OPERATION

Note:

220747

Mild steel

80 A Cuitting

220754

220193

O, Plasma / O, Shield

220180

Air must be connected to use this process. It is used as the preflow gas

DK

220194

Flow rates - Ipm/scfh
0, Air
Preflow 0/0 43 /90
Cutflow 25 /52 0/0

220192

220340
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma | Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m mm |Factor %| Seconds
0.5 114 5355 0.1
0.8 115 4225 0.2
17 17 1 116 1.3 3615 2.3
1.2 117 2865 0.3
1.5 119 2210
0, 0, 78 94 180
2 120 1490
35 0.4
2.5 122 1325
7 3* 123 1.5 1160 2.7 0.5
75 4* 125 905 0.7
6* 128 665 1.0
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
.018 215
114 0.1
.024 200
.030 115 170 0.2
17 17 0.050 0.090
.036 116 155
.048 117 110 0.3
o, o, 78 94 .060 119 85 180
.075 120 60
35 0.4
.105 122 50
7 .135* 123 0.060 40 0.110 0.5
75 3/16* 30 0.7
128
1/4* 25 1.0
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 15 2.5 0.10 6350 250 105
Ar Air 90 10 90 10 9 2.5 0.10 2540 100 80

*Pierce complete is recommended for these thicknesses
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OPERATION

Mild steel
O, Plasma / O, Shield

50 A Cutting
Note:

0)))

Air must be connected to use this process. It is used as the preflow gas

Flow rates - Ipm/scfh
o, Air
Preflow 0/0 43 /90
Cutflow 25/52 0/0

220747 220555 220754 220554 220553 220552 220340
Metric
Select Set Set Material Arc | Torch-to-Work| Cutting| Initial Pierce |Pierce Delay|
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m mm |Factor %4 Seconds
0.3 110 6500
1 111 1.0 5000 2.0
1.2 112 4150 0.0
1.5 114 3200
2 115 1.3 2700 2.6
o o 2.5 117 2200 0.1
2 2 70 30 81 14 3 79 1800 200 )
4 121 1.5 1400 3.0 0.3
5 122 1200 0.4
6 126 950
7 128 2.0 780 4.0 0.5
8 130 630
English
Select Set Set Material Arc | Torch-to-Work | Cutting |  Initial Pierce  |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
.030 270
110
.036 0.04 210 0.08
.048 112 160 0.0
.060 114 125
.075 115 0.05 110 0.10
0, 0, 70 30 81 14 200
.105 118 80 0.1
.135 120 60 0.2
0.06 0.12
3/16 121 50 0.3
1/4 125 35
0.08 0.16 0.5
5/16 130 25
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 15 25 | 0.10 6350 250 118
Ar Air 90 10 90 10 9 25 | 0.10 2540 100 77
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OPERATION

NE

220747

220189

Mild steel

80 A Cutting

O, Plasma / Air Shield

Flow rates - Ipm/scfh

0,

Air

Preflow

0/0

76 /161

Cutflow

23/48

41/87

@:]D)D)»o:w:@n

220756 220188 220179 220187 290340
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma | Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
2 112 9810 o1
2.5 115 2.5 7980 3.8 150 '
3 117 6145
23 0.2
4 120 4300
0O, Air 48 23 78 6 123 3045 4.0 200 0.3
10 127 2.0 1810 0.5
12 130 1410 50 0.7
10 15 133 1030 ' 250 0.8
20 135 2.5 545 6.3 0.9
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce  |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
.075 112 400 o1
.105 115 0.100 290 0.150 150 '
.135 117 180
23 0.2
3/16 120 155
0, Air 48 23 78 1/4 123 110 | 0.160| 200 0.3
3/8 127 0.080 75 0.5
1/2 130 50 0.7
0.200
10 5/8 133 37 250 0.8
3/4 135 0.100 25 0.250 0.9
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 15 25 | 0.10 6350 250 130
Ar Air 50 10 50 10 15 3.0 | 0.12 2540 100 78
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OPERATION

Mild Steel Flow rates - Ipm/scfh
O, Plasma / Air Shield O: Ar
Preflow 0/0 102/ 215
130 A Cutting Cutflow 33/70 | 45/96
@%}) 0) A T —
220747 220183 220756 220182 220179 290181 290340
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce  |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m mm |Factor %| Seconds
3 124 2.5 6505 5.0 0.1
28 126 5550 0.2
2.8 5.6
6 127 4035
32 0.3
10 130 3.0 2680 6.0 200
) 12 132 3.3 2200 6.6 0.5
(ON Air 32 84
15 135 o 1665 0.7
22 20 138 ) 1050 | 7.6 1.0
59 25 141 4.0 550 190 1.8
32 160 375
4.5 Edge start
38 167 255
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma | Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
135 124 0.100 240 0.200 0.1
28 3/16 126 190 0.2
0.110 0.220
1/4 127 150
32 0.3
3/8 130 0.120 110 | 0.240| 200
. 1/2 132 0.130 80 0.260 0.5
o, Air 32 84
5/8 135 60 0.7
0.150
22 3/4 138 45 0.300 1.0
50 1 141 0.160 20 190 1.8
1-1/4 160 15
0.180 Edge start
1-1/2 167 10
Marking
Ambperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 15 2.5 | 0.10 6350 250 130
Ar Air 50 10 50 10 15 3.0 | 0.12 2540 100 75
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OPERATION

Mild Steel bevel Cutting Flow rates - Ipm/scfh
. . O, Air
O, Plasma / Air Shield — S
130 A Cutflow 33/70 | 45/96
220637 220742 220740 220646 220179 220649 220700
Note: Bevel angle range is 0° to 45°
Metric
Select Set Set Minimum Equwal.ent Torch-to-Work | Cutting | Initial Pierce  |Pierce Delay
Material . . .
Gases Preflow Cutflow Clearance | ., . Distance Speed Height Time
Thickness
Plasma | Shield | Plasma| Shield | Plasma| Shield mm mm mm mm/m | mm |Factor %| Seconds
3 2.5-8.6 6505 5.0 0.1
21 4 5550 0.2
2.8-8.6 5.6
6 4035
0.3
10 3.0-86 2680 | 6.0 200
i 12 33-8.6 2200 6.6 0.5
o, Air 15 23 84 2.0
15 1665 0.7
3.8-8.6
15 20 1050 7.6 1.0
25 40-8.6 550 190 1.8
32 375
45-8.6 Edge start
38 255
English
Select Set Set Minimum Equlval_ent Torch-to-Work | Cutting | Initial Pierce  |Pierce Delay
Material . . .
Gases Preflow Cutflow Clearance | .., . Distance Speed Height Time
Thickness
Plasma | Shield | Plasma| Shield | Plasma| Shield in in in ipm in  |Factor %| Seconds
0.135 |0.100-0.340{ 240 | 0.200 0.1
21 3/16 190 0.2
0.110 - 0.340 0.220
1/4 150 0.3
3/8 0.120 - 0.340| 110 | 0.240 200 '
. 1/2 0.130-0.340| 80 |0.260 0.5
o, Air 15 23 84 0.080
5/8 60 0.7
0.150 - 0.340
15 3/4 45 | 0.300 1.0
1 0.160 - 0.340| 20 190 1.8
1-1/4 15
0.180 - 0.340 Edge start
1-1/2 10
Marking
Ambperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 15 25 | 0.10 | 6350 250 130
Ar Air 50 10 50 10 15 3.0 | 0.12 | 2540 100 75
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OPERATION

Mlld Steel Flow rates - Ipm/scfh
O, Plasma / Air Shield O, Al
) Preflow 0/0 | 1287270
200 A Cutting Cutflow 39/82 | 487101
= \ .‘\
GNP =
220637 220761 220757 220354 220353 990352 290340
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce | Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
6 124 5250 0.2
10 126 3.3 3460 6.6 0.3
12 128 3060 0.5
15 131 2275 0.6
. 4.1 8.2
0, Air 23 42 74 18 20 133 1575 200 0.8
25 143 1165 1.0
32 145 750
5.1 10.2
38 152 510 Edge start
50 163 255
English
Select Set Set Material Arc | Torch-to-Work| Cutting| Initial Pierce | Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield in Volts in ipm in |Factor % Seconds
3/16 230
124 0.2
1/4 200
0.130 0.260
3/8 126 140 0.3
1/2 128 115 0.5
. 5/8 131 80 0.6
0O, Air 23 42 74 18 0.160 0.320| 200
3/4 133 65 0.8
1 143 45 1.0
1-1/4 145 30
0.200 0.400
1-1/2 152 20 Edge start
2 163 10
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
Ny Ny 10 10 10 10 15 2.5 0.10 6350 250 130
Ar Air 30 10 30 10 20 3.0 | 0.12 2540 100 63
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OPERATION

