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Al

ENGLISH

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

Copies of the manuals may accompany the product in electronic and printed
formats. You can also obtain copies of the manuals, in all languages available
for each manual, from the “Documents library” at www.hypertherm.com.

DANSK / DANISH

ADVARSEL! Inden Hypertherm udstyr tages i brug skal
sikkerhedsinstruktionerne i produktets manual og i Manual om sikkerhed og
overholdelse af krav (80669C), gennemlzeses. Folges sikkerhedsvejledningen
ikke kan det resultere i personskade eller beskadigelse af udstyret.

Kopier af manualerne kan ledsage produktet i elektroniske og trykte formater.
Du kan ogsa fa kopier af manualer, pa alle sprog der er til radighed for hver
manuel, fra “Dokumentbiblioteket” pa www.hypertherm.com.

DEUTSCH / GERMAN

WARNUNG! Bevor Sie ein Hypertherm-Gerét in Betrieb nehmen, lesen

Sie bitte die Sicherheitsanweisungen in lhrer Bedienungsanleitung sowie im
Handbuch fiir Sicherheit und Ubereinstimmung (80669C). Das Nichtbefolgen
der Sicherheitsanweisungen kann zu Verletzungen von Personen oder
Schaden am Gerit fihren.

Bedienungsanleitungen und Handbticher kénnen dem Gerat in

elektronischer Form oder als Druckversion beiliegen. Alle Handbticher

und Anleitungen kénnen in den jeweils verfligbaren Sprachen auch in der
,Dokumente-Bibliothek" unter www.hypertherm.com heruntergeladen werden.

PORTUGUES / PORTUGUESE

ADVERTENCIA! Antes de operar qualquer equipamento Hypertherm, leia as
instrugoes de seguranga no manual do seu produto e no Manual de Seguranga
e de Conformidade (80669C). Ndo seguir as instrugdes de seguranga pode
resultar em lesdes corporais ou danos ao equipamento.

Copias dos manuais podem acompanhar os produtos nos formatos eletrénico
e impresso. Também é possivel obter copias dos manuais em todos os idiomas
disponiveis para cada manual na “Biblioteca de documentos” em
www.hypertherm.com.

FRANCAIS / FRENCH

AVERTISSEMENT! Avant d'utiliser tout équipement Hypertherm, lire les
consignes de sécurité importantes dans le manuel de votre produit et dans
le Manuel de sécurité et de conformité (80669C). Le non-respect des
consignes de sécurité peut engendrer des blessures physiques ou des
dommages a I'équipement.

Des copies de ces manuels peuvent accompagner le produit en format
électronique et papier. Vous pouvez également obtenir des copies de chaque
manuel dans toutes les langues disponibles & partir de la « Bibliothéque

de documents » sur www.hypertherm.com.

B#:E / JAPANESE

4 | Hypertherm HB3 H1R(ET 20IC. Z2ICEATHEELERICOV
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ROV TIAT VAR Z 2TV (80669C) EHFH LT, &L
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HEAZEOIE—IE. BF 74+ —< v b, FXEMREIE L CRRICERS
NTVET, BFBEZEIE. wwwhyperthermcom D [RF 21 AV FSA4T 5
)] HERESECAFTEEY,

ESPANOL / SPANISH

IADVERTENCIA! Antes de operar cualquier equipo Hypertherm, leer las
instrucciones de seguridad del manual de su producto y del Manual de
Seguridad y Cumplimiento (80669C). No cumplir las instrucciones

de seguridad podria dar lugar a lesiones personales o dafio a los equipos.

Pueden venir copias de los manuales en formato electrénico e impreso
junto con el producto. También se pueden obtener copias de los manuales,
en todos los idiomas disponibles para cada manual, de la “Biblioteca

de documentos” en www.hypertherm.com.

TEi{krh3C / CHINESE (SIMPLIFIED)

4 | EREEMERREZH, BREARTFMA (ZefEMETF
) (80669C) FHRLEIEHF. FHAREEL SRR, WRERER
ANRAZGEIZ&RT.
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“Documents library” (ISR MEE) FREBERFMEATER HIESHEIAK,
Wk www.hypertherm.com.

ITALIANO / ITALIAN

AVVERTENZA! Prima di usare un'attrezzatura Hypertherm, leggere le istruzioni
sulla sicurezza nel manuale del prodotto e nel Manuale sulla sicurezza e

la conformita (80669C). Il mancato rispetto delle istruzioni sulla sicurezza pud
causare lesioni personali o danni all'attrezzatura.

Il prodotto puo essere accompagnato da copie elettroniche e cartacee
del manuale. E anche possibile ottenere copie del manuale, in tutte le lingue
disponibili per ogni manuale, dall"*Archivio documenti” all'indirizzo

www.hypertherm.com.

NORSK / NORWEGIAN

ADVARSEL! Fer du bruker noe Hypertherm-utstyr, ma du lese
sikkerhetsinstruksjonene i produktets handbok og i Handboken om sikkerhet
og samsvar (80669C). Unnlatelse av & felge sikkerhetsinstruksjoner kan fere
til personskade eller skade pa utstyr.

Eksemplarer av handbekene kan medfelge produktet i elektroniske og trykte
utgaver. Du kan ogsa f& eksemplarer av handbekene i alle tilgjengelige sprak
for hver handbok fra dokumentbiblioteket p4 www.hypertherm.com.

NEDERLANDS / DUTCH

WAARSCHUWING! Lees voordat u Hypertherm-apparatuur gebruikt

de veiligheidsinstructies in de producthandleiding en in de Veiligheids- en
nalevingshandleiding (80669C). Het niet volgen van de veiligheidsinstructies
kan resulteren in persoonlijk letsel of schade aan apparatuur.

De handleidingen kunnen in elektronische en gedrukte vorm met het

product worden meegeleverd. De handleidingen, elke handleiding
beschikbaar in alle talen, zijn ook verkrijgbaar via de “Documentenbibliotheek”
op www.hypertherm.com.

SVENSKA / SWEDISH

VARNING! Las haftet sdkerhetsinformationen i din produkts sékerhets- och
efterlevnadsmanual (80669C) fér viktig sékerhetsinformation innan du
anvander eller underhaller Hypertherm-utrustning. Underlatenhet att folja
dessa sékerhetsinstruktionerkan resultera i personskador eller skador

pa utrustningen.

Kopior av manualen kan medfélja produkten i elektronisk och tryckform.
Du hittar dven kopior av manualerna i alla tillgéngliga sprak
i dokumentbiblioteket (Documents library) pd www.hypertherm.com.
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CESKY / CZECH

VAROVANI! Pied uvedenim jakéhokoliv zafizeni Hypertherm do provozu

si prectéte bezpecnostni pokyny v pfiru¢ce k produktu a v Manuélu pro
bezpecénost a dodrZovéni pfedpisti (80669C). Nedodrzovani bezpe&nostnich
pokynt mlize mit za nasledek zranéni osob nebo poskozeni majetku.

Kopie pfiru¢ek a manualt mohou byt sou¢asti dodavky produktu, a to

v elektronickeé i tisténé formé. Kopie priru¢ek a manudll ve v§ech jazykovych
verzich, v nichz byly dané pfiru¢ky a manualy vytvofeny, naleznete v ,Knihovné
dokumentd* na webovych strankach www.hypertherm.com.

TURKCE / TURKISH

UYARI! Bir Hypertherm ekipmanini galistirmadan 6nce, Uriin kullanim
kilavuzunda ve Giivenlik ve Uyumluluk Kilavuzu’nda (80669C) yer alan
guvenlik talimatlarini okuyun. Guvenlik talimatlarina uyulmamasi durumunda
kisisel yaralanmalar veya ekipman hasari meydana gelebilir.

Kilavuzlarin kopyalari, elektronik ve basili formatta driinle birlikte verilebilir.
Her biri tiim dillerde yayinlanan kilavuzlarin kopyalarini www.hypertherm.com
adresindeki “Documents library” (Dosyalar kitapligi) basligindan da elde
edebilirsiniz.

POLSKI / POLISH

OSTRZEZENIE! Przed rozpoczeciem obstugi jakiegokolwiek systemu firmy
Hypertherm nalezy si¢ zapoznac¢ z instrukcjami bezpieczeristwa
zamieszczonymi w podreczniku produktu oraz w Podreczniku bezpieczeristwa
i zgodnosci (80669C). Nieprzestrzeganie instrukcji bezpieczenstwa moze
skutkowaé obrazeniami ciafa i uszkodzeniem sprzgtu.

Do produktu moga by¢ dotaczone kopie podrecznikow w formacie
elektronicznym i drukowanym. Kopie podrecznikéw, w kazdym udostgpnionym
jezyku, mozna réwniez znalezé w ,Bibliotece dokumentow” pod adresem
www.hypertherm.com.

PYCCKWH / RUSSIAN

BEPEIMCBb! Mepen pabotoit ¢ nobbim o6opynosaHvem Hypertherm
03HAKOMbLTECH C MHCTPYKLMAMM N0 6e30MacHOCTH, NpeacTaBneHHbIMK

B PYKOBOACTBE, KOTOPOE MOCTaB/IAETCA BMECTE C NMPOAYKTOM, a TaKkKe

B PyxosoacTse no 6e30n1acHOCTH M COOTBETCTBMIO (80669)). HesbinonHeHne
MHCTPYKLMM MO 6€30MacHOCTU MOKET NPUBECTH K TENIECHBIM NOBPEKAEHUAM
WK NOBPEXAEHUIO 060PYyA0BaHNA.

HKonun pyKkoBoaCTB, KOTOPbIE MOCTABMAIOTCA BMECTE C MPOAYKTOM, MOTyT ObiTh
npeacTaBneHbl B 9N1EKTPOHHOM 1 BymamHoM Buae. Konum pykoBoACTB Ha Beex
A3blKaX, Ha KOTOpPble NEPEBEAEHO TO MM MHOE PYKOBOACTBO, MOKHO TaKKe
3arpysvTb B pasgene «brubnvorera AokymeHTOB» Ha Be6-caiTe

www.hypertherm.com.

SUOMI / FINNISH

VAROITUS! Ennen mink&an Hypertherm-laitteen kéytté4 lue tuotteen
kayttdoppaassa olevat turvallisuusohjeet ja turvallisuus- ja
vaatimustenmukaisuusohje (80669C). Turvallisuusohjeiden laiminlysnti
voi aiheuttaa henkilkohtaisen loukkaantumisen tai laitevahingon.
Kéyttdoppaiden kopiot voivat olla tuotteen mukana elektronisessa ja

tulostetussa muodossa. Voit saada kayttéoppaiden kopiot kaikilla kielilla
"latauskirjastosta”, joka on osoitteessa www.hypertherm.com.

BbJITAPCKH / BULGARIAN

MPEOYMNPEXROEHUE! Mpean na pabotute ¢ KoeTo 1 Aa e o6opyasaHe
Hypertherm, npoueTeTe MHCTPYKLMMUTE 3a 6E30NACHOCT B PbKOBOACTBOTO Ha
BalUMA NPOAYKT U ,MHCTpyKuMA 3a 6esonacHocT u ctoteeTcTaune (80669C).
HecnaaeaHeTo Ha MHCTPYKUMWTE 3a Ge3onacHOCT 61 MOro Aa AOBEAE

[0 TENECHO HapaHsABaHe WK A0 NoBpeAa Ha 060opyABaHETO.

HKonua Ha pbroBoACTBaTa MOXeE Aa NPUAPYHABAT NPOAYKTA B E/IEKTPOHEH U B
neyarteH popmat. MoxeTe Aa nonyyuTe KOMWA Ha PLKOBOACTBATA, NpeanaraHu
Ha BCUYKK eanum, ot ,Documents library (Bubnuoteka 3a LoKyMeHTH)

Ha agpec www.hypertherm.com.

ROMANA / ROMANIAN

AVERTIZARE! Inainte de utilizarea oricarui echipament Hypertherm, cititi
instructiunile de siguranté din cadrul manualului produsului si din cadrul
Manualului de sigurantd si conformitate (80669C). Nerespectarea
instructiunilor de siguranta pot rezulta in vatdmare personald sau in avarierea
echipamentului.

Produsul poate fi insotit de copii ale manualului in format tiparit si electronic.
De asemenea, dumneavoastré puteti obtine copii ale manualelor, in toate limbile
disponibile pentru fiecare manual, din cadrul sectiunii ,Biblioteca documente”
aflata pe site-ul www.hypertherm.com.

MAGYAR / HUNGARIAN

VIGYAZAT! Miel6tt barmilyen Hypertherm berendezést tizemeltetne, olvassa
el a biztonsagi informaciodkat a termék kézikonyvében és a Biztonsdgi és
szabélykévetési kézikényvben (80669C). A biztonagi utasitasok betartasanak
elmulasztasa személyi sériiléshez vagy a berendezés karosodasahoz vezethet.

A termékhez a kézikonyv példanyai elektronikus és nyomtatott formaban
is mellékelve lehetnek. A kézikdnyvek példanyai (minden nyelven) a
www.hypertherm.com weboldalon a ,Documents library” (Dokumentum
kényvtar) részben is beszerezheték.

EAAHNIKA / GREEK

MPOEIAOMOIHZH! Mpw B¢oete oe Aettoupyia ornolovdnnote eonAIGHS TG
Hypertherm, 8lafaote g 0dnyieg aopaleiag oto eyxepidlo Tou MPOidVToG
kalL oto Eyyelpibio aopdleiag kat oupudppwong (80669C). H un thpnon
Twv 0dnylv acpaleiag propei va enpepel cwpatikn BAAPN 1 {nuda otov
€EOMAIONO.

Avtiypada Twv eyxeipidiwv MMopei va cuvoSEUOUV TO MPOIOV OE NAEKTPOVIKTY|
kat éviunn popdry. Mnopeite, emiong, va AdBete avtiypada twv eyxepdinv oe
OAeg TG YAwooeg rou SiatiBevtal yia kdbe eyyelpidio and v Ynelakr)
BiBAobrkN eyypadwv (Documents library) otn Sladiktuakr Tornobeoia
www.hypertherm.com.

8 / CHINESE (TRADITIONAL)
BE | EBREEM Hypertherm 5%fE8T , BRBELERFMA (RL£MEK
EHRFM) (80669C) AR LIER. TEFRLETAARENASESE
RERFIRE,
FREARRGEAEFMENRIEXPEN EmRMG, BBAUE
www.hypertherm.com ) "EERE ABEAEFMONSEEER.

SLOVENSCINA / SLOVENIAN

OPOZORILO! Pred uporabo katerekoli Hyperthermove opreme preberite
varnostna navodila v priro¢niku vadega izdelka ter v Priro¢niku za varnost
in skladnost (80669C). Neupostevanje navodil za uporabo lahko povzro&i
telesne poskodbe ali materialno $kodo.

Izdelku so lahko priloZeni izvodi priro¢nikov v elektronski ali tiskani obliki. Izvode
priro¢nikov v vseh razpoloZzljivih jezikih si lahko prenesete tudi iz knjiznice
dokumentov “Documents library” na naslovu www.hypertherm.com.

SRPSKI / SERBIAN

UPOZORENIJE! Pre rukovanja bilo kojom Hyperthermovom opremom
procitajte uputstva o bezbednosti u svom priru¢niku za proizvod i u Priruéniku
o bezbednosti i usaglasenosti (80669C). Oglusavanje o pracenje uputstava
o bezbednosti moze da ima za posledicu li¢nu povredu ili ostec¢enje opreme.
Moze se dogoditi da kopije priru¢nika prate proizvod u elektronskom

i tampanom formatu. Takode mozete da pronadete kopije priru¢nika, na svim
jezicima koji su dostupni za svaki od priru¢nika, u “Biblioteci dokumenata”
(“Documents library”) na www.hypertherm.com.

SLOVENCINA / SLOVAK

VYSTRAHA! Pred pouzitim akéhokolvek zariadenia od spolognosti Hypertherm
si precitajte bezpe¢nostné pokyny v ndvode na obsluhu vasho zariadenia

a v Manuéli o bezpe&nosti a sulade s normami (80669C). V pripade
nedodrzania bezpe&nostnych pokynov méze dojst k ujme na zdravi alebo
poskodeniu zariadenia.

Kopia navodu, ktora je dodavana s produktom, méze mat elektronicku

alebo tlacenu podobu. Képie navodov, vo véetkych dostupnych jazykoch,
su k dispozicii aj v sekcii z ,kniznice Dokumenty“ na www.hypertherm.com.



Cut Charts

Overview

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

Graphics in this section are for reference only.

Hypertherm's cut charts are designed to give the best quality with minimal dross. However, because
of differences in cutting system installations and materials, it can be necessary to adjust the settings
to get the results that you want.

If you have questions about how to make adjustments to process settings
and consumable choices, contact your cutting machine supplier or
regional Hypertherm Technical Service team.

