut Kerf.
category rocess |p | PIeTce  Plasma  Shield voltage = height = height = delay  height = compensation
in. : setting gas gas in/min | volts in. in. | seconds in. in.
5/8
(0.625) 3 2081 54 70 55 95 165 | 0.460 0.600 0.4 ' 0.150 0.17
(03/745) 1 2081 54 70 55 81 168 | 0.460 0.600 0.5 0.150 0.17
(1) 1 2081 54 70 55 68 170 1 0.460|0.600 0.8 | 0.150 0.17
1-1/4
(1.25) 1 2081 54 70 55 45 174 0.460 0.700 1.4 0.150 0.18
1(;15/))2 2 2081 54 70 55 27 198 | 0.460 0.700 2.5 | 0.350 0.23
164 809830 Instruction Manual XPR



Cut charts

Stainless steel - 460 A - N, Plasma / H,0 Shield - underwater (VWI, OptiMix)

@:HDE]E:I)D

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 520033 420365 420996 420323 420997 420368
Example images. The appearance of your consumable parts could be different.

Flow rate (Ipm/scfh)
N, H,0
Pre flow 45/ 95 0.38/6"
Pierce flow 72 /152 0.40/6.25*
Cut flow 64 /135 0.35/5.5*

* Gallons per hour (gph).

Metric
Workpiece SYSTEM SETTINGS _ l_:NG SETTINGS
thick Shield Cutflow Arc | Transfer Pierce | Pierce Cut Kerf
ickness | Cut category XPR II‘[’]“‘“’SS pierce  Plasma | Shield e voltage  height ~ height ~ delay  height ~compensation
mm setting | gas gas | mm/min  volts mm mm  seconds  ~mm mm
16 3 2082 22 85 20 2027 174 10.20 | 15.20 0.5 5.10 5.1
20 3 2082 22 | 85 20 | 1867 175 1020 15.20 06 510 5.2
25 1 2082 22 85 20 1667 177 10.20  17.80 0.7 5.10 5.2
30 1 2082 22 85 20 | 1345 180 10.20 1780 1.3 510 54
35 1 2082 22 85 20 1115 182 | 10.20 | 17.80 1.6 5.10 5.8
40 2 2082 22 85 20 | 992 184 1020 1780 18 510 6.1
English
Workpiece SYSTEM SETTINGS CNC SETTINGS
thick Shield Cutflow Arc Transfer = Pierce = Pierce Cut Kerf
R e |I1Ir]ncess pierce | Plasma Shield Cut speed voltage ~ height = height =~ delay = height compensation
in. setting  gas  gas | in/min | volts in. in.  seconds in. in.
(056/25) 3 2082 22 85 20 80 174 | 0.400 | 0.600 0.5 |0.200 0.20
((?/7‘}5) 3 2082 22 85 20 75 175 | 0.400 0.600 0.5 | 0.200 0.20
(}) 1 2082 22 85 20 65 177 | 0.400  0.700 | 0.7 | 0.200 0.20
1-1/4
(1.25) 1 2082 22 85 20 48 181  0.400 0.700 1.4 | 0.200 0.22
1-1/2
(1.5) 1 2082 22 85 20 40 183 | 0.400 0.700 1.7 0.200 0.24
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Torch geometry for bevel cutting

Cut charts

The XPR consumable parts are designed to maintain a nearly-constant tool center point. Torch

length and shield-face diameter vary with cutting current, as shown in Table 6.

Refer to Table 6 to see the bevel geometry that you can expect with XPR torches that have ferrous
(mild steel) and non-ferrous (stainless steel/aluminum) consumable parts.

Tahle 6 — Bevel geometries for example ferrous and non-ferrous processes

Tool center point

Torch length

[P

r

— Shield face
diameter

Cone angle

Bevel geometry* for ferrous (mild steel) processes

Mild steel process Cone Sh.'eld face Torch length Tool center point
angle diameter
) 8.64 mm 128.27 mm 133.81 mm
460 A mild steel 76° ) ) ]
(0.3401in.) (5.050in.) (5.268 in.)
. 8.64 mm 128.27 mm 133.81 mm
300 A mild steel 76° . } .
(0.3401n.) (5.050 in.) (5.268 in.)
) 7.37 mm 129.08 mm 133.81 mm
220 A mild steel 76° . ) .
(0.290in.) (5.082in.) (5.268 in.)
) 7.24 mm 128.45 mm 133.07 mm
170 A mild steel 76° ) ] )
(0.285in.) (5.057 in.) (5.239in.)
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Cut charts

Bevel geometry* for ferrous (mild steel) processes

Mild steel process Cone Sh.'eld face Torch length Tool center point
angle diameter

) 6.73 mm 129.21 mm 133.53 mm

130 A mild steel 76° ) ] )
(0.265 in.) (5.087 in.) (5.257 in.)
) 6.10 mm 129.92 mm 133.83 mm

80 A mild steel 76° . . .
(0.240in.) (5.115in.) (5.269 in.)
) 5.72 mm 130.07 mm 133.73 mm

50 A mild steel 76° ) ) )
(0.225in.) (5.121in.) (5.265 in.)
) 5.46 mm 130.23 mm 133.73 mm

30 A mild steel 76° ) ) )
(0.215in.) (5.127 in) (5.265 in.)

Bevel geometry* for non-ferrous (stainless steel and aluminum) processes

Non-ferrous process Cone angle Sh.'eld face Torch length Tool center point
diameter
8.71 mm 128.27 mm 133.86 mm
460 A non-ferrous 76° ) ) )
(0.343in.) (5.050 in.) (5.270 in.)
8.00 mm 128.85 mm 133.99 mm
300 A non-ferrous 76° ) ) )
(0.3151n.) (5.073in.) (5.275in.)
7.25 mm 128.96 mm 133.58 mm
170 A non-ferrous 76° i ) .
(0.285 in.) (5.077 in.) (5.259 in.)
6.60 mm 129.06 mm 133.27 mm
130 A non-ferrous 76° . ) .
(0.260 in.) (5.081 in.) (5.247 in.)
6.10 mm 129.36 mm 133.27 mm
80 A non-ferrous, dry 76° ) ) )
(0.240 in.) (5.093 in.) (5.247 in.)
6.10 mm 129.41 mm 133.32 mm
80 A non-ferrous, wet 76° ) ) .
(0.2401n.) (5.095 in.) (5.249in.)
6.10 mm 129.36 mm 133.27 mm
60 A non-ferrous, dry 76° ) ) )
(0.240 in.) (5.093in.) (5.247 in.)
6.10 mm 129.41 mm 133.32 mm
60 A non-ferrous, wet 76° ) ) )
(0.240in.) (5.095 in.) (5.249 in.)
6.10 mm 129.36 mm 133.27 mm
40 A non-ferrous, dry 76° , . .
(0.240in.) (5.093 in.) (5.247 in.)

* Bevel geometries are based on the torch dimensions and features described in the instruction manual that

came with your XPR cutting system.
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