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& WARNING

EXPLOSION HAZARD - CUTTING WITH ALUMINUM NEAR WATER
Underwater cutting with fuel gases or aluminum can cause an explosion hazard.
m Do NOT cut under water with fuel gases that contain hydrogen.

m Do NOT cut aluminum alloys under water or on a water table, unless you can
prevent the accumulation of hydrogen gas.

Doing so can cause an explosion during cutting system operation. Refer to the Safety and
Compliance Manual (80669C) for more information.

& WARNING

EXPLOSION HAZARD - CUTTING WITH FLAMMABLE OR OXIDIZING GASES

Do not use flammable or oxidizing gases with Powermax systems. These gases can cause
explosive conditions during plasma cutting operations.

An example of an oxidizing gas is oxygen. Examples of flammable gases are acetylene,
propylene, methane, and pure hydrogen. Refer to the Safety and Compliance Manual
(80669C) for more information.

For more information

m  For information about integrating your Powermax® system with a mechanized cutting setup, refer to the
Powermax65/85/105 SYNC Mechanized Cutting Guide (810480).

m  For additional information about your system refer to the Powermax65/85/105 SYNC Operator Manual
(810470).

Download these documents at www.hypertherm.com/docs.

Using the Cut Charts (English)

About the cut charts

The cut charts in this guide are a good starting point. Adjust the variables in the cut charts as needed to get optimal
results for your cutting equipment and environment.
Cut charts are included for the following:

m  Cutting mild steel, stainless steel, and aluminum at 45 A — 105 A with air using standard cutting cartridges

m  Cutting mild steel and stainless steel with air using FineCut cartridges (Hypertherm does not recommend
cutting aluminum with FineCut cartridges)

m  Cutting stainless steel at 45 A — 105 A with F5 using standard cutting cartridges (Hypertherm does not
recommend cutting with F5 using FineCut cartridges)

Hypertherm collected the cut chart data using new cartridges and obeying all requirements
for electric supply, gas supply, and site conditions.

Select the best cartridge for the material you want to cut

Metric material thickness (mm) Optimal cut quality

ﬁ 0.5 1 2 3 5 8 10 12 15 20 25 30 .

_ Near to optimal
FineCut cut quality

45 A Decreased cut

65 A quality or speed

85 A

105 A

English material thickness (in.)

ﬁ . . 1/8 1/4 3/8 1/2 5/8 3/4 1 1-1/4 | 1-1/2
FineCut
45 A
65 A
85 A
105 A

Cut chart elements

The following illustration identifies the elements that are on each cut chart.

Powermax65/85/105 SYNC Cut Charts Guide 810500MU Revision 2 English
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Using the Cut Charts (English]

Sample

[ 1]
Mild Steel - 105 A - Air

428895 ohmic 428936
sensing ring

Metric
Material ~ Cut Initial Pierce Best Quality Highest Production = Kerf
Thickness Height _Pierce Height Delay  Cut Speed Arc Voltage Cut Speed Arc Voltage Width
“ mm mm | mm % seconds mm/min  volts = mm/min | volts mm |‘
6 0.5 3960 143 4880 143 2.2
 E— 6.4 | 200
20 3.2 1.0 790 153 940 152 2.8
40 “ Edge start H 200 172 250 170 | 5.1
English
Material ~ Cut Initial  Pierce Best Quality Highest Production  Kerf
Thickness ~Height  Pierce Height Delay Cut Speed Arc Voltage Cut Speed Arc Voltage Width
“ inches | inches inches| %  seconds in/min volts in/min volts inches”
1/4 0.5 156 143 192 143 | 0.086
1 0.25| 200
3/4 10125 1.0 33 152 40 151 | 0.108
1-1/2 [ Edgestat || o 170 10 | 168 0.183

Gas flow rate - slpm / scth
236 /500 Hot (cutflow)
311/660  Cold (postflow)

Type of metal:
= Mild Steel
= Stainless Steel
* Aluminum

Cut process:
= A = Amperage. The amperage applies to all the settings on that page.