Pierce delay time

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

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

XPR Instruction Manual 809830 11



Cut Charts

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 materials 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.

Kerf compensation

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

Cut category

Use the cut category in the cut charts to help you choose the process that matches your needs for
cut quality and speed based on material type and thickness.

Edge starts are recommended for processes that have a cut category of 4
or 5.

Arc voltage

The arc voltage that is in the cut charts is for reference and estimated on an average cutting system
configuration. Lead length can affect actual 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 that
you want.

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.

If you decide that it is necessary to adjust a pre-programmed setting, use

offset commands to make incremental changes to the original value.
Manual selection of process settings is not recommended.

Cut charts for HyDefinition vented processes are listed by amperage.

12
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Cut Charts

How to use cut charts

Electronic cut charts are available on the cut chart screen of your CNC or XPR web interface.

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

Hard copy cut charts are available in this manual. They start on page 18.

The cut charts in this manual are for reference purposes. Always use the
electronic cut charts that appear on your CNC or XPR web interface for
the most complete and accurate process-selection information.

Standard-position cutting, marking, and piercing cut charts

Use the cut charts for guidance about process selection, especially if the default process ID
settings are not satisfactory for your application.

The pre-programmed settings that come with a process ID are designed
to give the best balance between quality and productivity with
consumables that are in average condition.

The results that you want from a process can influence process selection. In some cases, cut quality
is important. In other cases, speed is important. Often, the best choice balances these
requirements. (See Process selection on page 17.)

Process core thickness (PCT)

The cut chart for every cutting process contains a range of possible thicknesses. Process engineers
work to optimize a range of thicknesses (usually in the middle of the overall range of thicknesses).
This optimized range is called the process core thicknesses (PCT). Thicknesses greater and less
than the PCT can have varied results relative to cut quality, cut speed, and piercing capability.

Process categories

The XPR cut charts have up to 5 process categories. Each category has a unique process category
number (1 — 5) that correlates to the performance that you can expect when you select this

process. The process category number for the process that you choose changes the quality-speed
balance.

For best results, Hypertherm recommends that you select process category number 1 whenever

possible. Category 1 represents an optimized thickness (or PCT) for that cut process with the
overall best balance of cut quality and cut speed.

Table 1 on page 15 describes the results that you can expect with different process category
numbers.

XPR Instruction Manual 809830 13



Cut Charts

Bevel cutting

All consumable processes are capable of up to 52° bevel cuts. Choose bevel cutting settings (such
as speed) from the cut chart, based on the effective thickness of the actual bevel cut through the
material.

It can be necessary to compensate the arc voltage, based on the actual
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 desired bevel angles and
part sizes. For more information, see True Bevel technology — XPR bevel compensation charts
(809890) and Torch geometry for bevel cutting on page 104.

Hypertherm recommends a clearance of 2.5 mm (0.098 in.) between the
torch and the workpiece during bevel cutting.

Arc voltage

Arc voltages provided in the cut charts are for reference only. Actual arc voltages will vary with
system configuration.

14 809830 Instruction Manual XPR



Pierce settings

Cut Charts

Pierce settings in the cut charts are based on standard-position torch angles (at a 90° angle to the
workpiece).

Tahle 1 — Process category options and expected quality-speed results for ferrous (mild steel) processes

Process
category
number

Process category
condition

Category description

Quality

Speed

Category 1

Process Core
Thickness (PCT)

= Best overall balance of productivity and
cut quality.

= The process is optimized for this
thickness.

= Expect cut speeds that range from
2,030 mm/min — 3,810 mm/min
(80 in/min = 150 in/min).

* Dross free, in most cases.

Very good

Very good

Category 2

Greater than PCT

* Good choice when edge quality is more
important than speed.

= Expect cut speeds that are slower than
2,030 mm/min (80 in/min).

= Expect low-speed dross.

Very
good —
excellent

Lower

Category 3

Less than PCT

= Good choice when speed is more
important than edge quality.

= Expect cut speeds that are faster than
3,810 mm/min (150 in/min).

= Dross-free results in most cases.

Lower

Higher

Category 4

Edge Start Only

= Edge start is required.
= Thick, low-speed dross is likely.

Good

Low

Category 5

Severance

» This is the maximum thickness for these
processes.

= Edge start is required.

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

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

Very low

Very low

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. See the cut charts for guidance.

XPR Instruction Manual 809830
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Cut Charts

Table 2 — Process category options and expected quality-speed results for non-ferrous processes

Process
category
number

Process category
condition

Category description

Quality

Speed

Category 1

Process Core
Thickness (PCT)

= Whenever 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 -
excellent

Very good

Category 2

Greater 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 -
very good

Lower

Category 3

Less 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 required.

= Darker edge color is possible with stainless
steel.

= Thick dross is likely.

Good

Low

Category 5

Severance

= This is the maximum thickness for these
processes.

= Edge start is required.

= 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

In general, Hypertherm recommends dross-free processes. Non-ferrous
dross is very difficult to remove. Depending on the gas-connect console,
the XPR cutting system offers the following non-ferrous cutting
processes: Air/Air, N,/N,, N,/H,0O, F5/N, and mixed-fuel gas/N,. See the
Cut Charts for guidance.

16
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Cut Charts

Process selection

All of the XPR cutting processes have a unique process identification (process ID) number. Each
process ID aligns with a specific set of pre-programmed values in the cut chart database in the
plasma power supply memory.
Processes in the database can be selected by:

m  Material type and thickness

m  Cutting current

m  Plasma and shield gas types

m  Process category
When you select a process ID from the CNC or the Operate screen in the XPR web interface, the

cutting system automatically activates the pre-programmed settings for that process based on the
values in the database.

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

Manual selection of process settings is not necessary in most cases. However, you can adjust some
pre-programmed settings with override or offset commands, within limits. For information about how
to do this, refer to the instruction manual that came with your XPR cutting system.

How to use process 1Ds to access optimal settings

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

The pre-programmed settings come from Hypertherm’s extensive laboratory tests. Because of
differences in cutting systems, materials, and consumabiles, it is sometimes necessary to adjust the
settings. However, in most cases, you can expect the best results when you use the default settings
that come with a process ID.

XPR

Instruction Manual 809830 17



Cut Charts

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

Mild steel - 30 A - 0, Plasma / 0, Shield - ahove water (Core™, VWI™, OptilMix™)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420228 420365 420225 420407 420222 420368
Flow rate (Ipm/scfh)
N, 0,
Pre flow 20/43 19/40
Pierce flow 20/43 19/40
Cut flow - 27/58
Metric
. SYSTEM SETTINGS CNC SETTINGS
N!atenal Cut Arc  Transfer Pierce  Pierce Cut :
thickness uat[::my YPR ﬁ::;:: Cutflow e e I T e | e Kerf compensation
Process 1D - Plasma . :
mm setting gas Shield gas] mm/min  volts mm mm  seconds ~mm mm
0.5 5348 | 106 0.1 1.5
0.8 4217 107 | 0.2 15
1 3604 108 2.54 | 2.54 1.30 1.6
1.2 3 2847 | 109 ‘ 0.3 1.5
1.5 2198 | 111 1.6
1051 28 76 24
2 1490 116 | 04 17
2.5 1325 | 116 A 3.05 | 3.05 159 1.7
3 1 11563 | 117 ’ 0.5 1.8
4 ) 908 120 337 337 06 1.9
5 ‘ » 521 123 ’ 3.81 381 07 1.52 | 2.0
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Cut Charts

Mild steel - 30 A - 0, Plasma / 0, Shield - above water (Core, VWI, OptiMix) (continued)

English
Material SYSTEM SETTINGS CNC SETTINGS
: Cut Shield Cutflow Cut Arc  Transfer Pierce | Pierce Cut .
thickness
category ru::(:sI: D pierce | Plasma - speed | voltage height height  delay  height Kerf compensation
v in 4 setting gas hield gas infmin | volts in in seconds in in
0.018
(26GA) 215 | 106 o 0.06
0.024 '
(24GA) 200 @106 0.06
0.030
(22GA) 170 107 0.2 0.06
0.036 0.100  0.100 0.050
(20GA) 3 155 108 0.06
0.048
110 | 109 0.3 0.06
(18GA) 1051 = 28 76 24
0.060
»(16GA) 85 111 0.06
0.075
(14GA) 60 116 0.07
' 0.105 04
; 50 116 |0.120/0.120 0.07
(12GA) ’ 0.060
0.135
(10GA) 40 118 0.5 0.07
3/16 2 30 122 0.150 0.150| 0.7 0.08
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 9 90 10 2.54 mm . 85V 1.00 mm
mm/min
. . . 100 .
English Ar Air 9010 9 90 10 0.100in | . "~ 85V 0.04 in
in/min
XPR Instruction Manual 809830 19



Cut Charts

Mild steel - 50 A - 0, Plasma / Air Shield - above water (Core, VWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420237 420365 420234 420233 420231 420368
Flow rate (Ipm/scfh)
N, 0, Air
Pre flow 20/ 42 - 35/74
Pierce flow 20/42 - 35/74
Cut flow - 24 /52 31/67
Metric
. SYSTEM SETTINGS CNC SETTINGS
N!atenal Cut Arc  Transfer Pierce  Pierce Cut .
thickness cat[::my YPR ﬁ:z;:: Cutflow speed | voltage | height | height | delay | height Kerf compensation
mm Process [D setting PI;:ISM Shield gas] mm/min  volts mm mm  seconds =~ mm mm
2.4 4354 113 1.5
2.5 3 4262 113 04 15
3 1060 44 3820 113 1.5
3.05 | 3.05 1.52
35 3616 112 05 1.5
4 1 50 72 3144 113 1.6
5 2322 115 1.7
6 1919 | 117 1.7
1061 30 0.6 i
7 2 1622 119 ‘ 4.06  4.06 2.03 1.8
8 1369 120 0.7 ' 1.8

20

809830

Instruction Manual

XPR



Cut Charts

Mild steel - 50 A - 0, Plasma / Air Shield - above water (Core, VWI, OptiMix) (continued)

English
Material SYSTEM SETTINGS CNC SETTINGS
: Cut Shield Cutflow Cut Arc  Transfer Pierce | Pierce Cut .
thickness
category m:::; D pierce | Plasma - speed | voltage height height  delay  height Kerf compensation
in 4 setting gas hield gas| infmin | volts in in seconds in in
0.105
(12GA) 3 155 | 113 0.4 0.06
0.135 1060 44 0.120/0.120 0.060
) 145 112 ’ ' 0.06
(10GA) 1 50 79 0.5
3/16 95 114 0.07
1/4 1061 30 70 118 0.6 0.07
2 0.160/0.160 0.080
5/16 55 120 0.7 0.07
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
. 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 0.08in
in/min
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 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 0.05in
in/min
XPR Instruction Manual 809830 21




Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420246 420365 420243 420242 420240 420368
Flow rate (Ipm/scfh)
N, 0, Air
Pre flow 38/80 - 49/105
Pierce flow - 38/80 49/105
Cut flow - 38/80 46/98
Metric
. SYSTEM SETTINGS CNC SETTING
Material Cut Shield Cutflow Arc  Transfer Pierce = Pierce Cut
thick e i
Ickness category XPR pierce Plasma A voltage | height @ height delay height L
process ID . Shield gas .
mm setting gas mm/min  volts mm mm | seconds  ~mm mm
3 1001 72 5582 | 114 1.8
4 3 4303‘ 114 0.2 1.8
1002 68
5 3774 | 114 1.8
6 3048 116 4.06 4.06 1.8
1003 56 0.3
7 1 18 82 2648 | 117 2.03 1.9
8 2417 118 0.4 2.0
1004 52
9 2081 | 119 05 2.1
10 1807 121 437 437 2.1
2 1005 46
12 1405 | 123 | 5.08 | 5.08 0.7 2.3
22 809830 Instruction Manual XPR




Cut Charts

Mild steel - 80 A - 0, Plasma / Air Shield - above water (Core, VWI, OptiMix) (continued)

English
. SYSTEM SETTINGS CNC SETTINGS
Material Cut Shield Cutflow Arc  Transfer = Pierce  Pierce Cut
thickness = i
category XPR pierce | Plasma | Shield Sneed voltage | height = height  delay  height Kerf compensation
- process ID . — = - - -
in setting gas gas infmin | volts in in seconds in in
0.135
1001 72 180 114 0.07
(10GA) | 3 0.2
3/16 1002 68 155 ‘ 114 0.07
1/4 1003 18 82 56 110 117 0.160 ] 0.160 0.3 0.080 0.08
5/16 1 1004 52 96 ‘ 118 0.4 0.08
3/8 75 120 0.5 0.08
1005 46 e
1/2 2 55 ‘ 1283 0.200 0.200 0.7 0.09
Marking
Cutfl i i
Plasma gas Shield gas | Process ID | Mark current oW : Mafkmg Marking 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
Cutfl i i
Plasma gas Shield gas | Process ID | Mark current oW : Mafkmg Marking Arc voltage = Mark width
Plasma gas | Shield gas = height speed
. . 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 0.120in i min 78 V 0.06 in
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420255 420365 420252 420242 420249 420368
Flow rate (Ipm/scfh)
N, 0, Air

Pre flow 33/69 - 85/180

Pierce flow - 31/65 82/178

Cut flow - 31/65 92 /195

Metric

Material SYSTEM SETTINGS CNGC SETTINGS
thickness Cut XPR S!]ield Cutflow Gut speed Arc Tral_lsier Ple_rce Pierce Cut height Kerf _
category = process = pierce | Plasma  Shield voltages = height | height = delay compensation
mm ID setting  gas gas | mm/min volts mm mm  seconds ~ mm mm
3 6502 @ 134 5.08 | 5.08 0.1 2.54 2.2
4 3 1101 45 5557 134 530 | 5.30 0.1 2.65 2.2
5 4681 134 0.2 2.3
559 | 5.59
6 1102 27 4036 @ 135 2.3
7 3602 | 134 5.80 | 5.80 0.3 2.3
1103 82 2.79
8 1 3282 134 6.10 6.10 2.4
10 1104 g7 99 77 2680 136 6.25 6.25 04 2.5
12 2200 1387 | 6.60 6.60 0.5 2.6
15 1665 | 142 0.7 2.8
1105 72 | 3.81
20 2 1044 149 7.62 7.62 1.1 3.3
25 546 162 1.8 4.03 4.0
30 434 165 4.4
4 1106 58

32 398 165 Edge start 0.3 4.57 4.6
38 5 1107 50 256 174 5.7
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Cut Charts

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

English
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR S_hield Cutflow Cut spead Arc Tral.lsfer Plgrce Pierce Cut height Kerf .
category | process | pierce  Plasma | Shield voltage = height | height = delay compensation
in 1D setting | gas gas infmin | volts in in seconds in in
0.135
240 134 | 0.200  0.200 | 0.1 0.100 0.09
(10GA) 3 1101 45
3/16 190 ‘ 134 0.2 0.09
0.220 ' 0.220 r—
1/4 1102 27 150 135 0.09
5/16 1103 82 130 ‘ 134 0.3 0.110 0.09
— 0.240 | 0.240 r—
3/8 1104 77 110 136 0.10
1/2 37 92 80 ‘ 138 0.260 | 0.260 0.5 0.10
5/8 60 144 0.7 0.11
—— 1105 72 0.150 o
3/4 2 45 ‘ 147 | 0.300 | 0.300 1.0 0.12
1 20 164 1.8 | 0.160 0.16
1-1/4 4 | 1106 58 | 16 @ 165 0.18
i i Edge start 03 0.180
1-1/2 5 1107 50 10 174 0.23
Marking
Plasma gas = Shield gas | Process ID Mark current Cutflow L] Speed | Arc voltage | Mark widths
g g 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 0.120in in/min 78V 0.06 in
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Mild steel - 170 A 0, Plasma / Air Shield - above water (Core, VWI, OptiMix)

Ul o e

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420513 420365 420261 420260 420258 420368
Flow rate (Ipm/scfh)
N, 0, Air
Pre flow 23/49 - 78 /165
Pierce flow - 33/69 96 /202
Cut flow - 33/69 50/ 105
Metric
. SYSTEM SETTINGS CNC SETTINGS
Material | o i Cutfl A Transfer Pi Pi
thickness u XPR S!ueld - uttow Cut speed 0 ransier: | - rierce 118 Cut height Kerf compensation
category rocess |p MECe  Plasma - voltage = height ~ height = delay
mm 4 setting gas E0 98| mimin  volts mm mm | seconds ~mm mm
6 5080 | 126 2.7
7 3 1151 4768 @ 127 2.7
79 0.3
8 4288 | 128 | 6.60 6.60 2.79 2.7
10 1152 3461 128 2.8
12 1 3061 | 129 0.5 2.8
15 2277 133 0.6 2.8
1153 77 8.13 | 8.13 4.06
20 1575 | 138 0.8 3.3
45 78
25 5 1175 | 142 1.0 4.32 3.6 ‘
30 867 144 10.16 | 10.16 2.5 281 4.3
32 752 145 3o T 46
1155 74
38 512 151 4.31 4.7
40 4 462 153 0.3 5.0
Edge start
44 366 157 4.32 5.4
1156 71
50 5 267 162 0.5 5.9
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Cut Charts