Mild steel
. . Flow rates - Ipm/scfh
O, Plasma / Air Shield 5 .
» ir
260 A Cutting Preflow 0/0 130/ 275
Cutflow 42788 | 104/220
) = N\
9)) W) I
220637 220764 220760 220439 220436
. 220340
Metric 220435
Select Set Set Material Arc | Torch-to-Work| Cutting| Initial Pierce | Pierce Delayj|
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor % Seconds
6 6500 03
76 46 10 150 2.8 4440 8.5 300 '
12 3850 0.4
15 155 3130 0.5
80 20 159 2170 0.6
22 166 8.6 1930 9.0 250 0.7
171 1685 0.8
o, Air 22 49 25
28 170 1445 0.9
49 32 172 1135 9.5 200 1.0
84 38 174 895 1.2
44 185 4.8 580
50 188 405
E
58 193 290 dge start
64 202 195
English
Select Set Set Material Arc Torch-to-Work  Cutting Initial Pierce | Pierce Deldy
Gases Preflow Cutflow Thickness| Voltage Distance Speed Height Time
Plasmal Shield | Plasma] Shield| Plasma Shield in Volts in ipm in | Factor 9o Seconds
174 250 03
76 46 378 150 0.110 T80 0.33¢ 300 '
172 45 04
578 155 115 0.5
80 -
o 1% 0.140 77 | o03s5d 250 oo
778 166 75 0.7
1 71 65 0.8
o Ai 22 49
2 " —T-1/8 T70 55 09
49 1-174 172 45 0.38(0 200 1.0
84 1-172 174 35 1.2
1-374 185 0.190 22
2 188
15 Edge start
2-1/4 193 12
2-1/2 202 8
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 2.5 0.10 6350 250 135
Ar Air 30 10 30 10 24 3.0 | 0.12 | 2540 100 68
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OPERATION

Mild steel bevel cutting
O, Plasma / Air Shield
260 A

4D D

Flow rates - Ipm/scfh

o, Air
Preflow 0/0 130/ 275
Cutflow 42/88 104 /220

220637 220741 220740 220542 220436 220541 290571
Metric
Select Set Set Minimum Equwal_ent Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Clearance Material Distance Speed Height Time
Thickness
Plasma | Shield | Plasma | Shield | Plasma | Shield mm mm mm mm/m | mm |Factor %| Seconds
6 6500 0.3
76 46 10 28-76 4440 | 85 | 300 '
12 3850 0.4
15 3130 0.5
80 20 2170 0.6
6-7 . 2
22 8.6 6 1930 9.0 %0 0.7
1685 0.8
o, Air 22 49 2.0 25
28 1445 0.9
49 32 1135 | 9.5 200 1.0
84 38 895 1.2
44 48-176 580
50 405
E
58 590 dge start
64 195
English
Select Set Set Minimum E:nl::’:rlii?t Torch-to-Work| Cutting| Initial Pierce | Pierce Delay
Gases Preflow Cutflow Clearance Thickness Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield in in in ipm in |Factor% Seconds
1/4 250 03
76 46 3/8 0.110-0.300] 180 |0.330 300 '
1/2 145 0.4
5/8 115 0.5
80 3/4 0.140 - 0.30 90 0.350 250 0.6
7/8 75 0.7
1 65 0.8
o i .
2 Air 22 49 0.080 1178 55 )
49 1-1/4 45 |0.380 200 1.0
84 1-1/2 35 1.2
1-3/4 0.190 - 0.300| 22
2 15
Edge start
2-1/4 12 gesta
2-1/2 8
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 2.5 0.10 6350 250 135
Ar Air 30 10 30 10 24 3.0 0.12 2540 100 68
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OPERATION

Mild steel
O, Plasma / Air Shield
400 A

Flow rates - Ipm/scfh

o, Air
Preflow 0/0 190/ 400
Cutflow 66 /140 137 /290

220637 220636 220635 220632 220631 220629 290571
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce  |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
12 139 4430 0.4
15 142 3.6 3950 7.2 0.5
20 146 2805 200 0.7
25 150 4.0 2210 8.0 0.9
30 153 1790 9.2 1.1
(@) i .
2 | Aro| 24 ) 50 ] 60 1 50 40 158 46 1160 | 115 | 250 19
50 167 5.3 795 19.1 360 5.2
60 173 6.4 580
70 183 ] 380 Edge start
80 197 7.9 180
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma | Shield | Plasma| Shield | Plasma| Shield in Volts in ipm in [Factor %| Seconds
1/2 140 170 0.4
5/8 143 0.14 150 0.28 0.5
3/4 145 115 200 0.6
1 151 0.16 85 0.32 0.9
1-1/4 153 65 0.36 1.2
(O Air 24 50 60 50 1-1/2 157 0.18 48 1.6
1-3/4 160 40 0.45 250 2.5
2 168 0.21 30 0.75 360 5.5
2-1/4 171 25
0.25
2-1/2 175 20 Edge start
3 193 0.31 10
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 22 25 | 0.10 1270 50 123
Ar Air 20 10 30 10 25 3.0 | 0.12 1270 50 55
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OPERATION

Mild steel bevel cutting Flow rates - Ipm/scth
O, Plasma / Air Shield O, Alr
Preflow 0/0 190/ 400
400 A Cutflow 66/140 | 1377290

220637 220636 220635 220632 220631 220629 290571
Note: Bevel angle range is 0° to 45°
Metric
Select Set Set Minimum Equwal.ent Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Cl Material Distance Speed Height Time
earance | Thickness P g
Plasma| Shield | Plasma | Shield | Plasma| Shield mm mm mm mm/m | mm |Factor %| Seconds
12 4430 0.4
15 3.6-9.4 3950 | 7.2 0.5
20 2805 200 0.7
25 40-94 2210 | 8.0 0.9
. 30 1790 | 9.2 1.1
0O, Air 24 50 60 50 2.0 46-94
40 1160 [11.5| 250 1.9
50 53-94 795 191 360 5.2
60 580
6.4-94
70 380 Edge start
80 7.9-9.4 180
English
Select Set Set Minimum Equlval_ent Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflo Cutflo Cl Material Distance Speed Height Time
reflow utflow earance | i ness i p ig i
Plasma | Shield | Plasma | Shield | Plasma | Shield in in in ipm in |Factor %| Seconds
1/2 170 0.4
5/8 0.14 - 0.37 150 |0.28 0.5
3/4 115 200 0.6
1 0.16 - 0.37 85 |0.32 0.9
1-1/4 65 |0.36 1.2
o, Air 24 50 60 50 0.08 1-1/2 0.18 - 0.37 48 1.6
0.45| 250
1-3/4 40 2.5
2 0.21 - 0.37 30 |[0.75| 360 5.5
2-1/4 25
0.25 - 0.37
2-1/2 20 Edge start
3 0.31 - 0.37 10
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 22 2.5 0.10 1270 50 123
Ar Air 20 10 30 10 25 3.0 0.12 1270 50 55
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OPERATION

Stainless steel

N, Plasma / N, Shield

45 A Cutting

Flow rates - Ipm/scfh

N,

Preflow

24 /51

Cutflow

75/159

G P —rD

220747 220202 220755 220201 220180 220308 290340
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma | Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
0.8 6380 0.0
1 94 5880 0.1
1.2 5380
1.5 95 4630
N, N, 35 5 62 49 2.5 3.8 150 0.2
2 97 3935
2.5 101 3270
3 2550
103 0.3
4 1580
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce  |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma | Shield in Volts in ipm in |Factor %| Seconds
.036 240 0.0
94
.048 210 0.1
.060 95 180
N, N, 35 5 62 49 0.100 0.150 150
.075 97 160 0.2
.105 101 120
.135 103 75 0.3
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 15 2.5 0.10 6350 250 85
Ar N, 90 10 90 10 12 2.5 0.10 2540 100 65
Note: This process produces a darker cut edge than the 45 A, F5/N, stainless steel process.
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OPERATION