= In FineCut charts, the amperage for each thickness is included in the cut chart.
This guide includes high-speed and low-speed charts. High-speed settings can
give better cut quality and less dross at some thicknesses, if the cutting table lets
you cut at those settings.

Type of gas:

= Air (or nitrogen)

= F5
Use an ohmic sensing ring to connect a mechanized cartridge
to a torch height control (THC) system. Install it on the cartridge

as shown. The 428895 kit includes 3 ohmic sensing rings
(420580).

Metric = Metric measurements
English = English measurements
Material Thickness = Thickness of the workpiece (metal plate being cut).

Cut Height = Distance between the tip of the cartridge and the workpiece during
cutting.

Initial Pierce Height = Distance between the tip of the cartridge and the workpiece
when the torch is fired, prior to descending to the cut height.

Pierce Delay = Length of time the plasma arc remains stationary at the pierce height
while it cuts through the workpiece.

Best Quality (Cut Speed and Arc Voltage*) = Settings that provide the starting
point for finding the best cut quality (best angle, least dross, best cut-surface
finish). Adjust the speed for your application and cutting system to get the
desired result.

Highest Production (Cut Speed and Arc Voltage*) = Settings that increase cut
speeds 20% — 30%. These speeds give an increased number of cut parts but
not necessarily the best possible cut quality.

Kerf Width = Width of material removed by the cutting process. The kerf widths are
for reference only. Hypertherm got them using the “Best Quality” settings.
Differences between installations and material composition can cause actual
results to vary from those shown in the tables.

* For information on how to use arc voltage to control cut height, refer to the

Powermax65/85/105 SYNC Mechanized Cutting Guide (810480).

Units of measurement:
* mm = millimeters
= O = percentage
= seconds
= mm/min = millimeters per minute
= volts
= inches
* in/min = inches per minute
= A = amperage (FineCut charts)

Edge start = Start the cut from the edge of the workpiece.

Each cut chart lists hot and cold gas flow rates.
= slpm = Standard liter per minute
= scfh = Standard cubic feet per hour

Hot (cutflow) = Plasma arc is on, and there is a steady flow of
gas while cutting.

Cold (postflow) = Plasma arc is off, and there is a steady flow
of gas for several seconds after the cut completes. This
flow rate also applies for gas test mode.

English

Revision 2
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{EHLTE% ( /& & X / Simplified Chinese)

£FEE
= H B ETIEIZRA . JHIIRIX Ho &R == B TIE IZ=, AR E N A= Ik N
O =S AT T R AT BME A B TS B . EATARIEEERERETNSE, MBI MRS &S
SRS R R
HRHEREY — 7EKBHEIEISEH JUV T —
158 PR S PR T K T U8 3k U BI4EM T BE S BB KE B G BATE MRIAIR e s
R n  7E45A ~ 105 A TASE RS SHMRE R SIS KRS, R Rt
‘ . . 25458 FZ S0 FineCut HIEI T EMERNAIR EEREWE A FineCut IR EIE| — k= thife Bk
T LS AR B0 e S LR A . £%§$M?$|munﬂ%nﬂﬁﬁx%$7%%(ﬁiTLuﬁ%|munﬁmﬂﬁ S bR
MAET ERE, IEIRSG/EWHEATRES|IBE. AXFEMEFE, BESH n (B AR — R SRR B TR F5 75 45 A ~ 105 A I3 S THIEIASGHN CEEAEWER
Safety and Compliance Manual (Z&FEHETFH) (80669C). FineCut J#R {151 — A=t bk ZIBEHETR F5 HEATEIEI)
BE BEHTBGWETIEIRIE, FEEKSESEFRBEEXME. 4 S&40
A %% BEEXK.
BRI — MBS TR ARRESFIRTHDRS
gﬁ;f';owermax REHRERASBEENSIEK. EEBFIEMENERE , XLESEKR]EESTMK AHEEEEE (mm) BEVEEE
asrre ﬁ 0.5 1 2 3 5 8 10 12 15 20 25 30
SRERENSAZ—. BRSENHITEETR. A, RENASS. BXEMARES, : BEREYEER
BB 7 Safety and Compliance Manual { & & F17EEFF M) (80669C). FineCut i
45 A
-~ YIEI R 2ok iE EFER
85 A
FRiEAEE p—
n  WE TR Powermaxs 245t SHLAYIZIREHITE S, 1551 Powermax65/85/105 SYNC