Mild steel - 170 A 0, Plasma / Air Shield - above water (Core, VWI, OptiMix) (continued)

English
. SYSTEM SETTINGS CNGC SETTINGS
Waterial Cut Shield Cutflow Arc Transfer Pierce = Pierce
thickness [ i i
T m::(:sns . i e o Cut speed voltage | height | height | delay Cut height Kerf compensation
in 4 setting gas hield gas in/min volts in in seconds in in
1/4 3 1151 200 127 0.11
5/16 3 1151 79 170 128 0.3 0.11
0.260 | 0.260 0.110
3/8 1152 140 128 0.11
1/2 1 115 129 0.5 0.10
5/8 1153 77 80 135 0.6 AN
i 0.320 | 0.320 1 0.160
3/4 2 ‘ 45 78 65 137 0.8 ‘ 0.13
1 1153 77 45 142 1.0 | 0.170 0.14
— 2 | 0.400 | 0.400 i
1-1/4 30 145 3.0 | 0.150 0.18
1155 74
1-1/2 4 20 151 0.3 0.19
1-3/4 14 157 Edge start ' 0.170 0.22
1156 71
2 5 10 163 0.5 - 024
Marking
Cutflo i i
Plasma gas = Shield gas | Process ID | Mark current Plasma ga: :hield gas I\::;:l"tg N:]Lk;zg Arc voltage | Mark widths
. 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 uttiow : Mafkmg Mk Arc voltage | Mark width
Plasma gas | Shield gas height speed
. . 2540
Metric Ar Air 9008 18 15 15 2.54 mm . 79V 2.0 mm
mm/min
. . . 100 .
English Ar Air 9008 18 15 15 0.100in | . . 79V 0.08 in
in/min
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420491 420365 420279 420406 420276 420368
Flow rate (Ipm/scfh)
N, (O Air Ar
Pre flow 21/45 - 57 /122 -
Pierce flow - 45 /95 57 /122 75/ 155+
Cut flow 56/ 120* 45/ 95 57 /122 -
Metric
. SYSTEM SETTINGS CNC SETTINGS
Waterial ¢4 i Cutf Arc  Transfer Pi Pi Cut
thickness . XPR S!ueld utow Cut speed 1o ransiar | Hiercs | rierce A Kerf compensation
category pierce | Plasma voltage | height = height  delay = height
process D . Shield gas a
mm setting gas mm/min | volts mm mm  seconds  ~mm mm
12* 1202 85 22 3940 | 147 47
3 — 0.4 3.80
15 30 3440 148 9.50 3.6
20 1 1201 26 2550 @ 153 0.6 4.2
25 90 1950 | 155 9.50 9.50 0.8 3.30 4.4
30 1530 | 157 1250 15 5.1
1203 34 34
40 2 940 166 16.50 3.2 450 5.8
50* t 1205 560 175 33.00 8.0 6.40 6.3
50* 560 175 6.3
4 450
60" 30 85 14 385 183 6.6
1204 Edge start 1.5
70* 250 192 8.0
5 3.30
80" 165 204 9.5
* N, used as shield gas.
t VWI and OptiMix only.
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Cut Charts

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

English
. SYSTEM SETTINGS CNC SETTINGS
Waterial Cut Shield Cutflow Arc | Transfer = Pierce  Pierce Cut
thickness i i
category rn::(:sI: D pierce | Plasma Shi Cut speed voltage | height | height = delay | height Kerf compensation
in 4 setting gas hield gas infmin | volts in in  seconds in in
1/2* 3 1202 85 22 155 147 0.4 | 0.150 0.19
5/8 130 151 0.5 0.15
3/4 30 105 154 0.380 0.16
1 1201 26 0.7 | 0.130
7/8 90 90 154 0.19
1 75 156 | 0.380 1.0 0.18
1-1/4 55 163 0.500 1.8 0.20
1203 34 34
1-1/2 9 40 165 0.650 3.0 |/0.180 0.22
1-3/4 1204 30 170 0.850| 4.5 0.22
2% t 1205 21 175 1.300 8.0 0.24
0.250
2* 21 175 0.24
2-1/4* 4 30 85 14 17 181 0.26
2-1/2* 1204 14 185 Edge start 1.5 0.180 0.27
2-3/4* 5 10 192 ' 0.31
3* 7 195 0.38

*

N, used as shield gas.

t VWI and OptiMix only.

Marking
Cutflo i i
Plasma gas | Shield gas  Process ID | Mark current ! w- ""“T"‘"g L] Arc voltage | Mark widths
Plasma gas = Shield gas =~ height speed
. . 6350
Metric N, Air 8007 16 10 10 2.54 mm . 130V 2.8 mm
mm/min
. . . 250 .
English N, Air 8007 16 10 10 0.100in | .7 . 130V 0.11in
in/min
Plasma gas Shield gas | Process ID | Mark current Cutflow LIy L Arc voltage | Mark widths
! ! Plasma gas ~Shield gas  height speed L
. . 2540
Metric Ar Air 9007 22 25 30 2.79 mm . 70V 1.8 mm
mm/min
English  Ar Ar | 9007 22 25 30 0.410in inﬁﬁn 70V | 0.07in
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Cut Charts

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

Stainless steel - 40 A - N, Plasma / N, Shield - ahove water (Core, VWI, Optilix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420291 420365 420288 420314 420303 420368
Flow rate (Ipm/scfh)
N,
Pre flow 49 /103
Pierce flow 57 /120
Cut flow 71/152
Metric
. SYSTEM SETTINGS CNGC SETTINGS
Material -
thickness Cut XPR Spield Cutflow Cut speed Arc Tral_lsier Pn?rce Pierce delay Cut height Kerf _
category process | pierce Wl voltage  height | height compensation
D setting | gas Stisllue mm/min  volts mm mm seconds mm mm
6100 124 3.60 1.4
5715 | 124 3.50 1.3
3 2015 75 85 5345 124 0.2 3.40 1.3 ‘
4818 122 330 | 1.2
4014 | 127 3.10 1.2
30 5.08 5.08
3302 129 2.90 | 12
1 2014 68
2683 | 130 0.3 2.80 1.3
2013 90 64 1724 129 ' 2.60 ‘ 1.3
2 0012 55 1136 129 064 1.3
918 132 0.6 1.4
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Cut Charts

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

English
. SYSTEM SETTINGS CNC SETTINGS
Waterial 04 i Cutf Ac | Transfer | Pi Kerf
thickness " XPR | Shield uttiow Cutspeed ° ransier | TIBICE oo rce delay Cut height ot
category | process = pierce | Plasma Shield voltage = height = height compensation
in D setting | gas 0935 nimin | volts in in seconds in in
0.036
(20GA) 240 124 0.05
0.048 0.140
(18GA) 210 124 0.05
0.06 3 2015 75 85 0.2
(16GA) 180 122 0.05
0.075
(14GA) 30 160 127  0.200 0.200 0.120 0.05
0.105
(12GA) 1 2014 68 120 130 0.05
0.135 0.3
(10GA) 2013 90 64 85 130 0.05
3/16 60 128 0.100 0.05
2 2012 55 —
1/4 32 133 0.6 0.06
Marking
Cutfl i i
Plasma gas = Shield gas = Process ID |Mark current ttiow : Mafkmg Marking Arc voltage | Mark widths
Plasma gas | Shield gas height speed
. 6350
Metric N, N, 8001 15 10 10 2.54 mm . 118V 2.1 mm
mm/min
. . 250 .
English N, N, 8001 15 10 10 0.100 in in/min 118V 0.08in
Cutfl i i
Plasma gas = Shield gas = Process ID |Mark current ttiow : Mafkmg Marking Arc voltage | Mark widths
Plasma gas | Shield gas height speed
. 6350
Metric Ar N, 9002 9 90 10 2.54 mm . 67V 1.0 mm
mm/min
. . 150 .
English Ar N, 9002 9 90 10 0.100 in i /min 67 V 0.04 in
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420309 420365 420297 420323 420303 420368
Flow rate (Ipm/scfh)
N,
Pre flow 48 /102
Pierce flow 63/134
Cut flow 72 /154
Metric
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR S!]ield Cutflow Cut speed Arc Tralllsfer Pu?rce Pierce Cut height Kerf .
category | process | pierce | Plasma - voltage = height height delay compensation
mm D setting gas C093S| nmimin volts mm mm seconds mm mm
2.5 3 3105 124 3.20 1.5
3 2026 65 2776 124 2.80 1.5
0.3 li
4 1 30 82 2245 123 5.08 5.08 1.5
5 2025 55 1886 124 2.54 1.5
6 2 2024 45 1697 126 0.6 1.4
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Cut Charts

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

(continued)
English
Material SYSTEM SETTINGS CNGC SETTINGS
thickness Cut XPR S!1ield Cutflow Cut speed Arc Tral_lsfer Plgrce Pierce Cut height Kerf _
category | Process | pierce | Plasma - voltage | height height delay compensation
i ID setting gas hield gas) infmin | volts in in seconds in in
0.105
(12GA) 3 120 124 0.120 0.06
e 2026 65
the 3 95 123 0.06
(10GA) 1 0 82 0.200 | 0.200 .
3/16 2025 55 80 124 0.100 0.06
1/4 2 2024 45 65 126 0.6 0.06
Marking
Cutfl i i
Plasma gas = Shield gas | Process ID Mark current‘ ! uw- ‘ Mafkmg Dy Arc Volt | Mark widths
’ Plasma gas | Shield gas ’ height speed
. 6350
Metric N, N, 8002 15 25 5 2.54 mm . 120V 1.8 mm
mm/min
. . 250 .
English N, N, 8002 15 25 5 0.100in | .7, . 120V 0.07 in
in/min
Plasma gas = Shield gas | Process ID Mark current‘ Cutfiow ‘ LI Dy Arc voltage | Mark widths
g S ’ Plasma gas = Shield gas ’ height speed o
. 3810
Metric Ar N, 9009 11 90 10 2.54 mm . 69V 1.1 mm
mm/min
English  Ar N, | 9009 11 90 10 o04100in %% e9v | 004in
in/min
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Cut Charts

Stainless steel - 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
Flow rate (Ipm/scfh)
N, H,0
Pre flow 27 /57 0.21/3*
Pierce flow 34/72 0.21/3*
Gut flow 20/ 42 04/7"
*Gallons per hour (gph)
Metric
Material SYSTEM SETTINGS _ CNC SETTINGS
thickness Cut XPR S!lield Cutflow Cut speed Arc Tralfsfer Pu?rce Pierce Cut height Kerf .
category = process | pierce | Plasma - voltage = height height delay compensation
mm D setting pE mm/min | volts mm mm seconds mm mm
3 3065 | 140 1.5
4 1 2062 138 0.3 16
2028 10 80 30 5.08 5.08 2.54
5 1516 136 1.7
G 2 1179 132 0.6 19
English
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR S!]ield Cutflow Cut speed Arc Traljsfer Pu?rce Pierce Cut height Kerf -
category | process = pierce | Plasma - voltage | height height delay compensation
in ID setting | gas OO nimin | volts in in seconds in in
0.105
(12GA) 3 120 120 0.3 0.120 0.06
O 100 124 0.06
(10GA) 1 2028 = 10 80 30 0200 0200 03
3/16 80 129 ) 0.06
14 ) 50 132 0.6 0.07
3/8 20 144 0.8 » 0.120 0.09
34 809830 Instruction Manual XPR



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

Cut Charts

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420309 420365 420297 420323 420303 420368
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
Material . -
thickness ut Shield Cutflow Cut seed Arc Transfer  Pierce = Pierce Cut heiaht Kerf
category XPR pierce | Plasma p voltage = height = height  delay g compensation
process ID . Shield gasj .
mm setting gas mm/min | volts mm mm  seconds mm mm
2.5 3 3177 132 0.2 3.20 1.4
2023 55
3 2763 132 0s 310 14
4 1 2022 45 2217 132 ' 3.05 1.4
5 2021 40 | 1869 132 05  2.90 14
30 82 5.08 5.08
6 1626 133 0.6 2.80 1.4
7 1445 133 ' 2.60 1.4 ‘
2 2020 35
8 1305 133 0.7 2.54 1.4
10 1100 134 0.8 2.30 1.4
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Cut Charts

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

English
. SYSTEM SETTINGS CNC SETTINGS
Material Cut Shield Cutflow Arc Transfer  Pierce = Pierce Kerf
thickness e i
category ru::(:sz D pierce | Plasma Shi Speed voltage = height = height  delay Cut height compensation
in : setting gas hield gas in/min volts in in seconds in in
0.105
(12GA) 3 2023 55 120 132 0.140 0.05
0.135 0.3
(10GA) 1 2022 45 95 132 0.120 0.06
3/16 2021 30 82 40 | 80 132 0200 0.200 0,100 0.06
1/4 60 | 133 o6 | 006
5/16 2 2020 35 52 133 0.7 0.06
—— 0.080
3/8 45 | 133 | 08 | 0.06
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, 8002 15 25 5 2.54 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 ! nw. Mafkmg Marking Arc voltage | Mark widths
Plasma gas | Shield gas = height speed
. 2540
Metric Ar N, 9003 11 90 10 2.54 mm . 67V 1.3 mm
mm/min
. . 100 .
English Ar N, 9003 11 90 10 0.100in . . 67V 0.05in
in/min
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420309 420365 420306 420323 420303 420368
Flow rate (Ipm/scfh)
N,
Pre flow 51/108
Pierce flow 67 /143
Cut flow 68/144
Metric
. SYSTEM SETTINGS CNGC SETTINGS
Waterial 0.4 i Cutf Transfer  Pi Pi Kerf
thickness u XPR S!ueld utriow Cut speed Arc voltage m'.ls of u?rce ierce Cut height & .
category | process | pierce | Plasma - height height delay compensation
mm D setting gas hield gas mm/min | volts mm mm | seconds | mm mm
3 3820 118 1.5
2006 45 0.3 2.54
4 3 3220 118 1.6
5 2692 118 1.6
6 2237 116 05 1.5
30 80 5.08 5.08
7 1853 117 15
1 2007 40 2.03
8 1543 118 1.6
9 1304 119 0.6 1.6
10 2 1138 121 1.6
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Cut Charts

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

English
. SYSTEM SETTINGS CNC SETTINGS
Material ¢4 i Cutf Transfer | Pi Pi Kert
thickness u XPR s_h'eld oW Cut speed Arc voltage ransier terce 118 put height o
category | process | pierce = Plasma i height  height delay compensation
in 1D setting gas hield gas in/min volts in in seconds in in
0.135
140 118 0.100 0.061
(10GA) 3 | 2006 45 0.3
3/16 110 118 ‘ 0.064
1/4 30 80 84 116 0200 | 0.200 0.5 0.060
0.080
5/16 1 2007 40 60 118 ‘ 0.6 0.031
3/8 48 120 ' 0.064
Marking
Cutfl i i
Plasma gas  Shield gas | Process ID | Mark current ttiow - ""“T"‘"g O Arc voltage | Mark widths
Plasma gas = Shield gas height speed
. 6350
Metric N, N, 8002 15 25 5 2.54 mm . 120V 1.6 mm
mm/min
. . 250 .
English N, N, 8002 15 25 5 0.100in | .5, 120V 0.06 in
in/min
Cutfl i i
Plasma gas  Shield gas | Process ID | Mark current ttiow - ""“T"‘"g O Arc voltage | Mark widths
Plasma gas =~ Shield gas _ height speed
. 2540
Metric Ar N, 9003 11 90 10 2.54 mm . 67 V 1.3 mm
mm/min
. . 100 .
English Ar N, 9003 11 90 10 0.100 in i min 67V 0.05in
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Stainless steel - 80 A - N, Plasma / H,0 Shield - above water (VWI, OptiMix)