Stainless steel
F5 Plasma / N, Shield
45 A Cutting

Flow rates - Ipm/scfh

F5 N,

Preflow

0/0 43/ 91

Cutflow

8/17 65/138

N T =

220747 220202 220755 220201 220180 220308 220340
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
0.8 6570
1 5740
99
1.2 4905
0.2
15 3890
49 2.5 150
F5 N, 35 18 62 2 101 3175 3.8
2.5 102 2510
3 103 2010
0.3
4 104 1435
11 6 110 2.0 845 190 0.5
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma | Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
.036 240
.048 99 190
.060 150 0.2
49 0.100 150
.075 100 130
F5 N, 35 18 62 0.150
.105 102 90
.135 104 65 0.3
3/16 108 45 0.4
11 0.080 190
1/4 110 30 0.5
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 15 25 | 0.10 | 6350 250 85
Ar N, 90 10 90 10 12 25 | 0.10 2540 100 65
Note: This process produces a shinier cut edge than the 45 A, N,/N, stainless steel process.
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OPERATION

220747

220338

220755

Stainless steel

F5 Plasma / N, Shield

80 A Cutting

220337

220179

Flow rates - Ipm/scfh
F5 N,
Preflow 0/0 67 /142
Cutflow 31/65 | 65/116

CER))

220339

220340
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma | Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
4 108 3.0 2180 4.5 0.2
F5 N, 33 23 65 60 6 112 2.5 1225 3.8 150 0.3
10 120 3.0 560 45 0.5
English
Select Set Set Material Arc | Torch-to-Work [ Cutting |  Initial Pierce  |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
.135 108 0.120 105 | 0.180 0.2
3/16 110 0.110 60 0.170
F5 N, 33 23 65 60 150 0.3
1/4 112 0.100 45 0.150
3/8 120 0.120 25 0.180 0.5
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 15 25 | 0.10 6350 250 95
Ar N, 50 10 50 10 12 3.0 | 0.12 2540 100 60
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OPERATION

perpendicular than the 130 A, H35/N,, process.

Stainless steel Fiow rates - Ipm/scfh
. N,
N, Plasma / N, Shield Sa— ST a5
130 A Cutting Cutflow 79/168
< - .
200747 220198 220756 220197 220179 220307 290340
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma | Shield | Plasma | Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
6 153 1960 0.3
3.0 6.0
10 156 1300 200 0.5
Ny N, 19 51 75 23 12 162 3.5 900 7.0 0.8
15 167 3.8 670
Edge start
20 176 4.3 305
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce  |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma | Shield in Volts in ipm in  |Factor %| Seconds
1/4 153 75 0.3
0.120 0.240
3/8 156 55 200 0.5
N, N, 19 51 75 23 1/2 162 0.140 30 0.280 0.8
5/8 167 0.150 25
Edge start
3/4 176 0.170 15
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
Ny Ny 10 10 10 10 18 2.5 0.10 6350 250 140
Ar N, 50 10 50 10 15 3.0 0.12 2540 100 75
Note: This process produces a rougher, darker cut edge with more dross, and the cut edges are closer to
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OPERATION

Stainless steel Flow rates — Ipm/scih
H35 Plasma / N, Shield H5 No
Preflow 0/0 76 /160
130 A Cutting Cutflow 26/54 | 687144

) R

220747 220198 220755 220197 220179 220307 220340
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma | Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
49 10 154 980 0.3
37 12 158 820 0.5
7.7 170
H35 N, 19 32 75 04 15 162 45 580 0.8
20 165 360 1.3
16 25 172 260 Edge start
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
49 3/8 154 40 0.3
37 1/2 158 30 0.5
0.310 | 170
H35 N, 19 32 75 o 5/8 162 0.180 20 0.8
3/4 165 15 1.3
16 1 172 10 Edge start
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 25 | 0.10 6350 250 130
Ar N, 50 10 50 10 15 3.0 | 0.12 2540 100 75

Note: This process produces a smoother, shinier cut edge with less dross, and the cut edges are less
perpendicular than the 130 A, N,/N, process.
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OPERATION

Stainless steel Flow rates - Ipm/scfh
H35 and N, Plasma / N, Shield Hse | Mo
Preflow 0/0 97 / 205
130 A Cutting Cutflow 13/28 | 71/150
‘ ‘ 0
220747 220198 220755 220197 220179 220307 220340
Metric
. . - Pierce
Select Set Set Material | Arc |Torch-to-Work| Cutting| Initial Pierce Dela
Gases Preflow Cutflow Thickness | Voltage| Distance | Speed Height Tim ey
Plasma| Shield [Plasma| Shield [Plasma| Shield Mix Mix mm Volts mm mm/m | mm |Factor %|Seconds
Gas 1| Gas 2
6 150 1835 0.3
38 3.0 6.0
10 153 1195 200 0.3
H35 N, 19 51 75 32 18 12 160 3.5 875 7.0 0.5
27 15 168 3.8 670 7.6 0.8
20 176 4.3 305 7.7 180 1.3
English
. . - Pierce
Select Set Set Material | Arc |Torch-to-Work| Cutting| Initial Pierce Dela
Gases Preflow Cutflow Thickness | Voltage| Distance | Speed Height Tim ey
. . ! Mix Mix . . . .
Plasma| Shield [Plasma| Shield |Plasma| Shield in Volts in ipm in  |Factor %]|Seconds|
Gas 1| Gas 2
1/4 150 70 0.3
38 0.120 0.240
3/8 153 50 200 0.3
H35 N, 19 51 75 32 18 1/2 160 0.140 30 |0.280 0.5
27 5/8 168 0.150 25 |0.300 0.8
3/4 176 0.170 15 |0.310| 180 1.3
Marking
Ambperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
Ny Ny 10 10 10 10 18 2.5 0.10 6350 250 130
Ar N, 50 10 50 10 15 3.0 0.12 2540 100 75
Note:

This process produces a smoother, shinier cut edge with less dross, and the cut edges are less

perpendicular than the 130 A, N,/N, process. Edge color is more silver than the H35/N, process.
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OPERATION

Stainless steel bevel cutting
N, Plasma / N, Shield
130 A

Flow rates - Ipm/scfh

N,

Preflow

97 / 205

Cutflow

125/ 260

220637 220738 220739 220656 220179 220606 220571
Note: Bevel angle range is 0° to 45°
Metric
Select Set Set Minimum Equwal_ent Torch-to-Work | Cutting | Initial Pierce  |Pierce Delay
Material . . )
Gases Preflow Cutflow Clearance | ., . Distance Speed Height Time
Thickness
Plasma | Shield | Plasma| Shield | Plasma| Shield mm mm mm mm/m | mm |Factor %| Seconds
6 1960 0.3
3.0-10.0 6.0
10 1300 200 0.5
N, N, 19 51 75 63 2.0 12 3.5-10.0 900 7.0 0.8
15 3.8-10.0 670
Edge start
20 43-10.0 305
English
Select Set Set Minimum EI(\]IIuaItv;Ii:\rl‘t Torch-to-Work | Cutting | Initial Pierce  |Pierce Delay
Gases Preflow Cutflow Clearance | ., . Distance Speed Height Time
Thickness
Plasma | Shield | Plasma | Shield | Plasma | Shield in in in ipm in |Factor %| Seconds
1/4 75 0.3
0.120 - 0.400 0.240
3/8 55 200 0.5
N, N, 19 51 75 63 0.080 1/2 0.140 - 0.400| 30 0.280 0.8
5/8 0.150 — 0.400| 25
Edge start
3/4 0.170 — 0.400| 15
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 2.5 0.10 6350 250 140
Ar N, 50 10 50 10 15 3.0 0.12 2540 100 75
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OPERATION