Mechanized Cutting Guide {tl FHY]E1157) (810480).
s BXENZRZNEZIES, 1537 Powermax65/85/105 SYNC Operator Manual {I2{EFM) (810470).

HHIHHEE (32F)
3/8 | 1/2 | 5/8 | 3/4 | 1 [1-1/4|1-1/2

AT/ 18] www.hypertherm.com/docs TS &{iX LE 3044 o

45 A
65 A
85 A
105 A

PIEIREMRE D
THATEEIH T KB R EOBERIARET .
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& /LT 23 (/& K5 X Simplified Chinese)

H#ZE

[ 1]
Mild Steel - 105 A - Air

428895 ohmic 428936
sensing ring
eMetric
Material ~ Cut Initial Pierce Best Quality Highest Production | Kerf b
Thickness Height _Pierce Height Delay  Cut Speed Arc Voltage Cut Speed Arc Voltage Width
“ mm mm | mm % seconds mm/min  volts = mm/min | volts mm |‘
6 0.5 3960 143 4880 143 2.2
6.4 | 200
20 3.2 1.0 790 153 940 152 2.8
40 “ Edge start H 200 172 250 170 | 5.1
English
Material ~ Cut Initial  Pierce Best Quality Highest Production  Kerf
Thickness ~Height  Pierce Height Delay Cut Speed Arc Voltage Cut Speed Arc Voltage Width b
“ inches | inches inches| %  seconds in/min volts in/min volts inches”
1/4 0.5 156 143 192 143 | 0.086
0.25| 200
3/4 10125 1.0 33 152 40 151 | 0.108
1-1/2 [ Edgestat || o 170 10 | 168 0.183

Gas flow rate - slpm / scth
236 /500 Hot (cutflow)
311/660  Cold (postflow)

@ hxm:

L (37
» FHEW
- $8
PEITE:
A= REH REHIZEERTZTHNEBBIRE.
» # FineCut &4, JIH THYIBIRFPEMEEN W EEH . AEmEa5EM

YRR ORISR LEZEMME, MRYRNR IR LR E THITE)
B, SRREFRSVEIREFRDBEE.

S

- WS (HES)
- F5

{35 FAERUB R R B SRS L R SKE 22 2 2 MBI S 2% 88 (THC) ¢
R MEMR, HEZER L E. 428895 EHEE 34
BX iR IR (420580)0

Metric = 2%

English = 3

Material Thickness = T (F{]1EIHNEER) WEE.
Cut Height = {JEIHiE] 1B B0 5 TH- Z BIAYEEE -

Initial Pierce Height = £/ E s AR, ETEEIYEISEZA,
PIEI G oed 5 T4 EHEEES .

Plerce_JLDeIay EFITHNERER, FEFIEFISEMERIFFIEKEN
B 18]

Best Quality (Cut Speed #1 Arc Voltage*) = AIHRESRETEIRE
(RERAE. ROBE. REVEIRELEE) NESIRE.
BRBEHNBAEIZ ARG FEERE, AR THFENTEIRE.

Highest Production (Cut Speed #1 Arc Voltage*) = R[I§JE|EE
20% ~ 30% HJIZE. XLEHELET, YIEMNEGHESEM, 1E|J£JJ§'JE’]
REXRNEE.