Cut Charts

@:)):mﬂ:ﬁ)j

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420300 420365 420290 420323 420303 420368
Flow rate (Ipm/scfh)
N, H,0
Pre flow 30/64 0.2/3"
Pierce flow 3717179 0.2/3"
Cut flow 24 51 0.4/6"
*Gallons per hour (gph)
Metric
Material | SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR Shield Cutflow Cut speed Arc Transfer = Pierce Pierce Cut height Kerf
category | process = pierce | Plasma a_— voltage  height = height delay compensation
1D sefting | gas 098 nmimin | volts mm mm  seconds ~ mm mm
3820 118 03 1.8
3 3216 121 ' 17
2677 123 1.8
2010 2203 126 05 1.8
86 30 5.08 5.08 2.03
1 1794 128 1.9
1450 130 | 06 2.0
5 956 134 ' 2.1
12 2011 722 137 0.8 2.1
English
Matartal SYSTEM SETTINGS CNC SETTINGS
thickness ut XPR Shield Cutflow Cut speed Arc Transfer ~ Pierce Pierce Cut height Kerf
category | process = pierce | Plasma e voltage height height | delay | compensation _
in ID setting gas E0935]  in/min volts in in seconds in in
0.135
(10GA) 3 140 120 03 0.07
3/16 | 110 123 0.07
1/4 2010 80 80 124 0.5 0.07
’75/1 6 1 110 30 60 ‘ 139 ‘ 0.200 @ 0.200 oe 0.080 0.08
3/8 40 134 ' 0.08
716 , 2010 31 136 0.8 0.08
1/2 2011 86 28 138 ' 0.08
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420309 420365 420306 420323 420303 420368
Flow rate (Ipm/scfh)
F5 N,
Pre flow - 52/110
Pierce flow 44 /93 23/ 49
Cut flow 38/ 81 39/82
Metric
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR S!]ield Cutflow el e Tane Tralllsfer Pu?rce Pierce Cut height Kerf .
category | process = pierce | Plasma - height height delay compensation
mm ID setting gas 00| nmimin | volts mm mm seconds mm mm
3 9005 55 4248 125 3.05 1.7
4 3 3052 123 0.3 ' 17
5 9004 30 80 45 2362 122 964 1.7
6 1916 124 5.08 5.08 0.5 ’ 1.8
1 | s |
8 2003 35 1376 128 0.6 1.8
10 2002 28 28 1065 134 ' 2.03 1.7
) | I 7
12 2001 20 86 20 864 135 0.8 1.8
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Cut Charts

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

English
. SYSTEM SETTINGS CNC SETTINGS
Waterial | oyt i Cutf Transfer | Pi Pi Kerf
thickness u XPR S!ueld utiow Cut speed Arc voltage ansier terce 11 put height o
category | process = pierce | Plasma o height | height delay compensation
in 1D setting gas hield gas) in/min volts in in seconds in in
0.135
140 124 0.120 0.07
(10GA) 3 | 2005 55 0.3
3/16 105 122 0.07
30 ———— 0.100 ‘—
1/4 2004 80 45 70 124 0.200 | 0.200 0.5 0.07
5/16 1 2003 35 55 129 ' ' 0.07
06 007
3/8 9002 o8 08 40 132 0.080 0.07
7/16 36 135 ' 0.07
) 08 o007
1/2 2001 20 86 20 34 134 0.07
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, 8002 15 25 5 2.54 mm . 120V 1.6 mm
mm/in
. . 250 .
English N, N, 8002 15 25 5 0.100in | .5, . 120V 0.06 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, 9003 11 90 10 2.54 mm . 67V 1.3 mm
mm/min
. . 100 .
English Ar N, 9003 11 90 10 0.100in | . "~ 67 V 0.05in
in/min
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420318 420365 420315 420314 420356 420368
Flow rate (Ipm/scfh)
N,
Pre flow ' 92 /195
Pierce flow 150/ 320
Cut flow 150/ 320
Metric
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR S!1ield Cutflow Cut spoed Arc Tral_lsfer Pigrce Pierce Cut height Kerf _
category | process | pierce | Plasma . voltage = height height delay compensation
mm ID setting | gas e mm/min | volts mm mm | seconds ~ mm mm
2413 163 0.4 2.3
7 3 2257 162 2.3
2017 160 2.54 2.4
10 2051 52 90 52 1613 159 6.10 6.10 0.5 2.4
12 1453 161 0.6 2.4
15 1029 171 0.7 2.5
2 1 3.05
20 559 180 1.3 2.8
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Cut Charts

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

(continued)
English
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR S!1ield Cutflow Cut speed Arc Tral_lsfer Pn?rce Pierce Cut height Kerf _
category process | pierce | Plasma Shield voltages = height height delay compensation
in 1D setting | gas e nmin volts in in seconds in in
1/4 3 95 163 0.4 0.09
5/16 80 161 0.09
— 0.5 0.100
3/8 65 158 0.10
1 2051 52 90 52 0.240 | 0.240
1/2 55 162 0.6 0.09
5/8 35 175 0.7 0.10
1 2 0120 o
3/4 25 178 1.2 0.11
Marking
Cutfl i i
Plasma gas = Shield gas = Process ID | Mark current tiow : Mafkmg Marking Arc voltage = Mark widths
Plasma gas = Shield gas = height speed
. 6350
Metric N, N, 8004 18 20 15 2.54 mm . 145V 1.7 mm
mm/min
. . 250 .
English N, N, 8004 18 20 15 0.100 in in/min 145V 0.07 in
Cutfl i i
Plasma gas = Shield gas = Process ID | Mark current oW : Mafkmg Marking Arc voltage = Mark widths
Plasma gas = Shield gas = height speed
Metric Ar N, 9004 20 65 15 2.54 mm 3810. 101V 2.0 mm
mm/min
English Ar N, 9004 20 65 15 0.100in | . 159 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)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420469 420365 420315 420314 420356 420368
Flow rate (Ipm/scfh)
N, H,0
Pre flow 38/80 0.42/6.5*
Pierce flow 97 / 205 0.5/8*
Cut flow 97/ 205 05/8*
* Gallons per hour (gph)
Metric
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR s_hield Cutflow Cut speed Arc Tral_lsfer Pn?rce Pierce Cut height Kerf .
category process  pierce = Plasma e voltage  height | height = delay compensation
mm ID setting gas 093] nmimin | volts mm mm  seconds ~mm mm
2413 159 0.2 2.54 2.3
7 3 2257 161 0.3 2.3
8 2017 163 5.08 5.08 0.4 054 2.4
10 1 2052 25 90 25 1613 167 0.5 ' 2.4
12 1453 169 0.6 2.5
15 937 171 0.7 2.8
— 2 6.35 6.35 —————— 8.05
20 457 179 1.3 3.6
English
Material SYSTEM SETTINGS CNY SETTINGS
thickness Cut XPR s_hield Cutflow Cut speed Arc Tral_lsfer Pn?rce Pierce Cut height Kerf .
category | process = pierce | Plasma e voltage | height = height delay compensation
in ID setting gas 109251 n/min volts in in seconds in in
1/4 3 95 159 0.2 0.09
5/16 80 163 0.4 0.09
Ee— 0.200 | 0.200 0.100
3/8 65 167 0.5 0.09
— 1 2052 25 90 25
1/2 55 170 0.6 0.10
5/8 30 172 0.8 0.12
2 0.250 | 0.250 0.120
3/4 20 177 1.3 0.14
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Cut Charts

Stainless steel - 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
Flow rate (Ipm/scfh)
H, Ar N,
Pre flow - - 103/ 220
Pierce flow 8/17 12/ 25 150/ 320
Cut flow 8/17 12/25 150/ 320
Metric
SYSTEM SETTINGS CNC SETTINGS
Waterial oy i Cutflow Ac  Transfer  Pi Pi Kerf
thickness ! XPR S!ueld Cut speed 1o ransier terce 1ErCe  gut height o
category| process  pierce Plasma gas Shield voltage = height height delay compensation
mm D setting ¢ 2 3 | gas | mm/min volts mm mm  seconds  mm mm
6 2413 163 0.3 2.6
7 3 /2060 52 4 12 52 | 1954 163 ‘ ' 2.6
8 24 1834 | 164 5.08 | 5.08 0.4 2.54 2.6
10 1613 166 ‘ 0.5 2.6
1 2053 53 6 | 10 53 ——
12 1453 168 0.6 2.6
15 1121 172 ‘ 6.10 6.10 0.7 3.05 2.7
2 2061 50 8 |12 20| 52 -
20 737 175 7.62 7.62 1.5 3.81 2.9
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Cut Charts

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

English
e SYSTEM SETTINGS CNC SETTINGS
aterial = Cut . .
: i Cutflow Arc | Transfer  Pierce = Pierce . Kerf
thickness XPR | Shield
I category process | pierce =~ Plasmagas | Shield Cut speed voltage | height = height  delay Cut height compensation
in D setting W, A N, ogas | in/min volts in in seconds in in
1/4 80 163 0.3 0.10
2060 52 4 12 52
5/16 73 ’ 164 04 0.10
- 24 0.200 | 0.200 | 0.100
3/8 65 165 0.5 0.10
1 2053 53 6 10 53
172 55 169 0.6 o010
5/8 40 173 | 0.240 | 0.240 0.8 0.120 0.11
2 2061 50 8 1220 52
3/4 80 174 0300 0300 15 0150 | 0.1
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, 8004 18 20 15 2.54 mm . 145V 1.7 mm
mm/min
. . 250 .
English N, N, 8004 18 20 15 0.100 in i /rmin 145V 0.06 in
Cutfl i i
Plasma gas | Shield gas | Process ID Mark current oW : Mafkmg Marking Arc voltage | Mark widths
Plasma gas = Shield gas | height speed
Metric Ar N, 9004 20 65 15 2.54 mm 3819 101V 2.0 mm
mm/min
English Ar N, 9004 20 65 15 0.100 in in1/§1(i)n 101V 0.08 in
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420327 420365 420324 420314 420356 420368
Flow rate (Ipm/scfh)
N,
Pre flow 99/ 210
Pierce flow 168/ 355
Cut flow 168/ 355
Metric
. SYSTEM SETTINGS CNC SETTINGS
Waterial | 0.4 i Cutl Ac | Transfer Pi Pi Kerf
thickness u S!ueld utflow Cut speed rc ransfer  Pierce ierce . 4 height erf
category pierce | Plasma voltage = height = height delay compensation
process D . Shield gas| .
mm setting gas mm/min  volts mm mm seconds mm mm
10 3 1994 | 165 0.3 2.7
12 1 1834 165 6.10 6.10 04 @ 254
15 9057 54 90 54 1226 168 0.6 2.8
20 705 177 7.62 2.5 3.43 3.2
2 7.62 Q
25 405 189 15.24 4.0 381 3.6
30 4 289 194 Edge start 0.5 ' 3.6
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Cut Charts

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

(continued)
English
. SYSTEM SETTINGS CNC SETTINGS
Waterial Cut Shield Cutflow Arc  Transfer  Pierce = Pierce Kerf
thickness = i
! category ru::(:sl: D pierce | Plasma Shi Cut speed voltage | height = height | delay Cut height compensation
in : setting gas hield gas) in/min volts in in seconds in in
3/8 3 80 165 0.3 0.11
1/2 1 70 ‘ 165 | 0.240 | 0.240 0.4 0.100 0.10
5/8 40 169 0.7 0.11
2057 54 90 54
3/4 30 ‘ 175 0.300 2.5 0.120 0.12
— 2 0.300
1 15 190 0.600 4.0 0.150 0.14
1-1/4 4 10 | 196  Edge start 0.7 ' 0.14
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, 8005 18 20 15 2.54 mm . 121V 2.0 mm
mm/min
. . 250 .
English N, N, 8005 18 20 15 0.100in | .= " 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 2.54 mm 3810. 96 V 2.0 mm
mm/min
English Ar N, 9005 18 55 15 0.100in | . 15(.) 96 V 0.08 in
in/min
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420472 420365 420324 420314 420356 420368
Flow rate (Ipm/scfh)
N, H,0
Pre flow 19/40 0.4/6*
Pierce flow 47 /100 05/8*
Cut flow 47 /100 05/8*

* Gallons per hour (gph)

Metric
Material SYSTEM SETTINGS _ CNC SETTINGS _
- t Shield Cutflow Arc | Transfer Pierce = Pierce . .
thicki u
ickness category m::(:; o e " Cut speed voltage  height  height delay Gut height Kerf compensation
mm g setting gas LT mmimin | volts mm mm | seconds mm mm
10 3 1975 168 04 2.8
12 1 1735 ’ 172 » 5.08 | 5.08 05 054 2.8
15 1375 170 ' ' 3.0
20 5 2058 30 90 30 978 ’ 174 762 7.62 3.3 3.2
25 778 183 ' 15.24 | 3.0 3.05 41
30 633 189 0.7 4.4
32 4 578 191 Edge start 0.8 3.81 4.5
38 434 195 1.0 47
English
Material SYSTEM SETTINGS CNC SETTINGS
thickness Ot S_hield ST Cut speed p Tral_lsfer Pn?rce T Cut height Kerf compensation
category rocess ID pierce | Plasma - voltage = height = height delay
in 4 setting gas O3S nimin  volts in in  seconds in in
3/8 3 80 167 04 0.11
1/2 65 178  0.200 0.200 0.11
— 1 0.5 0100
5/8 | 50 169 0.12
3/4 5 2058 30 90 30 40 ‘ 172 0.300 0.300 1.0 0.12
1 30 184 ’ 0.600 3.0 0.120 0.16
1-1/4 23 ’ 191 0.8 0.18
S g Edge start 0.150 R
1-1/2 17 195 1. 0.19
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420327 420365 420324 420323 420356 420368
Flow rate (Ipm/scfh)
H, Ar N,

Pre flow - - 101/ 215

Pierce flow 8/17 12/25 162/ 345

Cut flow 8/17 12/25 162/ 345

Metric

SYSTEM SETTINGS CNC SETTINGS
Material . .
thickness  CUt XPR S!1ield Cutflow e Arc Traljsfer Plgrce Pierce Cut height Kerf :
category process | pierce = Plasma gas Shield voltage | height height delay compensation
mm D setting 4, A N, oas | mm/min volts mm mm seconds mm mm
10 3 1975 | 169 0.4 2.9
12 2059 8 26 1735 174 5.08 | 5.08 2.9
1 6 0.5 2.54

15 1375 | 169 2.9
20 2062 54 10 24 54 940 183 7.62 1.4 3.6
25 9 2063 6 26 540 192 769 3.8 3.05 4.0
30 8 398 198 15.24 4.7 4.2
32 2064 1220 352 200 5.0 4.57 4.4
38 4 256 206 Edge start 0.5 4.7

50 809830 Instruction Manual XPR



Cut Charts

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

English
SYSTEM SETTINGS CNC SETTINGS
Material . \ i Cutflow Ac  Transfer Pi Pi Kert
thickness Ut | XPR ' Shield Cutspeed  |C  |aNSier  TIrCe  LIICE pipeight o
category process | pierce = Plasmagas | Shield voltage = height =~ height delay compensation
in D setting 4, A N, ogas in/min volts in in seconds in in
3/8 3 80 168 0.4 0.12
1/2 2059 8 26 65 176 | 0.200  0.200 0.11
1 6 0.5 0.100
5/8 50 167 0.12
3/4 2062 | 54 10 24| 54 40 181 0.300 1.0 0.14
1 2 2063 6 26 20 193 | 0.300 0.600 4.0 0.16
1-1/4 8 14 200 ' 50 | 0.120 0.17
2064 1220 p—
1-1/2 4 10 206 Edge start 0.5 0.19
Marking
Cutfl i i
Plasma gas | Shield gas | Process ID Mark current ! ow. M“T"'"g Marking Arc voltage | Mark widths
 Plasma gas | Shield gas height speed
. 6350
Metric N, N, 8005 18 20 15 2.54 mm . 121V | 0.08 mm
mm/min
. . 250 .
English N, N, 8005 18 20 15 0.098in| .-, 121V 2.0in
in/min
Cutfl i i
Plasma gas | Shield gas | Process ID Mark current ! ow. M“T"'"g Marking Arc voltage | Mark widths
 Plasma gas | Shield gas height speed
Metric Ar N, 9005 18 55 15 2.54 mm 3810. 96V | 0.07 mm
mm/min
. . 150 .
English Ar N, 9005 18 55 15 0.098in| . . 96 V 1.8 in
in/min
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420362 420365 420359 420323 420356 420368
Flow rate (Ipm/scfh)
N,
Pre flow 106 / 225
Pierce flow 181 /385
Cut flow 181 /385
Metric
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR S!]ield Cutflow Cut speed Arc Trallwfer Plgrce Pierce C.ut e TR
category rocess [0 MECe  Plasma  Shield voltage = height | height = delay  height
mm 4 setting | gas gas | mm/imin volts mm mm | seconds ~mm mm
12 2997 @ 168 0.4 3.1
— 3 4.32
15 2666 @ 168 7.62 0.5 3.1
20 1829 | 172 0.9 3.5
1 2054 54 7.62
25 1429 177 1270 | 1.5 34
30 1084 | 180 2.0 4.0
2 54 90 15.24 5.08
32 947 182 2.2 4.2
38 515 194 0.8 4.2
40 4 455 196 ' 4.1
— 2100 58 Edge start
44 343 201 0.9 6.35 3.9
50 5 264 204 1.0 ' 6.0
52 809830 Instruction Manual XPR