Stainless steel bevel cutting Flow rates - Ipm/scfh
. H35 N,
H35 Plasma / N, Shield — 00 ' e0s100
130 A Cutflow 26/54 |114/240
@ P =
220637 220738 220739 220656 220179 220606 290571
Note: Bevel angle range is 0° to 45°
Metric
Select Set Set Minimum E&i‘::rli:‘?t Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Clearance . Distance Speed Height Time
Thickness
Plasma| Shield | Plasma | Shield | Plasma| Shield mm mm mm mm/m | mm |Factor %| Seconds
10 980 0.3
12 820 0.5
7.7 170
H35 N, 19 32 75 63 2.0 15 45-10.0 580 0.8
20 360 1.3
25 260 Edge start
English
Select Set Set Minimum Equlval.ent Torch-to-Work | Cutting | Initial Pierce  |Pierce Delay
Material . . .
Gases Preflow Cutflow Clearance | ., . Distance Speed Height Time
Thickness
Plasma| Shield | Plasma| Shield | Plasma| Shield in in in ipm in [Factor %| Seconds
3/8 40 0.3
1/2 30 0.5
0.310 170
H35 N, 19 32 75 63 0.080 5/8 0.180 - 0.400 20 0.8
3/4 15 1.3
1 10 Edge start
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 25 | 0.10 | 6350 250 130
Ar N, 50 10 50 10 15 3.0 | 0.12 2540 100 75
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OPERATION

Stainless steel bevel cutting Flow rates - Ipm/scfh
H35 and N, Plasma / N, Shield H35 N,
Preflow 0/0 97 / 205
130 A Cutflow 137928 | 1207250

220637 220738 220739 220656 220179 220606 220571

Note: Bevel angle range is 0° to 45°

Metric
Select Set Set Minimum Equwal_ent Torch-to-Work| Cutting| Initial Pierce Pierce
Gases Preflow Cutflow Clearance Material Distance | Speed Height Delay
Thickness Time
Plasmal Shield |[Plasma| Shield |Plasma| Shield Mix | Mix mm mm mm mm/m | mm |Factor % Seconds|
Gas 1|Gas 2
6 1835
3.0-10.0 6.0 0.3
10 1195 200
H35 | N, 19 51 75 80 32 | 18 2.0 12 3.5-10.0 875 | 70 0.5
15 3.8-10.0 670 | 76 0.8
20 3.0-10.0 305 | 7.7 180 1.3
English
Select Set Set Minimum E&Z‘;’::;Tt Torch-to-Work Cutting Initial Pierce Igzlrz;e
Gases Preflow Cutflow Clearance Thickness Distance | Speed Height Time
. . : Mix | Mix . . . . .
Plasma| Shield |Plasma Shield|Plasma Shield in in in ipm in | Factor % Seconds
Gas 1| Gas 2
1/4 70
0.120 - 0.40( 0.244 0.3
3/8 50 900
H35 | N, 19 51 75 80 32 | 18 0.080 1/2 0.140 - 0.400 30 | 0.28( 0.5
5/8 0.150 - 0.400 25 | 0.30d 0.8
3/4 0.170-0.400 15 |0.3100 180 1.3
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 25 | 0.10 6350 250 130
Ar N, 50 10 50 10 15 3.0 0.12 2540 100 75
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OPERATION

Stainless steel Flow rates - Ipm/scfh
N, Plasma / N, Shield N,
. Preflow 111/235
200 A Cutting Cutflow 1377290
\ ,
WA ) AN
220637 220762 220758 220343 220342 220307 220340
Metric
Select Set Set Material Arc | Torch-to-Work| Cutting| Initial Pierce | Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor 9% Seconds
10 160 2700 0.5
N N 17 42 84 42 12 d 3.8 2499 1 26 | 200 05
2 2 15 163 ' 1800 ' 0.8
20 167 1000 1.0
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma | Shield in Volts in ipm in |Factor %| Seconds
3/8 160 110 0.5
1/2 161 90 0.6
N, N, 17 42 84 42 0.150 0.300 200
5/8 163 65 0.8
3/4 167 45 1.0
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 25 | 0.10 | 6350 250 140
Ar N, 30 10 30 10 20 3.0 | 0.12 2540 100 66
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OPERATION

Stainless steel

Flow rates - Ipm/scfh
H35 Plasma / N, Shield H35 N,
. Preflow 0/0 116 /245
200 A Cutting Cutflow 30/63 | 104/220
[\ — ) |
290637 220762 220758 220343 220342 220307 290340
Metric
Select Set Set Material Arc | Torch-to-Work| Cutting| Initial Pierce | Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor % Seconds
10 175 9.0 1620 9.0 0.5
H3 N 3 88 0 12 170 1450 00 0.6
° 2 17 4 ° 15 173 75 1200 75 | 0.7
20 177 820 0.8
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma | Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
3/8 175 0.350 65 0.350 0.5
1/2 170 55 0.6
H35 N, 17 43 88 52 100
5/8 173 0.300 45 0.300 0.7
3/4 177 35 0.8
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 2.5 0.10 6350 250 140
Ar N, 30 10 30 10 20 3.0 0.12 2540 100 66
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OPERATION

Stainless steel Flow rates - Ipm/scfh
H35 and N, Plasma / N, Shield Hee | M.
Preflow 0/0 116/ 245
200 A Cutting Cutflow 11724 | 1187250
.
B J)h —=>
220637 220762 220758 220343 220342 220307 220340
Metric
. . . Pierce
Select Set Set Material | Arc |Torch-to-Work| Cutting| Initial Pierce Dela
Gases Preflow Cutflow Thickness | Voltage| Distance | Speed Height Tim ey
. . . Mix Mix
Plasma| Shield [Plasma| Shield [Plasma| Shield mm Volts mm mm/m | mm |Factor %|Seconds
Gas 1| Gas 2
10 161 1900 0.5
4.0 8.0 200
12 162 1800 0.6
H35 N, 17 41 87 41 42 20
15 167 4.6 1600 | 70 150 0.8
20 171 5.1 1000 | 75 1.0
English
> . - Pierce
Select Set Set Material | Arc |Torch-to-Work| Cutting| Initial Pierce Dela
Gases Preflow Cutflow Thickness | Voltage| Distance | Speed Height Tim g/
. . ‘ Mix Mix . . . .
Plasma| Shield [Plasma| Shield |Plasma| Shield in Volts in ipm in  |Factor %]|Seconds|
Gas 1| Gas 2
3/8 161 75 0.5
0.160 0.320| 200
1/2 162 70 0.6
H35 N, 17 41 87 41 42 20
5/8 167 0.180 60 [0.270 150 0.8
3/4 171 0.200 45 |0.300 1.0
Marking
Select Set Set Amperage Torch-to-Work Marking Arc
Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 25 | 0.10 6350 250 140
Ar N, 30 10 30 10 20 3.0 | 0.12 2540 100 66
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OPERATION

Stainless steel Flow rates - Ipm/scth
N, Plasma / Air Shield N2 Air
Preflow 127 /270 0/0
260 A Cutting Cutflow 547114 | 1167245

(o E— )
220637 220763 220758 220406 220405 220307 290340
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma | Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
6 160 6375
0.3
10 157 3440
12 161 2960 0.4
15 163 2520 75 200 0.5
20 164 1590 0.6
N, Air 12 47 79 56 3.8
25 168 1300 0.8
32 171 875 1.0
38 179 515
44 190 365 Edge start
50 195 180
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce  |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield |Plasma| Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
1/4 160 240
0.3
3/8 157 140
1/2 161 110 0.4
5/8 163 95 0.300 200 0.5
. 3/4 164 70 0.6
N, Air 12 47 79 56 0.150
1 168 50 0.8
1-1/4 171 35 1.0
1-1/2 179 20
1-3/4 190 14 Edge start
2 200 6
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 25 | 0.10 6350 250 120
Ar N, 30 10 30 10 20 3.0 | 0.12 2540 100 63
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OPERATION