Cut Charts

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

(continued)
English
. SYSTEM SETTINGS CNC SETTINGS
Waterial Cut Shield Cutflow Arc | Transfer Pierce @ Pierce
thickness = i
I category Al pierce | Plasma = Shield |Cut speed voltage = height | height  delay  height Kerf compensation
- process ID . — = = - =
in setting gas gas infmin | volts in in seconds in
1/2 118 168 0.4 0.12
3 0.170
5/8 100 ‘ 168 0.300 05 0.12
3/4 ) 2054 54 75 171 | 0.800 0.8 0.14
1 55 ‘ 177 0500 1.5 0.14
54 90 0.200
1-1/4 2 38 181 0.600 2.2 0.17
-2, 20 194 0.5 0.17
1-3/4 2100 58 13 201 Edge start 0.8 0.950 0.15
2 5 10 205 10 0.25
Marking
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 N, N, 8006 18 15 25 2.54 mm . 135V | 1.5 mm
mm/min
English N, N, 8006 18 15 25 0.100in | . 109 135V 0.06 in
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 2.54 mm . 92V 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)

Cam | uf—

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420475 420365 420359 420323 420356 420368
Flow rate (Ipm/scfh)
N, H,0
Pre flow 31/65 0.42/6.5*
Pierce flow 75/160 0.5/8"
Cut flow 75/ 160 05/8"
* Gallons per hour (gph)
Metric
Mitothl SYSTEM SETTINGS CNC SETTINGS
thickness ut XPR Shield Cutflow Cut speed Arc Transfer =~ Pierce = Pierce Cut Kerf
category pierce | Plasma p voltage = height | height delay height = compensation
process D - Shield gas .
mm setting gas mm/min | volts mm mm  seconds = mm mm
12 2159 174 0.5 3.5
3 3.81
15 1975 ‘ 175 269 0.9 3.5
20 1 1702 180 ' 1.0 4.0
25 1302 183 762 1.2 4.2
5.08
30 994 189 1.9 4.6
| 2055 22 90 22 15.24
32 2 879 191 2.0 4.8
38 639 201 17.78 3.5 5.4
40 612 202 05 | .o 5.4
44 4 564 = 203 Edge start 0.6 ' 5.4
50 403 210 1.0 5.7
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Cut Charts

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

English
Material SYSTEM SETTINGS CNC SETTINGS
thickness ut XPR Shield Cutflow Cut sneed Arc Transfer = Pierce = Pierce Cut Kerf
category pierce | Plasma p voltage = height | height delay height = compensation
. process 1D .. Shield gas| . . . . . .
in setting gas in/min volts in in seconds in in
1/2 85 174 0.5 0.14
—— 3 0.150
5/8 75 176 0.14
0.300 1.0
3/4 70 180 0.15
1 0.300
1 50 ‘ 183 1.2 ]0.200 0.17
2055 22 90 22
1-1/4 0 35 191 0.600 2.0 0.19
1-1/2 25 ‘ 201 0.700 3.5 0.21
1-3/4 22 203 0.5 |0.250 0.21
— 4 Edge start
2 15 211 1.0 0.23
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420362 420365 420359 420358 420356 420368
Flow rate (Ipm/scfh)
H, Ar N,
Pre flow - - 118 /250
Pierce flow 24 / 51 48 /102 150/ 320
Cut flow 24 / 51 48 /102 150/ 320
Metric
SYSTEM SETTINGS CNC SETTINGS
Material . .
" Cut XPR Shield Cutflow Cut Arc  Transfer | Pierce = Pierce . Kerf
thickness . . Cut height .
category = process = pierce Plasma gas Shield | speed | voltage height height  delay compensation
mm 1D setting W, A N, 0as |mmimin volts mm mm | seconds ~mm mm
12 2032 171 0.4 4.3
3 1824 18
15 1848 172 sgo 08 | 43 ]
20 2056 ] 1340 186 8.80 ' 0.8 4.6
25 24 121 15 1040 | 187 ' 1.3 5.08 4.7
30 924 @ 188 15.24 25 5.0
2 54 54
38 639 190 1778 3.5 4.8
2065 18 24 18
40 597 | 185 0.8 4.6
50 4 441 180 0.9 54
Edge start
60 2066 12 48| 0 289 184 0.9 6.35 4.6
70 5 202 193 1.3 47
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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
Material q . Cutflow Cut Arc  Transfer Pierce = Pierce ... Kerf
thickness ut XPR Shield Plasma gas speed | voltage height = height delay g compensation
category process = pierce Shield | . - . - - P | : _
. D setig N, Ao N, gas infmin  volts in in  seconds in in
in
1/2 80 171 0.4 0.17
3 18 24 18
5/8 70 173 0.7 0.17
0.350
3/4 2056 55 186 0.8 0.18
1 0.350
1 24 121 |15 40 ‘ 187 1.2 | 0.200 0.19
1-1/4 9 35 189 0.600 2.8 0.20
1-1/2 2065 54 1824 18 54 25 ‘ 190 0.700 | 3.5 0.19
1-3/4 20 172 0.8 0.17
2 4 17 181 ' 0.22
2-1/4 13 183 0.9 0.19
2066 1248 0 Edge start T
2-1/2 10 185 1.0 | 0.250 0.17
2-3/4 5 8 193 1.3 0.18
3 6 200 1.5 0.20
Cutfl i i
Plasma gas | Shield gas = Process ID | Mark current ! ow. Mafkmg Marking Arc VoIt | Mark widths
Plasma gas ‘ Shield gas |  height speed
. 2540
Metric N, N, 8006 18 25 15 2.54 mm . 135V | 1.5 mm
mm/min
. . 100 .
English N, N, 8006 18 25 15 0.100in . , . 135V | 0.06in
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 N, 9006 22 55 15 2.54 mm . 92V 2.8 mm
mm/min
. . 100 .
English Ar N, 9006 22 55 15 0.100in | . . 92V 0.111in
in/min
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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, VWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420291 420365 420288 420314 420294 420368
Flow rate (Ipm/scfh)
N, Air

Pre flow 17 /35 32/67

Pierce flow - 54 /115

Cut flow - 66 /141

Metric

Material SYSTEM SETTINGS CNC SETTINGS

thickness Cut XPR Shield Cutflow Cut Arc Tral.lsfer Pigrce Pierce Cut height Kerf .

category | process | pierce | Plasma — speed _vnltage height | height delay compensation _
mm ID setting gas E0 933 mimin  volts mm mm seconds mm mm
1.5 4799 137 1.5
3 2019 85 - 0.2

» 2 » 3964 _ 135 » 3.05 ‘ 1.4
2.5 3230 133 1.3

— 1 2018 68
3 30 90 2596 132 5.08 5.08 03 2.70 1.3
4 2017 64 1632 | 131 ' 1.2
5 1070 131 2.54 1.3

2016 55 !

6 911 135 0.6 1.4
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Cut Charts

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

English
Material SYSTEM SETTINGS _ CNC SETTINGS
thickness Cut XPR Shield Cutflow Cut Arc Tral.lsfer Pigrce Pierce Cut height Kerf .
category | process | pierce = Plasma . speed  voltage  height height delay compensation
in 1] setting gas AR infmin | volts in in seconds in in
0.036
(20GA) 240 137 0.07
0.051
(16GA) 210 137 0.06
" 0.064 | 3 2019 85 0.2
(14GA) 180 137 0.120 0.07
0.081 30 90 0.200 0.200
(12GA) 160 135 0.05
0.102
(10GA) 1 2018 68 120 132 0.05
1/8 2017 64 | 85 132 0.3 005
3/16 60 130 0.100 0.05
— 2 2016 55 ——
1/4 32 137 0.6 0.06
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420291 420365 420288 420314 420303 420368
Flow rate (Ipm/scfh)
N,
Pre flow 49/108
Pierce flow 57 /120
Cut flow 71/152
Metric
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut YPR S!1ield Plasma gas Cut Arc Tral.lsfer Ple_rce Pierce Cut height Kerf .
category pierce | Plasma | . speed | voltage = height height delay compensation
process ID . Shield gas] .
mm setting gas mm/min | volts mm mm | seconds = mm mm
1.5 4781 | 131 1.3
3 2015 75 85 0.2
2 3494 132 3.05 1.3
2.5 2740 | 132 1.3
1 2014 68
3 30 2246 131 5.08 5.08 0.3 2.70 1.3
4 2013 90 64 1641 | 130 ' 1.2
5 1287 131 2.54 1.2
2012 55
6 1055 | 137 0.6 1.3
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Cut Charts

Aluminum - 40 A - N, Plasma / N, Shield - above water (Core) (continued)

English
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR S!1ield Cutflow Cut Arc Tral.lsfer Ple_rce Pierce Cut height Kerf .
category pierce | Plasma speed | voltage = height height delay compensation
. process ID : Shield gasy . . : . :
in setting gas infmin | volts in in seconds in in
0.036
(20GA) 240 | 137 0.07
0.051
(16GA) 210 @ 137 0.06
3 2019 85 0.2
0.06 180 | 137 0.120 0.07
(14GA) ' ’
0.081 30 90 0.200 | 0.200
(12GA) 160 | 135 0.05
0.102
(10GA) ] 2018 68 120 | 132 0.05
1/8 2017 64 85 132 03 0.05
3/16 60 130 0.100 0.05
2 2016 55
1/4 32 137 0.6 0.06
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, 8002 15 25 5 2.54 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 ! uw. Mafkmg Marking Arc voltage = Mark widths
Plasma gas = Shield gas height speed
. 2540
Metric Ar N, 9011 12 90 10 2.54 mm . 76 V 0.8 mm
mm/min
. . 100 .
English Ar N, 9011 12 90 10 0.100in | . , . 76 V 0.03in
in/min
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420309 420365 420297 420323 420294 420368
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
Material ¢t i Cutf Transfer | Pi Pi Kerf
thickness t XPR S!ueld uHow Cut speed Arc voltage ransier terce 118 Cut height o
category rocess [p MECE  Plasma - height  height delay compensation
mm - setting gas €095 mimin  volts mm mm | seconds ~ mm mm
3 2688 130 1.7
4 2229 130 1.6
2027 30 80 45 ’ 5.08 5.08 0.3 2.54
5 1928 131 1.6
6 2 1713 1831 1.5
English
. SYSTEM SETTINGS CNC SETTINGS
Material ¢4 i Cutf Transfer | Pi Pi Kerf
thickness t S!ueld uttiow Cut speed Arc voltage fansier ierce erCe oyt height o
category rocess |p  PiErCe | Plasma o height  height delay compensation
in - setting gas E09351 i /min volts in in seconds in in
0.102
(10GA) 3 120 130 0.07
‘ 1/8 1 2027 30 80 45 95 ’ 130 | 0.200 0.200 0.3 0.100 0.06 ‘
3/16 80 129 0.06
/4 2 65 132 0.06
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420309 420365 420297 420323 420303 420368
Flow rate (Ipm/scfh)
N,
Pre flow 48 /102
Pierce flow 63/134
Cut flow 72 /154
Metric
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR S_hield Cutflow Cut speed Arc Tralllsfer Pn?rce Pierce Cut height Kerf -
category = process = pierce | Plasma a_— voltage = height height delay compensation
mm D setting gas €09 mimin  volts mm mm  seconds ~ mm mm
3 2776 123 3.20 1.6
2026 65
4 1 2245 124 0.3 15 |
30 82 5.08 @ 5.08
5 2025 55 1886 | 125 2.54 1.5
6 2 2024 45 | 1697 125 0.6 1.4
English
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR spield Cutflow Gut speed Arc Trar_lsfer Plgrce Pierce Cut height Kerf _
category process = pierce | Plasma i voltage | height | height | delay compensation
in ID setting gas hield gas{ infmin | volts in in seconds in in
0.102
30 65 120 131 0.07
(10GA) 2026 og 0120
0.125 30 82 65 100 ‘ 128 | 0.200  0.200 ' 0.06
3/16 2025 55 80 131 0.100 0.06
14 2 2024 45 | 60 | 132 06 006
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Cut Charts

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

Marking
Cutflow i i
Plasma gas = Shield gas = Process ID | Mark current : Mafkmg Marking Arc voltage | Mark widths
Plasma gas = Shield gas height speed
. 6350
Metric N, N, 8002 15 25 5 2.54 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 Marking Arc voltage | Mark widths
Plasma gas = Shield gas height speed
. 2540
Metric Ar N, 9012 14 90 20 2.54 mm . 77V 1.3 mm
mm/min
English Ar N, 9012 14 90 20 0.100in | . 100. 77V 0.05 in
in/min
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Aluminum - 60 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 420296 420323 420303 420368
Flow rate (Ipm/scth)
N, H,0
Pre flow 27 /57 0.2/3*
Pierce flow 34/72 0.2/3"
Cut flow 20/ 42 04/7
*Gallons per hour (gph)
Metric
Material SYSTEM SETTINGS _ CNC SETTINGS
thickness Cut XPR S!]ield Cutlow lcut speed Arc Tral.lsfer Pigrce Pierce G.ut Kerf .
category = Process = pierce Plasma . voltage  height height delay height = compensation
mm D setting gas e mm/min = volts mm mm  seconds mm mm
3 2754 | 122 3.05 1.4
‘ 4 2028 10 80 30 2402 ’ 124 5.08 | 5.08 0.3 2.54 ‘ 14
5 2050 | 126 ' ' ' 1.4
6 2 1698 128 06 305 | 15 |
English
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR S.hield Cutlow lcut speed Arc Tralllsfer Pit?rce Pierce G-ut Kerf .
category | Process = pierce | Plasma . voltage = height =~ height delay height = compensation
in ID setting gas SIS infmin  volts  in in seconds in in
(?(.)18,3\) 3 120 126 0.120 0.05
‘ 1/8 1 2028 10 80 30 199 ’ 122 0.200 | 0.200 > ‘ 0.00 ‘
3/16 80 122 ' ' 0.100 0.06
174 0 65 124 0.6 0.05
3/8 18 138 0.8 |0.120 0.06
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420309 420365 420306 420323 420294 420368
Flow rate (Ipm/scfh)
N, Air
Pre flow 51 /107 -
Pierce flow 23/48 43 / 91
Cut flow - 69 /147
Metric
Material SYSTEM SETTINGS CNC SETTINGS
. Cut XPR Shield Cutflow Arc Transfer | Pierce Pierce Cut Kerf
thickness Gut speed . . . q
category | process | pierce | Plasma - voltage | height height | delay | height = compensation _
mm 1D setting gas €093 nmimin | volts - mm mm  seconds  mm mm
3 3874 128 1.7
2008 55 [F——
4 3 3143 129 0.3 1.6
5 2520 129 1.5
30 80 5.08 508 1 208 —mm
6 2005 127 0.5 1.5
1 2009 40 |
8 1297 128 0.6 1.6
10 2 1019 131 ' 1.7
English
Material SYSTEM SETTINGS CNC SETTINGS
e Cut XPR Shield Cutflow Gut speed Arc Tral_lsier Pigrce Pierce c_ut Kerf _
category | process = pierce | Plasma i voltage = height = height delay height = compensation
in 1D setting LELES in/min volts in in seconds in in
3/16 3 2008 55 100 130 0.3 0.06
1/4 70 126 0.5 0.06
— 30 80 0.200 | 0.200 o080
5/16 1 2009 40 55 128 0.6 0.06
3/8 40 130 ' 0.07
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420309 420365 420306 420323 420303 420368
Flow rate (Ipm/scfh)
N,

Pre flow 51/108

Pierce flow 67 /143

Cut flow 68/114

Metric

Material SYSTEM SETTINGS CNC SETTINGS

thickness Cut XPR S!1ield Cutflow Cut speed Arc Trar.nsfer Pu.arce Pierce Cut height Kerf .

category | process | pierce = Plasma Shield voltage = height height delay compensation
mm ID setting | gas CC9S] mimin  volts mm mm | seconds =~ mm mm
3 3820 120 1.7
2006 45 2.50
4 3 3220 ‘ 119 0.3 1.6
5 2692 118 1.5
30 80 5.08 5.08
6 2237 120 0.5 1.6
1 2007 40 2.03

8 1543 122 0.6 1.7
10 2 1138 125 ' 1.7
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Cut Charts

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

English
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR S!1ield Cutflow Cut speed Arc Trar.nsfer Pu.arce Pierce Cut height Kerf .
category | process | pierce = Plasma . voltage | height height delay compensation
in ID setting | gas hield gas in/min volts in in seconds in in
1/8 3 2006 140 120 0.100 0.07
45 0.3
3/16 3 2006 110 ‘ 118 0.06
1/4 30 80 84 120 | 0.200 | 0.200 0.5 0.080 0.06
5/16 1 2007 40 64 ‘ 122 0.6 ' 0.07
3/8 48 124 ' 0.07
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, 8002 15 25 5 2.54 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 - Mafkmg Marking Arc voltage | Mark widths
Plasma gas | Shield gas height speed
. 2540
Metric Ar N, 9013 16 90 20 2.54 mm . 78V 1.5 mm
mm/min
. . 100 .
English Ar N, 9013 16 90 20 0.100in | . "~ 78V 0.58in
in/min
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Cut Charts

Aluminum - 80 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 420290 420323 420303 420368
Flow rate (Ipm/scfh)
N, H,0
Pre flow 30/64 0.2/3*
Pierce flow 37179 0.2/3"
Cut flow 24 /51 0.4/6*

*Gallons per hour (gph)

Metric
. SYSTEM SETTINGS CNGC SETTINGS
Material ut Shield Cutflow Arc Transfer | Pierce Pierce Kerf
thick . i
ioKness category LA pierce | Plasma Cut speed voltage = height  height | delay Cut height compensation
process 1D . Shield gas .
mm setting gas mm/min | volts mm mm seconds mm mm
3 3820 121 17
4 3 3216 122 0.3 17
5 2677 124 1.6
6 2010 10 80 30 2203 ‘ 126 5.08 | 5.08 05 2.03 1.6
7 1 1794 128 ' 1.6
8 1450 129 06 1.7
10 2 956 133 ' 1.8
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Cut Charts

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

English

Material SYSTEM SETTIN[::S CNC SETTINGS

: ut i utflow Arc  Transfer  Pierce  Pierce . Kerf

thickness category mﬁ:;m 3:::(:: Plasma . Cut speed voltage = height  height | delay Cut height compensation
in : setting gas e85 nmin volts in in seconds in in
1/8 80 140 120 0.07
3/16 110 122 0% 0.06
1/4 2010 80 126 0.5 0.06
5/16 1 10 86 30 60 ‘ 129  0.200 | 0.200 0.6 0.080 0.07
3/8 40 132 0.07
AL 31 134 08 0.07
1/2 2011 28 135 ' 0.06
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420318 420365 420315 420314 420356 420368
Flow rate (Ipm/scfh)
N,
Pre flow 92 /195
Pierce flow 150/ 320
Cut flow 150/ 320
Metric
Material SYSTEM SETTINGS CNG SETTINGS
thickness cat[:a l;tnry XPR ::':[:: Plasm[;umwf Cut speed vu‘I\tracge T:lael;gs:lt:r ::::; F::Ir:; Cut height complzflrsfaliun
mm process 1D setting gas SR mm/min = volts mm mm | seconds =~ mm mm
6 2413 154 0.4 2.5
7 3 2358 168 2.5
2078 169 05 2.54 2.5
10 2051 52 90 52 1594 171 6.07 6.07 2.5
12 1354 174 0.6 2.5
15 1178 178 0.7 2.4
2 —— 8.04
20 635 182 1.3 2.7
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Cut Charts

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

English
. SYSTEM SETTINGS CNC SETTINGS
Material ut Shield Cutflow Arc Transfer = Pierce Pierce Kerf
thickness 1 i
category ro::(:sﬂs D pierce = Plasma Shi Cut speed voltage = height = height delay Cut height compensation
in - setting gas hield gas in/min volts in in seconds in in
1/4 3 100 168 0.10
5/16 83 169 05 0.10
0.100
3/8 65 170 0.10
1 2051 52 90 52 0.240 | 0.240
1/2 50 175 0.6 0.10
5/8 45 179 0.7 0.09
2 0.120
3/4 30 181 1.2 0.10
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, 8004 18 15 20 2.54 mm . 145V 1.3 mm
mm/min
. : 250 :
English N, N, 8004 18 15 20 0.100in | .7 " 145V 0.05in
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 N, 9014 24 65 15 2.54 mm . 88V 2.0 mm
mm/min
English Ar N, 9014 24 65 15 0.100in | . 100. 88V 0.08in
in/min
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Aluminum - 130 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 420469 420365 420315 420314 420356 420368
Flow rate (Ipm/scfh)
N, H,0
Pre flow 38 0.42/6.5*
Pierce flow 97 0.5/8"
Cut flow 97 05/8"
* Gallons per hour (gph)
Metric
. SYSTEM SETTINGS CNC SETTINS
Waterial | 0. i Cutf Arc  Transfer | Pi Pi Kerf
thickness u YPR S_hleld utflow Cut speed rc ransfer  Pierce ferce 4 height ert
category pierce = Plasma | .. voltage  height = height  delay compensation
process ID . Shield gas :
setting mm/min | voltage mm mm  seconds ~ mm mm
3 2413 | 154 0.4 2.5
8 2083 156 05 2.5
2.54
10 1702 | 158 0.6 2.5
1 2052 25 90 25 6.10 @ 6.10
12 1382 ‘ 160 0.8 2.5
15 1178 | 164 1.0 2.8
2 3.05
20 762 170 1.3 3.2
English
. SYSTEM SETTINGS CNC SETTINS
Material Cut Shield Cutflow Arc Transfer = Pierce ' Pierce ' Kerf
thick ie .
10Kness category XPR pierce Plasma TG voltage = height | height @ delay Ene A compensation
: process 1D ; Shieldgas| ., . - = = =
in setting in/min  voltage in in seconds in in
1/4 95 154 0.4 0.10
5/16 83 ‘ 156 0.5 0.10
» ' 0.100
3/8 70 157 0.6 0.10
1 2052 25 90 25 0.240 | 0.240
1/2 50 161 0.8 0.10
5/8 45 165 1.0 0.11
2 0.120
3/4 35 168 1.2 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
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 | 150/320
Metric
SYSTEM SETTINGS CNC SETTINS
Material . .
. Cut | XPR | Shield Cutflow Arc  Transfer Pierce = Pierce Cut Kerf
thickness jCut speed . . . .
category process pierce Plasma gas Shield voltage = height = height = delay = height = compensation
mm ID | setting g, A N, gas | mm/min volts mm mm | seconds  ~mm mm
6 2413 | 163 03 2.4
7 3 2060| 52 4 |12 59 2205 @ 164 ' 2.4
8 24 1885 | 165 | 5.08 | 5.08 0.4 2.54 2.5
10 1340 167 0.5 2.6
1 2053| 53 6 10
12 53 1100 | 169 0.6 2.5
15 1016 172 0.7 2.6
2 2061| 50 8 1220 52 6.10 @ 6.10 3.05
20 813 175 1.5 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
Material . .
" Cut | XPR  Shield Cutflow Arc | Transfer Pierce  Pierce Cut Kerf
thickness jCut speed . . . f
category process pierce Plasma gas Shield voltage = height = height = delay = height = compensation
in D setting  §, A N, gas | iimin volts in in seconds in in
1/4 95 163 0.3 0.09
3 2060| b2 4 12 52
5/16 75 165 0.4 0.10
24 0.200 | 0.200 0.100
3/8 55 166 0.10
1 2053| 53 6 10 53
1/2 40 170 0.6 0.10
5/8 40 173 0.8 0.10
2 2061 50 8 12 20 52 0.240 | 0.240 0.120
3/4 35 174 1.5 0.10
Marking
Cutflo i i
Plasma gas = Shield gas | Process ID | Mark current Plasma ga: :I:ield gas n:::::]"tg Ms;:::gg Arc voltage = Mark widths
. 6350
Metric N, N, 8001 15 10 10 2.54 mm . 118V | 1.3 mm
mm/min
. . 250 .
English N, N, 8001 15 10 10 0.100in | .7, . 118V 0.05in
in/min
Cutfl i i
Plasma gas | Shield gas | Process ID | Mark current g uw- Mafkmg Marking Arc voltage | Mark widths
Plasma gas | Shield gas | height speed
. 2540
Metric Ar N, 9014 24 65 15 2.54 mm . 88V 2.0 mm
mm/min
English Ar N, 9014 24 65 15 0.100in | . 109 88V 0.08in
in/min
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Cut Charts

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

Q) @

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420513 420365 420524 420260 420258 420368
Flow rate (Ipm/scfh)
N, Air

Pre flow 25/52 78/ 166

Pierce flow - 120/ 255

Cut flow - 120/ 255

Metric

Material SYSTEM SETTINGS CNG SETTINGS

thickness Cut XPR S!1ield Cutflow Cut spesd Arc Tral.lsfer Pie.rce Pierce Cut height Kerf _

category | process | pierce | Plasma . voltage | height height delay compensation

mm 1] setting gas SIENTE mm/min | volts mm mm  seconds =~ mm mm
6 4826 | 136 3.0
7 4566 | 136 0.3 2.9
8 3 4166 | 136 2.59 | 559 2.79 2.9
10 3385 @ 136 04 2.8
12 1 2665 | 138 558 | 5.88 0.6 2.7
15 1 2101 40 78 77 1769 145 0.7 2.5
20 9 1086 @ 151 7.62 7.62 1.0 3.81 2.9
25 786 155 1.2 3.0
30 486 162 3.1
32 4 376 165 Edge start 0.3 4.57 3.1
38 256 172 3.4
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Cut Charts

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

English
. SYSTEM SETTINGS CNC SETTINGS
Waterial ¢ : Cutf Ac | Transfer Pi Pi
thickness ! XPR S!ueld uttow Cut speed o ransier | - Hierss 118 ut height Kerf compensation
category | process | pierce | Plasma ... voltage = height = height delay
in 1D setting SRR infmin  volts in in seconds in in
1/4 190 136 0.3 0.12
5/16 3 165 136 0.11
0.220  0.220 0.4 0.110
3/8 140 136 0.11
1/2 95 139 0.6 0.10
5/8 2101 40 78 77 60 147 0.8 0.10
3/4 o 45 150 ‘ 0.300  0.300 1.0 0.150 0.11
1 30 155 1.2 0.12
1-1/4 15 | 165 | 0.12
4 Edge start 0.3 | 0.180
1-1/2 10 172 0.14
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420327 420365 420324 420314 420356 420368
Flow rate (Ipm/scfh)
N,
Pre flow 99/ 210
Pierce flow 168/ 355
Cut flow 168 /355
Metric
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR S_hield Cutflow Cut speed Arc Tra|.1sfer Pi.erce Pierce Cut height Kerf _
category process pierce | Plasma  Shield voltage | height | height = delay compensation
mm 1D setting | gas gas | mm/min  volts mm mm | seconds =~ mm mm
6 5969 | 204 0.30 2.4
7 8 5735 ‘ 195 0.32 2.4
8 5375 180 oss ™t a3
1 6.10 6.10 F———
10 2057 54 90 54 | 4560 ‘ 159 0.45 2.2
15 0 2220 @ 166 0.92  3.05 2.3
20 1156 178 158 o 2.6
25 4 556 187 Edge start 1.97 2.8
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Cut Charts

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

English
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR S_hield Cutflow Cut speed Arc Tra|.1sfer Pl.erce Pierce Cut height Kerf _
category | process | pierce | Plasma | Shield voltage = height  height | delay compensation
in ID setting | gas gas | in/min | volis in in seconds in in
1/4 3 235 204 0.3 0.10
3/8 190 ‘ 158 0.4 0.100 0.10
1/2 120 163 | 0.240 | 0.240 | 0.7 0.09
1 2057 54 90 54 | e —
5/8 75 ‘ 167 1.0 | 0.120 0.09
3/4 2 50 176 1.5 0.10
0.150 oy
1 4 20 188  FEdgestat = 2.0 0.11
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, 8005 18 20 15 2.54 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 oW : Mafkmg Marking Arc voltage = Mark widths
Plasma gas = Shield gas = height speed
. 3810
Metric Ar N, 9015 24 55 15 2.54 mm . 97V 1.7 mm
mm/min
English Ar N, 9015 24 55 15 0.100in | . 15(.) 97V 0.07 in
in/min
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420472 420365 420324 420314 420356 420368
Flow rate (Ipm/scfh)
N, H,0
Pre flow 19/40 0.4/6*
Pierce flow 47 /100 0.5/8"
Cut flow 47 /100 0.5/8*
* Gallons per hour (gph)
Metric
. SYSTEM SETTINGS CNC SETTINGS
Material —— -
thickness Cut XPR S!lield Cutflow Cut speed Arc voltage Tral.lsfer Pu?rce Pierce Cut height Kerf _
category process | pierce | Plasma = Shield height height delay compensation
mm 1D setting | gas gas | mm/min  volts mm mm seconds mm mm
10 3 1994 168 0.4 2.7
12 1 1834 170 0.6 28
15 1502 174 7.62 7.62 0.9 2.8
20 978 180 2.3 .30
2 2058 30 90 30 2.54
25 778 185 4.0 3.3
30 A 642 = 189 0.3 3.4
32 590 190 Edge start 0.4 3.4
38 5 434 195 0.5 3.6
English
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR S.hield Cutflow ] et aat Tra|-1sfer Pit?rce Pierce Cut height Kerf .
category | process = pierce  Plasma | Shield height height delay compensation
in ID setting | gas gas in/min volts in i seconds in in
3/8 3 | 80 168 ' 0.4 0.11
142 1 70 171 0.6 AR
5/8 55 175 | 0.300 0.300 1.0 0.11
‘ 3/4 2058 30 90 30 40 179 2.0 0.100 0.12
1 30 185 4.0 0.13
1-1/4 4 23 190 Edge start 0.3 0.14
1-1/2 5 17 195 0.5 0.14
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420327 420365 420324 420323 420356 420368
Flow rate (Ipm/scfh)
H, Ar N,
Pre flow - - 101/ 215
Pierce flow 8/17 12/25 162 / 345
Cut flow 8/17 12/25 | 162/ 345
Metric
SYSTEM SETTINGS CNC SETTINGS
Material . .
. Cut XPR | Shield Cutflow Arc  Transfer Pierce = Pierce  Cut Kerf
thickness jCut speed . . . .
category | process | pierce Plasma gas Shield voltage | height  height = delay | height = compensation
mm 1D setting | 4, Ar N, 0as |mm/min volts mm mm  seconds| mm mm
10 3 3334 172 0.4 2.5
12 2059 8 | 26 2934 ‘ 179 5.08 | 5.08 0.6 2.5
1 6 2.54
15 2150 | 179 0.7 2.5
20 2062 10 | 24 1213 ‘ 192 7.62 1.1 2.9
2 54 54 7.62
25 2063 6 | 26 913 196 15.24 1.9 3.05 3.2
30 5 650 198 3.2
32 4 2064 12 | 20 552 199 Edge start 0.5 457 3.3
38 384 202 3.3
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Cut Charts

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

English
SYSTEM SETTINGS CNC SETTINGS
Material . .
" Cut XPR | Shield Cutflow Arc  Transfer Pierce = Pierce Cut Kerf
thickness jCut speed . . . ;
category | process = pierce Plasma gas Shield voltage = height = height = delay = height = compensation
in D pressure,. 4, Ar N, gas | in/min volts in in seconds in in
3/8 3 135 | 171 0.4 0.10
1/2 2059 8 | 26 110 ‘ 181 0.200 0.200 0.6 0.10
1 6 0.100
5/8 75 178 0.8 0.10
3/4 9 2062 54 10 24 | 54 50 ‘ 191 0.300 0.300 1.0 0.11
1 2063 6 35 196 ' 0.600 2.0 | 0.120 0.13
1-1/4 8 20 22 199 0.13
4 2064 12 Edge start 0.5 |0.180
1-1/2 15 202 0.13
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, 8005 18 20 15 2.54 mm . 121V | 1.8 mm
mm/min
. . 250 .
English N, N, 8005 18 20 15 0.100in .5, 121V | 0.07in
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
Metric Ar N, 9015 24 55 15 2.54 mm 3810. 97V 1.7 mm
mm/min
. . 150 .
English Ar N, 9015 24 55 15 0.100 in i/min 97V 0.07 in
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420362 420365 420359 420323 420356 420368
Flow rate (Ipm/scfh)
N,
Pre flow 106 / 225
Pierce flow 181 /385
Cut flow 181 /385
Metric
. SYSTEM SETTINGS CNC SETTINGS
Material Cut Shield Cutflow Transfer = Pierce Pierce Kerf
thickness = i
category XPR pierce | Plasma Cut speed Arc voltage height  height delay Cut height compensation
— process ID . Shield gasj .
mm setting gas mm/min volts mm mm seconds mm mm
10 5182 168 04 3.4
12 3 4542 170 ' 3.81 3.4
12 o6 |
15 9054 54 3582 172 7.62 0.5 3.4
20 2064 181 0.9 3.7
20 5.08
25 54 90 1564 185 12.70 1.5 3.8
30 1248 191 0.5 4.2
38 4 643 201 0.6 4.8
40 2100 sg | 859 205 Edge start 6.35
44 399 212 0.8 4.8
50 5 270 218 1.0 5.0
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Cut Charts