Stainless steel Flow rates - Ipm/scfh
H35 Plasma / N, Shield — L
260 A Cutting Cutflow 40/84 | 1227260
e’))))))) ——2J)
220637 220763 220758 220406 220405 220307 220340
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting |  Initial Pierce  |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
10 188 11.0 1870 11.0 100 0.3
12 173 9.0 1710 0.4
15 171 1465 0.5
20 175 1085 9.0 190 0.6
H35 N, 12 49 85 60 25 180 785 0.7
32 185 7.5 630 1.0
38 186 510
44 189 390 Edge start
50 200 270
English
Select Set Set Material Arc | Torch-to-Work | Cutting |  Initial Pierce | Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma | Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
3/8 188 0.450 75 0.500 100 0.3
1/2 173 0.350 65 0.350 0.4
5/8 171 55 0.5
3/4 175 45 0.6
0.360 120
H35 N, 12 49 85 60 1 180 30 0.7
1-1/4 185 0.300 25 1.0
1-1/2 186 20
1-3/4 189 15 Edge start
2 200 10
Marking
Torch-to-Work Marking Arc
Select Set Set Amperage | " p.iance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 2.5 0.10 6350 250 120
Ar N, 30 10 30 10 20 3.0 0.12 2540 100 63
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OPERATION

Stainless steel

. Flow rates - Ipm/scfh
H35 and N, Plasma / N, Shield S N
260 A Cuttlng Preflow 0/0 132/280
Cutflow 13727 | 1637345
[\ — )
220340
. 220637 220763 220758 220406 220405 220307
Metric
Select Set Set Material | Arc | Torch-to-Work Cutting Initial Pierce Dlelra
Gases Preflow Cutflow Thickness| Voltage| Distance | Speed Height Tim ey
. al . . Mix Mix
Plasma| Shield |Plasma| Shield |Plasma Shield mm Volts mm mm/m| mm | Factor % Seconds
Gas 1| Gas 2
6 170 3980 03
10 175 2190 '
60 21 12 176 1790 0.5
15 177 1650| 8.0 200 0.7
20 179 1320 0.8
H35 N, 12 49 87 60 4.0
25 182 920 1.0
32 186 755 1.2
40 26 38 189 510
44 195 390 Edge start
50 202 270
English
. . o Pierce
Select Set Set Material Arc | Torch-to-Work Cutting Initial Pierce Dela
Gases Preflow Cutflow Thickness| Voltage] Distance | Speed Height Timey
. . . Mix Mix . . . .
Plasma| Shield |[Plasma| Shield|Plasmg Shield in Volts in ipm in | Factor % Second
Gas 1| Gas 2
1/4 170 150 0.3
3/8 175 90 '
60 21 1/2 176 65 0.5
5/8 177 0.320 200 0.7
3/4 179 55 0.8
H35 | N, 12 49 87 60 0.160
1 182 35 1.0
1-1/4 186 30 1.2
40 26 1-1/2 189 20
1-3/4 187 15 Edge start
2 202 10
Marking
Amperade Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 25 | 0.10 6350 250 120
Ar N, 30 10 30 10 20 3.0 0.12 2540 100 63
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OPERATION

Stainless steel bevel cutting Flow rates - Ipm/scfh
H35 Plasma / N, Shield H35 N,
Preflow 0/0 127 /270
260 A Cutflow 20/84 | 1227260
@ W
220637 220738 220739 220607 220405 220606 290571
Notes: Bevel angle range is 0° to 45°.
Metric
Select Set Set Minimum Equwal_ent Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Cl Material Distance Speed Height Time
u €arance | rhickness P 9
Plasma | Shield | Plasma | Shield | Plasma| Shield mm mm mm mm/m | mm [Factor %| Seconds
10 11.0 1870 [ 125 100 0.3
12 9.0-10.0 1710 0.4
15 1465 0.5
20 1085 | 9.0 190 0.6
H35 N, 12 49 85 60 2.0 25 785 0.7
32 75-10.0 630 1.0
38 510
44 390 Edge start
50 270
English
Select Set Set Minimum Equwallent Torch-to-Work | Cutting| Initial Pierce |Pierce Delay
Gases Preflow Cutflow Cl Material Distance Speed Height Time
€arance | Thickness P 9
Plasma | Shield | Plasma| Shield | Plasma | Shield in in in ipm in |Factor %| Seconds
3/8 0.450 75 (0.500 100 0.3
1/2 0.350 - 0.400| 65 |0.350 0.4
5/8 55 0.5
3/4 45 0.6
0.360| 120
H35 Ny 12 49 85 60 0.080 1 30 0.7
1-1/4 0.300 - 0.400( 25 1.0
1-1/2 20
1-3/4 15 Edge start
2 10
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 2.5 0.10 6350 250 120
Ar N, 30 10 30 10 20 3.0 0.12 2540 100 63
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OPERATION

Stainless steel bevel cutting Flow rates ~ Ipm/sch
N, Plasma / Air Shield N, A
Preflow 127 /270 0/0
260 A Cutflow 54/114 | 1167245
@ P —=>
220637 220738 220739 220607 220405 220606 220571
Note: Bevel angle range is 0° to 45°
Metric
Select Set Set Minimum Equwal.ent Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Cl Material Distance Speed Height Time
earance | rhickness P 9
Plasma | Shield | Plasma | Shield | Plasma| Shield mm mm mm mm/m | mm |Factor %| Seconds
6 6375
0.3
10 3440
12 2960 0.4
15 2520 | 75 200 0.5
) 20 1590 0.6
N, Air 12 47 79 56 2.0 3.8-10.0
25 1300 0.8
32 875 1.0
38 515
44 365 Edge start
50 180
English
Select Set Set Minimum Equwal.ent Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Cl Material Distance Speed Height Time
earance | rhickness P 9
Plasma| Shield | Plasma| Shield | Plasma| Shield in in in ipm in |Factor %| Seconds
1/4 240
0.3
3/8 140
1/2 110 0.4
5/8 95 |0.300| 200 0.5
) 3/4 70 0.6
N, Air 12 47 79 56 0.080 0.150 - 0.400
1 50 0.8
1-1/4 35 1.0
1-1/2 20
1-3/4 14 Edge start
2 6
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 2.5 0.10 6350 250 120
Ar N, 30 10 30 10 20 3.0 0.12 2540 100 63
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OPERATION

Stainless steel bevel cutting Flow rates - Ipm/scth
H35 and N, Plasma / N, Shield H35 N,
Preflow 0/0 132 /280
260 A Cutflow 13/27 | 163/345
= \
@ P =
220637 220738 220739 220607 220405 220606 220571
Note: Bevel angle range is 0° to 45°
Metric
Select Set Set Minimum Equwal_ent Torch-to-Work| Cutting| Initial Pierce Pierce
Gases Preflow Cutflow Clearance Material Distance | Speed Height Delay
Thickness Time
Plasmal Shield [Plasma| Shield |Plasmal Shield Mix | Mix mm mm mm mm/m | mm | Factor % Seconds
Gas 1|Gas 2
6 3980
0.3
10 2190
60 21 12 1790 0.5
15 1650 | 8.0 200 0.7
20 1320 0.8
H35 N, 12 49 87 60 2.0 4.0-10.0
25 920 1.0
32 755 1.2
40 26 38 510
44 390 Edge start
50 270
English
Select Set Set Minimum Equwal_ent Torch-to-Work | Cutting| Initial Pierce Plerce
Gases Preflow Cutflow Cl Material Distance | Speed Height Delay
©arance| Thickness P 9 Time
. . . Mix | Mix . . . . .
Plasma| Shield |Plasma| Shield |Plasma| Shield in in in ipm in |Factor %|Seconds
Gas 1|Gas 2
1/4 150
0.3
3/8 90
60 | 21 1/2 65 0.5
5/8 0.320, 200 0.7
3/4 55 0.8
H35 | N, 12 49 87 60 0.08 0.16 - 0.40
1 35 1.0
1-1/4 30 1.2
40 | 26 1-1/2 20
1-3/4 15 Edge start
2 10
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 25 | 0.10 | 6350 250 120
Ar N, 30 10 30 10 20 3.0 0.12 2540 100 63
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OPERATION