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

English
. SYSTEM SETTINGS CNC SETTINGS
Material Cut Shield Cutflow Transfer = Pierce Pierce Kerf
thickness = i
category ru::(:sI: D pierce | Plasma Shi Cut speed Arc voltage height height delay Cut height compensation
in 4 setting gas hield gas in/min volts in in seconds in in
3/8 210 168 0.4 0.14
1/2 3 170 171 ' 0.150 0.13
2 0300 — |
5/8 9054 54 130 172 | 0.300 0.5 0.13
3/4 85 180 0.8 0.15
L
1 54 90 60 185 0.500 1.5 0.15
1-1/4 45 193 0.17
A-14 05 | 0250
1-1/2 4 25 201 Ed tart 0.19
] e star Ea—
1-3/4 2100 58 15 2183 9 0.8
2 5 10 219 1.0 0.192
Marking
Cutfl i i
Plasma gas = Shield gas | Process ID Mark current ! uw- Mafkmg AL Arc voltage = Mark widths
Plasma gas | Shield gas height speed
. 6350
Metric N, N, 8005 18 20 15 2.54 mm . 121V 0.7 mm
mm/min
. . 250 .
English N, N, 8005 18 20 15 0.100 in L 121V 0.03in
in/min
Cutflo i i
Plasma gas = Shield gas | Process ID Mark current ! w- Mafkmg AL Arc voltage = Mark widths
Plasma gas | Shield gas height speed
Metric Ar N, 9015 24 55 15 2.54 mm 3810. 97V 1.4 mm
mm/min
English  Ar N, | 9015 24 55 15 0400in .29 97v  006in
in/min
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Aluminum - 300 A - N, Plasma / H,0 Shield - ahove water (VWI, OptiMix)

Cut Charts

g 1)) —o

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420475 420365 420359 420323 420356 420368
Flow rate (Ipm/scfh)
N, H,0
Pre flow 31/65 0.42/6.5*
Pierce flow 75/ 160 0.5/8"
Cut flow 75/160 0.5/8"
* Gallons per hour (gph)
Metric
. SYSTEM SETTINGS CNC SETTINGS
Wateria Cut Shield Cutflow Arc Transfer ~ Pierce Pierce Kerf
thick ie .
Ickness category XPR pierce = Plasma A voltage height height delay i compensation
process ID . Shield gasj .
mm setting gas mm/min | volts mm mm seconds mm mm
12 2286 179 0.5 3.8
3 7.62 3.81
15 2010 180 0.7 4.0
20 ] 1702 184 769 8.89 1.2 4.0
25 1302 188 ' 15.24 1.9 5.08 4.2
30 1086 192 3.1 ' 4.4
2 2055 22 90 22 17.78
32 1006 194 3.6 4.5
38 766 200 47
40 724 200 0.4 4.8
4 Edge start 6.35
44 644 200 5.0
50 524 200 1.0 5.0
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Cut Charts

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

English
. SYSTEM SETTINGS CNC SETTINGS
Waterial Cut Shield Cutflow Arc Transfer ~ Pierce Pierce Kerf
thickness = i
category ru::(:sI: D pierce | Plasma Shi Cut speed voltage = height = height = delay Cut height compensation
in 4 setting gas hield gasy in/min volts in in seconds in in
1/2 90 179 0.5 0.15
3 0.150
5/8 75 180 0.300 0.8 0.15
0.300
3/4 70 183 1.0 0.16
1 2055 22 90 22 0.200
1 50 188 0.600 2.0 0.16
1-1/2 30 200 0.4 0.19
4 Edge start 0.250
2 20 200 1.0 0.21
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420362 420365 420359 420358 420356 420368
Flow rate (Ipm/scfh)
H, Ar N,
Pre flow - - 118/ 250
Pierce flow 24 / 51 48 /102 150/ 320
Cut flow 24 /51 48 /102 | 150/ 320
Metric
SYSTEM SETTINGS CNC SETTINGS
Material . :
; Cut XPR  Shield Cutflow Arc  Transfer Pierce = Pierce  Cut Kerf
thickness {Cut speed . . . .
category | process | pierce Plasma gas Shield voltage = height = height = delay = height compensation
mm 1D setting  n, A N, gas | mm/min = volts mm mm | seconds ~mm mm
12 3 2065 18194 | 18 3810 171 0.4 4.0
15 3442 175 0.6 4.0
‘ 8.89
20 ] 2356 @ 182 0.9 5.08 4.2
25 2056 188 | 8.89 1.2 ' 4.2
2056 24 1 21 |15 ‘ :
30 54 54 1480 | 192 1970 1.9 4.6
32 2 1245 194 ‘ ' 2.3 4.7
38 9065 18 04 | 18 645 202 15.24 | 4.0 5.4
40 582 197 .
‘ 6.35 25
44 4 9066 19148 o 470 185 Edge start 0.5 5.8
50 391 187 6.0
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Cut Charts

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

(continued)
English
SYSTEM SETTINGS CNC SETTINGS
Material . ;
- Cut XPR | Shield Cutflow Arc | Transfer | Pierce  Pierce Cut Kerf
thickness jCut speed . . . q
category | process | pierce Plasma gas Shield voltage = height | height  delay | height compensation
in 1D setting  ny, ar N, gas infmin  volts in in seconds in in
1/2 3 2065 18| 24 | 18 150 171 0.4 0.16
5/8 130 176 0.6 0.16
| 0350 AR
3/4 ] 95 181 0.350 0.8 0.900 0.17
1 2056 24 121 156 80 188 ' 1.2 ' 0.17
54 54 ‘
1-1/4 9 50 194 0.500 2.2 0.19
1-1/2 2065 18 24 | 18 25 202 ‘ 0.600 4.0 0.21
1-3/4 4 2066 12 48 0 18 184 Ed tart 0.5 | 0.250 0.2
e star . .
2 15 187 9 0.24
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, 8006 18 25 15 2.54 mm . 135V | 0.7 mm
mm/min
English N, N, 8006 18 25 15 0.100in | . 100. 135V | 0.03in
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, 9017 28 35 15 2.54 mm . 77V 1.4 mm
mm/min
. . 100 .
English Ar N, 9017 28 35 15 0.100in | . . 77V 0.06in
in/min
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Cut Charts

Cut charts for ferrous (mild steel) processes - underwater

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

Al e——m

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420246 420365 420243 420242 420240 420368
Flow rate (Ipm/scfh)
N, 0, Air
Pre flow 38/80 - 49/105
Pierce flow - 38/80 49/105
Cut flow - 38/80 46/98
Metric
. SYSTEM SETTINGS CNC SETTINGS
Waterial | 6t i Cutfl Transfer | Pi Pi Kerf
thickness . XPR S_hleld uttow Arc voltage ransier ierce 1erCe  cut height o
category pierce | Plasma Cut speed height  height delay compensation
— process D . Shield gas]
mm setting gas volts mm mm seconds mm mm
3 1001 72 5023 118 1.8
4 3 3878 118 0.2 1.8
1002 68 |
5 3367 120 1.8
6 2529 124 | 406 4.6 1.9
10083 56 0.3 |
7 1 18 82 2121 123 2.03 1.9
8 1939 121 0.4 2.0
1004 52 ] r—
9 1667 122 05 2.0
10 1494 ‘ 123 4.37 4.37 ' 2.0
2 1005 46 ' » |
12 1338 125 5.08 5.08 0.7 2.2
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Cut Charts

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

English
. SYSTEM SETTINGS CNC SETTINGS
Material ut Shield Cutflow Transfer = Pierce Pierce Kerf
thickness e i
category il pierce | Plasma Cut speed Are voltage height height delay e compensation
Er— process 1D : Shield gas| : : . :
in | setting gas volts in in seconds in in
0.105
(12GA) 203 118 0.1 0.07
70 135 3 1001 72
(10GA) 162 118 0.9 0.07
3/16 1002 18 gy 68 | 140 119 0160 0.160 0080  0.07
1/4 1003 - 56 | 88 125 0.3 0.08
5/16 1 1004 52 77 121 0.4 0.08
3/8 60 123 0.5 0.08
1005 46 ' »
1/2 2 50 126 | 0.200 | 0.200 0.7 0.09
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420255 420365 420252 420242 420249 420368
Flow rate (Ipm/scfh)
N, 0, Air
Pre flow 33/69 - 85/180
Pierce flow - 31/65 82/1783
Cut flow - 31/65 92/195
Metric
. SYSTEM SETTINGS CNC SETTINGS
Material Cut Shield Cutflow Arc Transfer = Pierce Pierce Kerf
thickness e i
category XPR pierce | Plasma i voltage | height height delay Ehi compensation
process D ] Shield gas .
mm setting gas mm/min volts mm mm seconds mm mm
3 5842 132 5.08 5.08 0.1 2.54 2.2
4 3 1101 45 5002 133 5.30 5.30 ' 2.65 2.3
5 4158 134 0.2 2.3
5.59 5.59 o
6 1102 27 3336 137 2.4
7 3017 136 5.80 5.80 0.3 2.4
1103 82 2.79
8 1 37 92 2943 134 6.10 6.10 2.4
10 1104 77 2144 138 6.25 6.25 0.4 2.6
12 1760 141 6.60 6.60 0.5 2.6
15 1499 145 0.7 2.8
1105 72 3.81
20 2 973 152 7.62 7.62 1.1 3.1
25 502 158 1.7 4.03 3.7
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Cut Charts

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

English
. SYSTEM SETTINGS CNC SETTINGS
Material Cut Shield Cutflow Arc Transfer = Pierce Pierce Kerf
thickness e i
category ru::(:sI:ID pierce | Plasma Shi Cut speed voltage  height  height delay Cut height compensation
in : setting gas hield gas in/min volts in in seconds in in
0.135
216 132 | 0.200 0.200 0.1 0.09
(10GA) 3 1101 45
3/16 171 134 0.2 0.09
0.220 | 0.220
1/4 1102 27 120 138 0.110 0.09
5/16 1103 82 117 134 00.3 0.09
1 37 92 0.240 0.240
3/8 1104 77 88 138 0.10
1/2 64 142 | 0.260 0.260 0.5 0.11
5/8 54 147 0.7 0.11
1105 72 0.150
3/4 2 41 151 0.300 | 0.300 1.0 0.12
1 18 159 1.8 0.160 0.15

92 809830 Instruction Manual XPR




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

Cut Charts

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420513 420365 420261 420260 420258 420368
Flow rate (Ipm/scfh)
Nz 02 Air
Pre flow 23/49 - 78 /165
Pierce flow - 33/69 96 /202
Gut flow - 33/69 50/ 105
Metric
Mateial SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR Shield Cutflow Cut speed Arc voltage Transfer = Pierce Pierce Cut height Kerf
category process | pierce = Plasma m—_— | height height delay | compensation
mm 1D setting = gas 00 mimin - volts mm mm  seconds  mm mm
6 4623 126 2.6
| 7 3 1151 4335 127 | 26
79 ' 6.60 6.60 0.3 2.79
8 3898 128 2.6
10 1152 45 78 3146 129 2.7
15 2070 136 8.13 813 0.6 4.06 2.9
20 9 1153 77 1432 139 ’ ’ ' 0.8 ' 3.2
25 1068 145 10.16 | 10.16 1.0 4.32 3.6
English
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR Shield Cutflow Cut speed Arc voltage Transfer = Pierce Pierce Cut height Kerf
category process | pierce = Plasma e | height height delay | compensation
in 1D setting = gas 00 omin - volts in in seconds in in
1/4 3 1151 79 182 126 0.3 0.10
38 1152 127 129 | 0.260 0.260 ' 0110 | 011
1/2 1 45 78 105 132 0.5 0.11
5/8 73 138 0.6 012
1153 77 0.320 | 0.320 0.160
3/4 9 59 138 0.8 0.13
1 41 145 ‘ 0.400 | 0.400 1.0 0.170 0.14
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Mild steel - 300 A - 0, Plasma / Air Shield - underwater (Core, VWI, OptiMix)

1)) erm =

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420491 420365 420279 420406 420276 420368
Flow rate (Ipmlscfh]
N, o, Air
Pre flow 21/ 45 - 57 /122
Pierce flow - 45/ 95 57 /122
Cut flow - 45/ 95 57 /122
Metric
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR Shield Cutflow e e Transfer = Pierce Pierce Cut height Kerf
category | process | pierce Plasma - | height height delay | cnmpensatiun_
mm D setting gas teld gas mm/min | volts mm mm seconds . mm mm
15 3 3100 147 6.50 0.4 3.80 4.8
20 ] 2300 149 ‘ ' 0.6 4.2
25 1760 153 0.8 3.30 5.2
30 9 1206 35 90 26 1380 158 ‘ 6.50 1.5 5.8
32 1240 159 7.50 1.8 5.1
8 920 162 27 | 450 | 55
40 850 165 3.2 5.8
English
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR Shield Cutflow Cut speed Arc voltage Transfer | Pierce Pierce Cut height Kerf
category | process | pierce Plasma - | height height delay | cnmpensatiun_
in ID setting gas €095 in/min - volts in in seconds  in in
1/2 3 140 145 0.4 0.150 0.15
5/8 115 148 ‘ 0.250 0.5 0.15
3/4 95 148 0.7 0.130 0.16
— 1206 35 90 26 0.250 I
1 65 154 1.0 0.18
1-1/4 50 159 0.300 1.8 0.180 0.19
1-1/2 35 163 30 0.20
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Cut charts for non-ferrous (stainless steel) processes - underwater

Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420309 420365 420306 420323 420303 420368
Flow rate (Ipm/scfh)
N,
Pre flow 51/108
Pierce flow 67 /134
Cut flow 68/144
Metric
. SYSTEM SETTINGS CNC SETTINGS
Material Shield Cutflow Arc Transfer ~ Pierce Pierce Kerf
thick e i
ioKxness | Cut Ll pierce | Plasma LT voltage = height | height delay Cut height compensation
category process|D . Shield gasj T '
mm setting gas mm/min | volts mm mm seconds mm mm
3 3400 119 1.6
2006 45 | 2.50 |
4 3 2861 119 0.3 15
5 2388 120 1.5
30 80
‘ 6 1983 118 5.08 5.08 1.6
2007 40 ! 0.5 2.03 |
7 1 1644 120 1.6
8 1371 124 0.6 1.6
10 2 2007 30 80 40 1027 128 ' 2.03 1.8
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Cut Charts

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

(continued)
English
. SYSTEM SETTINGS CNC SETTINGS
Material Cut Shield Cutflow Arc Transfer = Pierce Pierce Kerf
thickness e i
: category ru::(:sRsID pierce | Plasma Shi Cut speed voltage = height | height delay Cut height compensation
in : setting gas hield gasy in/min volts in in seconds in in
0.135
124 119 0.06
(10GA) 3 2006 45 0.3
3/16 99 120 0.06
1/4 30 80 73 118 0.200 | 0.200 05 0.080 006 |
5/16 1 2007 40 54 124 0.6 0.07
3/8 43 127 ' 0.07
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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
Flow rate (Ipm/scfh)
N, H,0
Pre flow 30/64 0.2/3"
Pierce flow 3717179 0.2/3"
Cut flow 24 /51 0.4/6"
* Gallons per hour (gph)
Metric
. SYSTEM SETTINGS CNC SETTINGS
Waterial ¢ i Cutfl Transfer | Pi Pi Kerf
thickness u XPR S!ueld uttow Cut speed Arc voltage ransier - VIerce - TIerce oy height o
category | process | pierce | Plasma T height = height  delay compensation
ID | setting gas CC9] mimin | volts mm mm  seconds ~ mm mm
3404 120 1.6
0.3
3 2866 124 1.5
2387 126 0.5 1.5
2010 80 1969 129 1.6
10 30 5.08 | 5.08 2.03
1 1609 130 0.6 1.8
1310 132 2.0
889 135 2.0
2 0.8
12 2011 86 706 137 18
English
. SYSTEM SETTINGS CNC SETTINGS
Waterial | 0.4 i Cutfl Transfer | Pi Pi Kerf
thickness u XPR S!ueld utliow Cut speed Arc voltage ranser | Tierce Irce ot height ot
category process | pierce | Plasma - | height | height = delay | compensation
in ID setting gas e 935) in/min volts in in  seconds in in
0.135
124 122 0.06
(10GA) 3 0.3
3/16 9010 80 99 124 » 0.06
1/4 10 30 72 131 0.200  0.200 0.5 0.080 0.07
5/16 1 54 133 06 0.08
3/8 36 134 ' 0.08
‘ 1/2 2 2011 86 28 137 0.8 0.07
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Stainless steel - 130 A - N, Plasma / N, Shield - underwater (Core, VWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420318 420365 420315 420314 420356 420368
Flow rate (Ipm/scfh)
N,
Pre flow 92 /195
Pierce flow 150/ 320
Cut flow 150/ 320
Metric
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR S_hield Cutflow Cut spead Arc Tral.lsfer Pu?rce Pierce Cut height Kerf .
category | process | pierce = Plasma Shield voltage =~ height = height delay compensation
mm ID setting | gas E099) nmimin | volts mm mm | seconds ~ mm mm
2184 | 160 2.2
— 0.4 [F—
7 3 2052 161 2.2
1834 | 163 05 2.54 2.3
10 1 2051 52 90 52 1466 166 6.10 6.10 ' 2.3
12 1321 167 0.6 2.3
15 935 168 0.7 2.4
2 ! 3.05
20 533 180 1.3 2.8
English
Material SYSTEM SETTINGS CNC SETTINGS
thickness Cut XPR s_hield Cutflow Cut speed Arc Tral_lsier Pn?rce Pierce Cut height Kerf _
category | process | pierce = Plasma Shield voltage = height = height delay compensation
in ID setting = gas 008 inimin | volts in in seconds in in
1/4 3 86 160 0.4 0.09
5/16 73 163 0.09
05 | 0100 —
3/8 59 166 0.09
1 2051 52 90 52  0.240 0.240
1/2 50 167 0.6 0.09
5/8 32 169 0.7 0.09
2 0120 o
3/4 | ‘ » ‘ 23 175 ‘ ‘ ‘ 1.2 ‘ 0.10
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Cut Charts