220637

Stainless steel

400 A

220707

220712

220708

N, Plasma / Air Shield

220405

Flow rates - Ipm/scfh

N, Air
Preflow 42/90 146 /310
Cutflow 86 /182 102/ 217

220709

220571
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
12 158 3300 0.3
15 159 8.8 2800 9.9 260 0.4
. 20 162 46 2340 13.8 0.5
N, Air 30 50 85 31 25 164 1940 300 0.6
30 176 6.4 1450 | 19.2 0.8
40 177 570
.6 E
45 187 3 430 dge start
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma | Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
1/2 158 125 0.3
5/8 159 0.15 105 0.39 260 0.4
3/4 162 95 0.5
A .54
N, Air 30 50 85 31 1 164 0.18 75 0.5 300 0.6
1-1/4 176 0.25 50 0.75 0.8
1-1/2 177 25
1374 187 0.18 7 Edge start
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 22 25 | 0.10 1270 50 94
Ar N, 30 10 30 10 24 3.0 | 0.12 2540 100 50
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OPERATION

Stainless steel Flow rates - Ipm/scth
H35 Plasma / N, Shield H35 Ny
Preflow 0/0 189/ 400
400 A Cutflow 86/182 | 1237260

220637 220707 220712 220708 220405 220709 220571

Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce  |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma | Shield mm Volts mm mm/m | mm |Factor %| Seconds
20 180 1100 14.5 150 0.7
25 181 905 1.0
30 184 800 19.0 210 1.5
N .
H35 2 30 45 86 45 20 186 9.0 500 70
50 192 400
0 198 580 Edge start
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma | Shield | Plasma| Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
3/4 180 45 0.53 150 0.7
1 181 35 1.0
1-1/4 184 30 0.75 210 1.5
1-1/2 186 25 2.0
N .
H35 2 30 45 86 45 13/a 189 0.35 20
2 192 15
E
2-1/4 198 12 dge start
2-1/2 202 10
Marking
Ambperade Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 22 25 | 0.10 1270 50 94
Ar N, 30 10 30 10 24 3.0 | 0.12 2540 100 50
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OPERATION

Stainless steel Flow rates - Ipm/scth
H35 and N, Plasma / N, Shield H35 N,
Preflow 0/0 194 /410
400 A Cutflow 36/77 | 1947410

M )P >

220637 220707 220712 220708 220405 220709 220571

Metric
- - o Pierce
Select Set Set Material | Arc | Torch-to-Work Cutting| Initial Pierce Dela
Gases Preflow Cutflow Thickness| Voltage| Distance Speed Height Timg
Plasma| Shield |Plasma] Shield |Plasma| Shield Mix Mix mm Volts mm mm/m| mm | Factor % Seconds
Gas 1| Gas 2
12 157 2750 0.4
15 159 2390 05
40 4.6 14
20 166 1810 0.7
300
25 172 1310 1.0
30 186 5.3 1080 16 2.0
H35 | N, 30 45 88 45 60
40 187 720 19 3.0
60 50 190 520
60 192 6.4 410
Edge start
70 194 310
80 210 180
English
- : o Pierce
Select Set Set MaterlaIJ Arc | Torch-to-Work Cutting Initial Pierce Dela
Gases Preflow Cutflow Thickness| Voltagg Distance | Speed Height Timey
. . f Mix Mix . . . .
Plasma| Shield|Plasmg Shield|Plasmg Shield in Volts in ipm in | Factor % Seconds
Gas 1| Gas 2
172 157 105 04
5/8 159 90 05
40 0.18 0.5
3/4 166 75 0.7
1 172 50 300 1.0
1-1/4 182 0.21 40 0.6 1.5
H35 N, 30 45 88 45 60 1-1/2 186 30 08 2.0
1-3/4 187 25 ' 3.0
60 2 190 20
0.25
2-1/4 192 17
Edge start
2-1/2 194 15
3 202 10
Marking
Amperade Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 22 25 | 0.10 1270 50 94
Ar N, 30 10 30 10 24 3.0 | 0.12 2540 100 50
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OPERATION

Stainless steel bevel cutting Flow rates - Ipm/scth
N, Plasma / Air Shield N, Air
Preflow 42 /90 146 /310
400 A Cutflow 86/182 | 102/217

220637 220707 220712 220708 220405 220709 200571

Note: Bevel angle range is 0° to 45°

Metric
Select Set Set Minimum Equwal.ent Torch-to-Work | Cutting | Initial Pierce  |Pierce Delay
Material . . .
Gases Preflow Cutflow Clearance . Distance Speed Height Time
Thickness
Plasma| Shield | Plasma| Shield | Plasma| Shield mm mm Range (mm) | mm/m | mm |Factor %| Seconds
12 38-116 |01 99 | 260 03
15 ’ ' 2800 ' 0.4
20 2340 0.5
46-11.6 13.8
N, Air 30 50 85 31 2.0 25 1940 300 0.6
30 6.4-11.6 1450 | 19.2 0.8
40 570
46-11.6 Edge start
45 430
English
Select Set Set Minimum Equwal_ent Torch-to-Work | Cutting | Initial Pierce |Pierce Delay!
Material . . )
Gases Preflow Cutflow Clearance | o, . Distance Speed Height Time
Thickness
Plasma| Shield | Plasma| Shield | Plasma| Shield in in Range (in) ipm in  |Factor %| Seconds
172 0.15-046 = | 030 | 260 03
5/8 ' ' 105 ' 0.4
3/4 95 0.5
0.18 — 0.46 0.54
N, Air 30 50 85 31 0.08 1 75 300 0.6
1-1/4 0.25 - 0.46 50 0.75 0.8
1-1/2 25
0.18 - 0.46 Edge start
1-3/4 17
Marking
Amperade Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 22 25 | 0.10 1270 50 94
Ar N, 30 10 30 10 24 3.0 | 0.12 2540 100 50
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OPERATION

Stainless steel bevel cutting Flow rates - Ipm/scth
H35 Plasma / N, Shield H35 No
Preflow 0/0 189 / 400
400 A Cutflow 86/182 | 123/ 260
@ JP =
N
220637 220707 220712 220708 220405 220709 220571
Note: Bevel angle range is 0° to 45°
Metric
Select Set Set Minimum E:nl::’:rli(:rl‘t Torch-to-Work | Cutting | Initial Pierce  |Pierce Delay
Gases Preflow Cutflow Clearance | .., . Distance Speed Height Time
Thickness
Plasma | Shield | Plasma| Shield | Plasma| Shield mm mm Range (mm) | mm/m | mm |Factor %| Seconds
20 1100 14.5 150 0.7
25 905 1.0
H N 30 800 19.0 210 1.5
35 2 30 45 86 45 2.0 20 9.0-11.6 500 50
50 400
Edge start
60 280
English
Select Set Set Minimum E&‘;‘:;Ii:rl‘t Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Clearance | .., . Distance Speed Height Time
Thickness
Plasma | Shield | Plasma | Shield | Plasma| Shield in in Range (in) ipm in  |Factor %| Seconds
3/4 45 0.53 150 0.7
1 35 1.0
1-1/4 30 0.75 210 1.5
H N 1-1/2 25 2.0
35 2 30 45 86 45 0.08 1372 0.35 -0.46 20
2 15
Edge start
2-1/4 12
2-1/2 10
Marking
Amperade Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 22 25 | 0.10 1270 50 94
Ar N, 30 10 30 10 24 3.0 | 0.12 2540 100 50
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OPERATION