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

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420469 420365 420315 420314 420356 420368
Flow rate (Ipm/scfh)
N, H,0
Pre flow 38 0.42/6.5*
Pierce flow 97 05/8"
Cut flow 97 05/8*
* Gallons per hour (gph)
Metric
. SYSTEM SETTINGS CNC SETTINGS
Waterial Cut Shield Cutflow Arc | Transfer = Pierce | Pierce Kerf
thickness = i
I category XPR pierce | Plasma Cipest voltage = height =~ height  delay i compensation
process ID . Shield gasj .
mm setting gas mm/min | volts mm mm seconds mm mm
6 2184 166 0.2 2.2
7 3 2057 168 0.3 2.3
8 1846 | 172 | 5.08 | 5.08 0.4 2.54 2.5
10 1 2052 25 90 25 1486 ‘ 178 0.5 2.7
12 1326 | 177 0.6 2.6
15 852 181 0.8 3.0
2 6.35  6.35 3.05
20 406 184 1.3 3.6
English
. SYSTEM SETTINGS CNC SETTINGS
Waterial Cut Shield Cutflow Arc | Transfer = Pierce | Pierce Kerf
thickness = i
I category rn::(:sﬂs D pierce | Plasma - Cut speed voltage  height  height  delay Cut height compensation
: setting gas hield gas{ infmin | volts in in seconds in in
86 166 0.2 0.09
73 172 0.4 0.10
0.200 | 0.200 | 0.100
60 178 0.5 0.11
1 2052 25 90 25
1/2 50 177 0.6 0.10
5/8 27 183 0.8 0.13
0.250 | 0.250 0.120
34 18 183 1.3 013
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Stainless steel - 170 A - N, Plasma / H,0 Shield - underwater (VWI, OptiMix)

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420472 420365 420324 420314 420356 420368
Flow rate (Ipm/scfh)
N, H,0
Pre flow 19/40 0.4/6*
Pierce flow 47 /100 05/8*
Cut flow 47 /100 05/8*

* Gallons per hour (gph)

Metric
Material SYSTEM SETTINGS CNC SETT_INGS
thickness Cut XPR Shield Cutflow Cut speed |Arc voltage Transfer = Pierce  Pierce Cut height Kerf
category = process = pierce Plasma e height = height delay compensation
mm 1D setting gas 1003 nmimin  volts mm mm  seconds ~ mm mm
10 3 1799 175 0.4 2.8
12 ’ 1595 ’ 177 5.08 | 5.08 05 054 2.9
15 2058 30 90 30 1256 178 ' ' 3.0
20 9 869 ’ 185 769 7.62 » 1.3 » 3.4
25 582 191 ’ 15.24 | 3.0 3.05 3.9
English
Material SYSTEM SETTINGS CNC SETT_INES
thickness Cut XPR Shield Cutflow Cut speed |Are voltage Transfer = Pierce  Pierce Cut height Kerf
category | process | pierce | Plasma Shield height = height  delay compensation
in ID setting gas €10 9951 in/min volts in in  seconds in in
3/8 3 73 175 0.4 0.11
1/2 60 ’ 178 | 0.200 | 0.200 0.11
— 1 0.5 0.100 ——————
5/8 2058 30 90 30 45 178 0.12
3/4 9 36 ’ 184 0.500 0.300 » 1.0 » 0.13
1 22 192 ' 0.600 3.0 | 0.120 0.15
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Cut Charts

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

@:DDDE:I)D

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420327 420365 420324 420314 420356 420368
Flow rate (Ipm/scfh)
.
Pre flow ~ 99/210
Pierce flow 168 / 355
Cut flow 168/ 355
Metric
. SYSTEM SETTINGS CNC SETTINGS
Material —— —— .
thickness Cut XPR S_hield ‘ Cutflow Cut sposd! Arc voltage Tral.lsfer Ple_rce Pierce Cut height Kerf .
category | process | pierce = Plasma ] height height delay compensation
mm 1D setting gas LT mm/min  volts ‘ mm mm seconds = mm mm
10 3 1813 | 164 - 03 . 26
12 1 1667 164 04 254 | 25
15 2057 54 90 54 1115 169 6.10 6.10 0.6 2.8
20 ) 641 177 1.3 | 305 | 8d
25 368 186 1.7 3.81 3.6
English
. SYSTEM SETTINGS CNC SETTINGS
Material = -
thickness Cut XPR S_hield Cutflow Cut speed [Arc voltage Trar_lsfer Pn?rce Pierce Cut height Kerf _
category process | pierce | Plasma | . height height delay compensation
in D setting Sl UaE in/min volts in in seconds in in
3/8 3 73 164 » 0.3 0.10
7/16 ‘ 68 164 0.4 0.10
1/2 64 164 0.100 0.10
9/16 | 1 50 168 0.6 0.0
2057 54 90 54 0.240 | 0.240 ——— fE—
5/8 36 171 0.7 0.11
3/4 27 175 12 0120 0.12
7/8 2 20 181 15 0.135  0.13
1 14 | 187 17 0150 | 0.14
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Stainless steel - 300 A - N, Plasma / N, Shield - underwater (Core, YWI, OptiMix)

Q) ) em e

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420362 420365 420359 420323 420356 420368
Flow rate (Ipm/scfh)
N,
Pre flow 106 / 225
Pierce flow 181 /385
Cut flow 181 /385
Metric
. SYSTEM SETTINGS CNC SETTINGS
Material | 0.4 i Cutf Ac | Transfer Pi Pi
thickness u XPR S!neld uttiow Cut speed fe rallw of u?rce ierce Cut height Kerf compensation
category rocess [0 MECE | Plasma - ~ voltage  height  height  delay
mm 4 setting gas €0 925 om/miin - volts mm mm  seconds  mm mm
12 2997 168 0.4 3.1
— 3 4.32
15 2424 174 7.62 0.5 3.2
20 1663 | 179 0.9 34
1 2054 54 90 54 7.62
25 1299 182 1270 | 15 5.08 3.5
30 986 185 2.0 ' 3.6
2 15.24
32 889 186 2.2 3.6
English
. SYSTEM SETTINGS CNC SETTINGS
Waterial Cut Shield Cutflow Arc | Transfer  Pierce | Pierce
thickness e i i
! category ru::(:sﬂs D pierce | Plasma i HIUC T voltage | height = height  delay AL LG T
in 4 setting gas hield gas) infmin  volts in in seconds in in
1/2 107 172 0.4 0.12
3 0.170
5/8 91 175 0.300 | 0.5 0.13
3/4 2054 54 90 54 68 178 | 0.300 0.8 0.14
1 50 182 0.500 | 1.5 | 0.200 0.14
1-1/4 2 35 186 0.600 | 2.2 0.14
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Stainless steel - 300 A - N, Plasma / H,0 Shield - underwater (VWI, OptiMix)

Cut Charts

gD =

Shield retaining cap Shield Nozzle retaining cap Nozzle Swirl ring Electrode Water tube
420200 420475 420365 420359 420323 420356 420368
Flow rate (Ipm/scfh)
N, H,0
Pre flow 31/65 0.42/ 6.5*
Pierce flow 75/ 160 05/8*
Cut flow 75/160 0.5/8"
* Gallons per hour (gph)
Metric
. SYSTEM SETTINGS CNGC SETTINGS
Material Cut Shield Cutflow Arc Transfer = Pierce | Pierce ' ' Kerf
thick ie i
Ickness category XPR pierce | Plasma I voltage = height  height delay P compensation
process ID . Shield gasj .
mm setting gas mm/min | volts mm mm | seconds ~ mm mm
12 1956 174 0.5 3.5
3 3.81
15 1795 ’ 182 769 0.9 3.5
20 1547 | 188 ' 1.0 3.7
1 2055 22 90 22 7.62
25 1184 191 1.2 3.9
5.08
30 904 193 1.9 4.0
2 15.24 ————— [F—
32 813 194 2.0 a7
English
. SYSTEM SETTINGS CNC SETTINGS
Waterial | o4 i Cutf Ac | Transfer  Pi Pi Kerf
T u XPR S_hleld utflow Cut speed rc ransfer  Pierce ierce o 4 height erf
category rocess |0 pierce | Plasma - voltage = height @ height delay compensation
in 5 setting | gas hield 025} o min vt in in | seconds  in in
1/2 77 181 0.5 0.14
— 3 — 0150 ————
5/8 68 182 0.14
0.300| 1.0
3/4 ’ 2055 22 90 22 64 188 | 0.300 0.15
1 45 191 1.2 0200 | 015
1-1/4 2 32 194 0.600 | 2.0 0.16
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Cut Charts

Torch geometry for bevel cutting

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 3.

Refer to Table 3 to see the bevel geometry that you can expect with XPR torches during ferrous
(mild steel) and non-ferrous (stainless steel/aluminum) consumables.

Tool center point

Torch length

T

— Shield face
diameter

]
*

Cone angle

Table 3 — Bevel geometries for sample ferrous and non-ferrous processes

Bevel geometry* for ferrous (mild steel) processes

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

300 A mild steel 76° 8.64 mm 128.27 mm 133.81 mm
(0.3401n.) (5.050 in.) (5.268 in.)

170 A mild steel 06 7.24 mm 128.45 mm 133.07 mm
(0.285in.) (5.057 in.) (5.239 in.)

130 A mild steel 00 6.73 mm 129.21 mm 133.53 mm
(0.265 in.) (5.087 in.) (5.257 in.)

80 A mild steel 260 6.10 mm 129.92 mm 133.83 mm
(0.240in.) (5.115in.) (5.269 in.)

30 A mild steel 760 5.46 mm 130.23 mm 133.73 mm
(0.215in.) (5.127in.) (5.265 in.)
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Bevel geometry* for non-ferrous (stainless steel and aluminum) processes
Non-ferrous process Cone angle Sh.'eld face Torch length Tool center point
diameter
300 A non-ferrous 76° 8.00 mm 128.85 mm 133.99 mm
(0.3151n.) (5.073 in.) (5.275in.)
170 A non-ferrous 76° 7.25 mm 128.96 mm 133.58 mm
(0.285 in.) (5.077 in.) (5.259in.)
130 A non-ferrous 760 6.60 mm 129.06 mm 133.27 mm
(0.2601in.) (5.081 in.) (5.247 in.)
80 A non-ferrous, dry 76° 6.10 mm 129.36 mm 133.27 mm
(0.2401n.) (5.093 in.) (5.247 in.)
80 A non-ferrous, wet 76° 6.10 mm 129.41 mm 133.32 mm
(0.2401n.) (5.095 in.) (5.249 in.)
60 A non-ferrous, dry 76° 6.10 mm 129.36 mm 133.27 mm
(0.240 in.) (5.093in.) (5.247 in.)
60 A non-ferrous, wet 76° 6.10 mm 129.41 mm 133.32 mm
(0.2401n.) (5.095 in.) (5.249in.)
40 A non-ferrous, dry 760 6.10 mm 129.36 mm 133.27 mm
(0.2401n.) (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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	Stainless steel – 80 A – N2 Plasma / H2O Shield – above water (VWI, OptiMix)
	Stainless steel – 80 A – F5 Plasma / N2 Shield – above water (VWI, OptiMix)
	Stainless steel – 130 A – N2 Plasma / N2 Shield – above water (Core, VWI, OptiMix)
	Stainless steel – 130 A – N2 Plasma / H2O Shield – above water (VWI and OptiMix)
	Stainless steel – 130 A – Mixed-fuel gas Plasma / N2 Shield – above water (OptiMix)
	Stainless steel – 170 A – N2 Plasma / N2 Shield – above water (Core, VWI, OptiMix)
	Stainless steel – 170 A – N2 Plasma / H2O Shield – above water (VWI, OptiMix)
	Stainless steel – 170 A – Mixed-fuel gas Plasma / N2 Shield – above water (OptiMix)
	Stainless steel – 300 A – N2 Plasma / N2 Shield – above water (Core, VWI, OptiMix)
	Stainless steel – 300 A – N2 Plasma / H2O Shield – above water (VWI, OptiMix)
	Stainless steel – 300 A – Mixed-fuel gas Plasma / N2 Shield – above water (OptiMix)

	Cut charts for non-ferrous (aluminum) processes – above water
	Aluminum – 40 A – Air Plasma / Air Shield – above water (Core, VWI, OptiMix)
	Aluminum – 40 A – N2 Plasma / N2 Shield – above water (Core)
	Aluminum – 60 A – Air Plasma / Air Shield – above water (Core, VWI, OptiMix)
	Aluminum – 60 A – N2 Plasma / N2 Shield – above water (Core, VWI, OptiMix)
	Aluminum – 60 A – N2 Plasma / H2O Shield – above water (VWI, OptiMix)
	Aluminum – 80 A – Air Plasma / Air Shield – above water (Core, VWI, OptiMix)
	Aluminum – 80 A – N2 Plasma / N2 Shield – above water (Core, VWI, OptiMix)
	Aluminum – 80 A – N2 Plasma / H2O Shield – above water (VWI, OptiMix)
	Aluminum – 130 A – N2 Plasma / N2 Shield – above water (Core, VWI, OptiMix)
	Aluminum – 130 A – N2 Plasma / H2O Shield – above water (VWI, OptiMix)
	Aluminum – 130 A – Mixed-fuel gas Plasma / N2 Shield – above water (OptiMix)
	Aluminum – 170 A – Air Plasma / Air Shield – above water (Core, VWI, OptiMix)
	Aluminum – 170 A – N2 Plasma / N2 Shield – above water (Core, VWI, OptiMix)
	Aluminum – 170 A – N2 Plasma / H2O Shield – above water (VWI, OptiMix)
	Aluminum – 170 A – Mixed-fuel gas Plasma / N2 Shield – above water (OptiMix)
	Aluminum – 300 A – N2 Plasma / N2 Shield – above water (Core, VWI, OptiMix)
	Aluminum – 300 A – N2 Plasma / H2O Shield – above water (VWI, OptiMix)
	Aluminum – 300 A – Mixed-fuel gas Plasma / N2 Shield – above water (OptiMix)

	Cut charts for ferrous (mild steel) processes – underwater
	Mild steel – 80 A – O2 Plasma / Air Shield (Core, VWI, OptiMix)
	420200
	420246
	420365
	420243
	420242
	420240
	420368

	Mild steel – 130 A – O2 Plasma / Air Shield – underwater (Core, VWI, OptiMix)
	Mild steel – 170 A O2 Plasma / Air Shield – underwater (Core, VWI, OptiMix)
	Mild steel – 300 A – O2 Plasma / Air Shield – underwater (Core, VWI, OptiMix)

	Cut charts for non-ferrous (stainless steel) processes – underwater
	Stainless steel – 80 A – N2 Plasma / N2 Shield – underwater (Core, VWI, OptiMix)
	Stainless steel – 80 A – N2 Plasma / H2O Shield – underwater (VWI, OptiMix)
	Stainless steel – 130 A – N2 Plasma / N2 Shield – underwater (Core, VWI, OptiMix)
	Stainless steel – 130 A – N2 Plasma / H2O Shield – underwater (VWI and OptiMix)
	Stainless steel – 170 A – N2 Plasma / H2O Shield – underwater (VWI, OptiMix)
	Stainless steel – 170 A – N2 Plasma / N2 Shield – underwater (Core, VWI, OptiMix)
	Stainless steel – 300 A – N2 Plasma / N2 Shield – underwater (Core, VWI, OptiMix)
	Stainless steel – 300 A – N2 Plasma / H2O Shield – underwater (VWI, OptiMix)

	Torch geometry for bevel cutting
	Table 3 – Bevel geometries for sample ferrous and non-ferrous processes