Stainless steel bevel cutting
H35 and N, Plasma / N, Shield
400 A

Flow rates - Ipm/scfh

Ha5 N,
Preflow 0/0 194 /410
Cutflow 36/77 | 194/410

220637 220707 220712 220708 220405 220709 220571
Note: Bevel angle range is 0° to 45°
Metric
Select Set Set Minimum Equwal_ent Torch-to-Work| Cutting| Initial Pierce Plerce
Gases Preflow Cutflow Clearance Material Distance | Speed Height Delay
Thickness Time
Plasma| Shield |Plasma| Shield [Plasma| Shield Mix | Mix mm mm Range (mm) | mm/m | mm |Factor %|Seconds|
Gas 1|Gas 2
12 2750 0.4
40 15 46-116 |01 4, 05
20 s 1810 0.7
25 1310 800 1.0
N 30 53-11.6 1080 | 16 2.0
H35 2 30 45 88 45 60 2.0 20 790 19 3.0
50 520
60
60 6.4-11.6 410
Edge start
70 310
80 180
English
Select Set Set Minimum Equwal-ent Torch-to-Work| Cutting| Initial Pierce Pierce
Gases Preflow Cutflow Clearance Material Distance | Speed Height Delay
Thickness Time
Plasma| Shield [Plasmal Shield|Plasma] Shield| 1 | M in in Range (in) | ipm | in |Factor % Seconds
Gas 1|Gas 2 9 P ]
1/2 105 0.4
0 5/8 018 — 0.46 90 0 0.5
4 3/4 18046 g 05 0.7
1 50 300 1.0
1-1/4 0.21 - 0.46 40 0.6 1.5
H35 | N, | 30 | 45 | 88 | 45 | 60 0.08 1-1/2 30 | 48 2.0
1-3/4 25 ' 3.0
60 2 20
0.25 - 0.46
2-1/4 17
Edge start
2-1/2 15
3 10
Marking
Ambperade Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow - - -
Amps mm in mm/min | ipm Volts
Ny N, 10 10 10 10 22 2.5 0.10 1270 50 94
Ar N, 30 10 30 10 24 3.0 | 0.12 2540 100 50
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OPERATION

Aluminum
Air Plasma / Air Shield

45 A Cutting

Flow rates - Ipm/scfh
Air
Preflow 45/ 95
Cutflow 78 /165

220747 220202 220756 220201 220180 220308 290340
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce | Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma | Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
1.2 130 4750
1.5 115 4160
49 2 113 2.5 3865 3.8 0.2
Air Air 35 19 62 2.5 110 3675 150
3 107 2850
33 4 102 1.8 2660 2.7 0.3
6 117 3.0 1695 4.5 0.6
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce  |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
.040 130 220
49 951 1o 0.100 170 10150 0.2
.064 113 ’ 160 ’ '
Air Air 35 19 62 .102 110 140 150
125 102 0.070 110 | 0.110 0.3
33 3/16 114 90 0.4
0.120 0.180
1/4 117 60 0.6
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 15 2.5 0.10 6350 250 85
Ar Air 90 10 90 10 12 2.5 0.10 2540 100 75
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OPERATION

Aluminum Flow rates - Ipm/scfh
Air Plasma / Air Shield Ar
Preflow 73 /154
130 A Cutting Cutflow 787165
) @ W >
220747 220198 220756 220197 220179 220181 2920340
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
6 153 2.8 2370 5.6 0.2
10 154 1465 0.3
3.0 6.0
. . 12 156 1225 200 0.5
Air Air 19 31 75 23
15 158 3.3 1050 6.6 0.8
20 162 3.5 725 7.0 1.3
25 172 4.0 525 Edge start
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce | Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma | Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
1/4 153 0.110 90 0.220 0.2
3/8 154 60 0.3
0.120 0.240
A A 1/2 156 45 200 0.5
" o1 S 5/8 158 0.130 40 | 0.260 0.8
3/4 162 0.140 30 0.280 1.3
1 172 0.160 20 Edge start
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
Ny Ny 10 10 10 10 18 2.5 0.10 6350 250 120
Ar Air 50 10 50 10 15 3.0 0.12 2540 100 82
Note: This process produces a rougher cut edge that is less perpendicular than the 130 A, H35/N,, process.
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OPERATION

Aluminum Flow rates - Ipm/scfh
H35 Plasma / N, Shield Hee | Mo
Preflow 0/0 76 /160
130 A Cutting Cutflow 26/54 | 687144
\ 0
SIP —=o
220747 220198 220755 220197 220179 220307 220340
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting |  Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma | Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
49 10 158 5.0 1615 6.5 130 0.3
37 12 156 1455 0.5
H35 N, 19 32 75 15 1305 7.7 170 0.8
24 4.5
20 157 940 1.3
16 25 176 540 Edge start
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
49 3/8 158 0.200 65 0.260 | 130 0.3
37 1/2 156 55 0.5
H35 N, 19 32 75 5/8 50 0.310 170 0.8
24 0.180
3/4 157 40 1.3
16 1 176 20 Edge start
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 2.5 0.10 6350 250 130
Ar N, 50 10 50 10 15 3.0 0.12 2540 100 75
Note: This process produces a smoother cut edge that is more perpendicular than the 130 A, Air/Air process.
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OPERATION

Aluminum Flow rates - Ipm/scfh
H35 and N, Plasma / N, Shield Hse | Mo
Preflow 0/0 97 / 205
130 A Cutting Cutflow 13728 | 717150

@A oW o

DE

220747 220198 220755 220197 220179 220307 220340
Metric
. . T Pierce
Select Set Set Material | Arc |Torch-to-Work| Cutting| Initial Pierce Dela
Gases Preflow Cutflow Thickness | Voltage| Distance | Speed Height Tim ey
Plasma| Shield [Plasma| Shield [Plasma| Shield Mix Mix mm Volts mm mm/m | mm |Factor %|Seconds
Gas 1| Gas 2
6 156 35 2215 70 0.3
10 158 ’ 1615 ) ’
H35 | N, 19 51 75 27 32 18 12 159 1455 200 0.5
15 160 3.0 1215 | 6.0 0.8
20 163 815 1.3
English
. . - Pierce
Select Set Set Material | Arc |Torch-to-Work| Cutting| Initial Pierce Dela
Gases Preflow Cutflow Thickness | Voltage| Distance | Speed Height Tim ey
. . | Mix Mix . . . .
Plasma| Shield |Plasma| Shield |Plasma| Shield in Volts in ipm in  |Factor %]|Seconds|
Gas 1| Gas 2
1/4 156 0.140 8 0.280 0.3
3/8 158 ' 65 ' '
H35 | N, 19 51 75 27 32 18 1/2 159 55 200 0.5
5/8 160 0.120 45 10.240 0.8
3/4 163 35 1.3
Marking
Amperade Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
Ny N, 10 10 10 10 18 2.5 0.10 6350 250 130
Ar N, 50 10 50 10 15 3.0 0.12 2540 100 75
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OPERATION

Aluminum Flow rates - Ipm/scfh

. N2
N, Plasma / N, Shield p— L
200 A Cutting Cutflow 135/ 287

& )P =

220762 220759 220346 220342 220307 290340
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce  |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma | Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
10 158 4750 0.4
N N 12 3500 0.5
2 2 17 43 73 43 15 166 6.4 5350 9.0 140 06
20 165 1000 0.8
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce  |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield |Plasma| Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
3/8 200 0.4
158
1/2 120 0.5
Ny N, 17 43 73 43 0.250 0.350 140
5/8 166 80 0.6
3/4 165 50 0.8
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 2.5 0.10 6350 250 140
Ar N, 30 10 30 10 20 3.0 | 0.12 2540 100 66
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OPERATION

Aluminum Flow rates - Ipm/scfh
H35 Plasma / N, Shield Hee | M
Preflow 0/0 113/240
200 A Cutting Cutflow 34/72 | 907190

220637 220762 220759 220346 220342 220307 220340
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting |  Initial Pierce  |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
10 152 4400 0.3
Ha N 3 3 3 12 150 5 3800 0.0 o 0.4
5 2 17 4 7 4 15 4 3000 . 14 05
20 159 1450 0.6
English
Select Set Set Material Arc | Torch-to-Work | Cutting |  Initial Pierce | Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma | Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
3/8 152 180 0.3
1/2 140 0.4
H35 N, 17 43 73 43 150 0.250 0.350 140
5/8 110 0.5
3/4 159 70 0.6
Marking
Amperade Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 25 | 0.10 6350 250 140
Ar N, 30 10 30 10 20 3.0 0.12 2540 100 66
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OPERATION

Aluminum Flow rates - Ipm/scfh
H35 and N, Plasma / N, Shield Hee | M
Preflow 0/0 121/ 256
200 A Cutting Cutflow 13/27 | 1267267
W\ o AN\
P @IP =
220637 220762 220759 220346 220342 220307 220340
Metric
. . - Pierce
Select Set Set Material Arc | Torch-to-Work| Cutting| Initial Pierce Dela
Gases Preflow Cutflow Thickness | Voltage| Distance | Speed Height Tim g
Plasma| Shield [Plasma| Shield [Plasma| Shield Mix Mix mm Volts mm mm/m | mm |Factor %|Seconds
Gas 1| Gas 2
10 4000 0.3
158
12 3650 0.4
H35 | N, 17 44 73 44 42 20 6.4 9.0 140
15 162 2450 0.5
20 170 1050 0.6
English
k . N Pierce
Select Set Set Material | Arc |Torch-to-Work| Cutting| Initial Pierce Dela
Gases Preflow Cutflow Thickness | Voltage| Distance Speed Height Timezl
. . ! Mix Mix . . . .
Plasma| Shield |Plasma| Shield |Plasma| Shield in Volts in ipm in  |Factor %|Seconds
Gas 1| Gas 2
3/8 160 0.3
158
1/2 140 0.4
H35 N, 17 44 73 44 42 20 0.250 0.350| 140
5/8 162 80 0.5
3/4 170 50 0.6
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 2.5 0.10 6350 250 140
Ar N, 30 10 30 10 20 3.0 | 0.12 2540 100 66
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OPERATION

Aluminum Flow rates - Ipm/scfh
. . N A
N, Plasma / Air Shield 2 all
Preflow 125/ 265 0/0
260 A Cutting Cutflow 507105 | 1137240

g )

220637 220763 220758 220406 220405 220307 290340
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce | Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
6 172 7900 0.2
6.4 9.0 140
10 171 4930 0.4
12 164 4290 0.5
15 165 3330 8.0 200 06
20 171 1940 '
N, Air 12 49 74 56
25 177 A, 1440 11.0 260 0.8
32 191 ' 940
38 195 520
Edge start
44 202 320
50 205 215
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce | Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
1/4 172 300 0.2
0.250 0.350 140
3/8 171 200 0.4
1/2 164 160 0.5
5/8 165 120 | 0.320| 200 06
, 3/4 171 80 '
N, Air 12 49 74 56
1 177 55 0.420 | 260 0.8
0.160
1-1/4 190 40
1-1/2 195 20
Edge start
1-3/4 202 12
2 205 8
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 25 | 0.10 | 6350 250 120
Ar N, 30 10 30 10 20 3.0 | 0.12 2540 100 63

HPR400XD Auto Gas Instruction Manual 4-67



OPERATION

Aluminum Flow rates - Ipm/scfh
H35 Plasma / N, Shield Hee | M
Preflow 0/0 127 /270
260 A Cutting Cutflow 33/70 1187250

B )

220637 220763 220758 220406 220405 220307 220340
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma | Shield | Plasma | Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
6 11.0 7200 | 11.0 0.2
170 100
10 10.0 6120 | 10.0 0.4
12 162 5160 0.5
15 163 3720 8.5 110 06
20 166 2230 '
H35 N, 12 49 76 58
25 174 - 1930 | 11.0 150 0.8
32 175 : 1510
38 176 1150
Edge start
44 183 670
50 190 390
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield |Plasma| Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
1/4 0.450 280 | 0.450 0.2
170 100
3/8 0.400 250 | 0.400 0.4
1/2 162 190 0.5
5/8 163 130 0.330 110 06
3/4 166 90 '
H35 N, 12 49 76 58
1 174 75 0.450 | 150 0.8
0.300
1-1/4 175 60
1-1/2 176 45
Edge start
1-3/4 183 25
2 190 14
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 18 25 | 0.10 6350 250 120
Ar N, 30 10 30 10 20 3.0 | 0.12 2540 100 63
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OPERATION

Aluminum
N, Plasma / Air Shield
400 A

Flow rates - Ipm/scfh

N, Air
Preflow 42 /90 146 /310
Cutflow 68/ 144 103/219

@ I —>

220637 220707 220712 220708 220405 220709 220571
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma| Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm |Factor %| Seconds
12 155 4480 0.4
15 159 88 3770 125 330 0.5
. 20 163 2740 18.0 440 0.6
Ny Air 30 50 70 31 25 169 1850 0.7
30 175 4.1 1410
40 188 810 Edge start
50 206 410
English
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma | Shield | Plasma| Shield | Plasma | Shield in Volts in ipm in  |Factor %| Seconds
1/2 155 015 170 05 . 0.4
5/8 159 140 0.5
163 115 0.6
3:4 169 70 0.7 440 0.7
N Ai 30 50 70 31 -
2 " 1-1/2 177 016 50
1-1/2 178 ' 35 Edoe start
1-3/4 198 25 9
2 206 16
Marking
Ambperade Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 22 25 | 0.10 1270 50 94
Ar N, 30 10 30 10 24 3.0 | 0.12 2540 100 50
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OPERATION

Alumlnum Flow rates - Ipm/scfh
H35 Plasma / N, Shield H35 N,
Preflow 0/0 189/ 400
400 A Cutflow 867182 | 1237260

@ )W —r>

220637 220707 220712 220708 220405 220709 220571
Metric
Select Set Set Material Arc | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma | Shield | Plasma| Shield | Plasma| Shield mm Volts mm mm/m | mm [Factor %| Seconds
20 170 2420 | 135 150 0.7
25 175 1820 1.0
30 177 1590 18.9 210 1.5
H35 Ny 30 45 86 45 40 180 9.0 1190 20
50 188 790
60 200 450 Edge start
70 208 310
80 210 210
English
Select Set Set Material Arc_ | Torch-to-Work | Cutting | Initial Pierce |Pierce Delay
Gases Preflow Cutflow Thickness | Voltage Distance Speed Height Time
Plasma | Shield | Plasma| Shield | Plasma| Shield in Volts in ipm in  |Factor %| Seconds
3/4 170 100 0.53 150 0.7
1 175 70 1.0
1-1/4 177 60 0.74 210 1.5
1-1/2 180 50 2.0
H35 N, 30 45 86 45 1-3/4 184 0.35 40
2 188 30
2-1/4 200 20 Edge start
2-1/2 208 15
3 210 10
Marking
Torch-to-Work Marking Arc
Select Set Set Amperage | = niance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 22 25 | 0.10 1270 50 94
Ar N, 30 10 30 10 24 3.0 | 0.12 2540 100 50
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OPERATION

Aluminum
H35 and N, Plasma / N, Shield
400 A

Flow rates - Ipm/scfh

H35 N,
Preflow 0/0 194/ 410
Cutflow 36/77 | 194/410

220637 220707 220712 220708 220405 220709 220571
Metric
- : o Pierce
Select Set Set Material | Arc | Torch-to-Workl Cutting| Initial Pierce Dela
Gases Preflow Cutflow Thickness| Voltage| Distance | Speed Height Timey
. . A . Mix Mix
Plasma| Shield |Plasma Shield|Plasmg Shield mm Volts mm mm/m| mm | Factor % Secondg
Gas 1| Gas 2
12 155 5190 0.4
15 157 4710 0.5
40 4.6 14
20 159 3620 0.7
300
25 166 2620 1.0
30 171 5.3 2170 16 1.5
H35 N, 30 45 88 45 60
40 175 1440 19 2.0
60 50 185 1000
60 195 6.4 450
Edge start
70 200 310
80 208 210
English
- . o Pierce
Select Set Set Material | Arc | Torch-to-Work Cutting Initial Pierce Dela
Gases Preflow Cutflow Thickness| Voltage  Distance | Speed Height Timey
. . . Mix Mix . . . .
Plasma Shield|Plasmg Shield|Plasmg Shield in Volts in ipm in | Factor 9% Seconds
Gas 1| Gas 2
172 155 200 0.4
5/8 157 180 0.5
40 0.18 0.5
3/4 159 150 0.7
300
1 166 100 1.0
1-1/4 171 0.21 80 0.6 1.5
H35 | N, 30 45 88 45 60 1-1/2 175 60 0.8 2.0
1-3/4 180 50
60 2 185 40
0.25
2-1/4 195 20 Edge start
2-1/2 200 15
3 208 10
Marking
Amperage Torch-to-Work Marking Arc
Select Set Set perag Distance Speed Voltage
Gases Preflow Cutflow
Amps mm in mm/min | ipm Volts
N, N, 10 10 10 10 22 25 | 0.10 1270 50 94
Ar N, 30 10 30 10 24 3.0 | 0.12 2540 100 50
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