Kerf Width = B{JEI TZ XRHMBITEE. BEEENESE. B BEER
Best Quality (HZERE) REFHXLER. PIERFMTEMBRIHE
FARSHLGRERERPERAMTE.

Y ME TR AME RIUEREZESIVIEIS E, 1§51 Powermax65/85/105 SYNC
Mechanized Cutting Guide (#lFAY]EI#ER) (810480).

e & B4
mm = X
-%=Eﬁw

« seconds = )

 mm/min = X / 74§F

= volts = {K4F

* inches = ZE~f

= in/min = <}/ 545

= A=ZEH (FineCut &)
Edge start = )\ L0 & F AR TIE .

(4] FRPIBRYIE TARREKRE.
« slpm = S5 MR EFE
« scfh = §/\MFREIFER
Hot (cutflow) = £EFIlE2H/E, FEVEINERESR.

Cold (postflow) = £ FIE XA, FHEYEIZHREHIL
MR ERESK. EREREERTSENKER.
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EFL 5% (EMH X / Traditional Chinese)

e
OAES ATHBENEEYE  BrPAEEINYER, SESREPARTNEY  TAUIRERIBEEINEE
LR,
_ K 2|
RRMBRMIEIDETN T DR EER LR B45A- 105 A TR , ERABEDSRIENROSERE, THOANE
n UERSESRNRNREETK T, - B S PR RTRIE A AR R R A, A

n £/ FineCut BB LA R YIEE TR 8 & T ( Hypertherm FEZEME A FineCut Y1EIRRELIEIEEM )

" PORETNBLARRR  AADAEK FAIKLDRES 2 B 45A - 105A B3R , BEFIAEVEIFT F5 AIRITFHE ( Hypertherm FABEM FineCut HIHIFHLL
EYEIRBETH MMM TRES 5 RIRIE, FFSB Safety and Compliance Manual - F5 iﬁﬁlﬂﬁﬂ) = TR i # (Hypertherm ’ sttt

( B2 AZEHEREFF)(80669C) , BAEZEN,

Hypertherm A #EIEW S B REE BB FEHHE, HRNRSEAEOFAEER,

A B4 AEEVRNMRRERENSIE
NEIMBEE (mm) BEVERE
_ &
RERR Em%mmgfbﬁﬂw = _ ﬁ 0.5 1 2 3 5 8 10 12 15 20 25 30
B1E Powermax Rl B IEASRIELRE. EERBEUREETER FUIRMEHR . T
2|2 AR e, FineCut
Bl ERBAGLRBN—E. SMIRIEZR, 7T . PR REER. 526 45A
Safety and Compliance Manual (%% . Z #2815 F 7| 80669C) ,BREEZLEH. 65 A
85A
105 A
EHFRE
n BEEHESZENIE Powermax® RIKBSEMAVIBIREFE FFHE Powermax65/85/105 SYNC HEBERE ()
Mechanized Cutting Guide (#/Ft72/#5/2) (810480). ey o Toa T 12| o8 | on | 1 Tooal 11
n EEEHESHARRNEESE 528 Powermax65/85/105 SYNC Operator Manual (FR1EFHH) FineCut
(810470), ineCu
45 A
SETE AL © www.hypertherm.com/docs T~ BRIE L 3244, 65 A
85A
105 A
PEIRTH

TEERESRIEIR LN TH.
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ZF 85 (M F X/ Traditional Chinese)

7

[ 1]
Mild Steel - 105 A - Air

428895 ohmic 428936
sensing ring
eMetric
Material ~ Cut Initial Pierce Best Quality Highest Production | Kerf b
Thickness Height _Pierce Height Delay  Cut Speed Arc Voltage Cut Speed Arc Voltage Width
“ mm mm | mm % seconds mm/min  volts = mm/min | volts mm |‘
6 0.5 3960 143 4880 143 2.2
6.4 | 200
20 3.2 1.0 790 153 940 152 2.8
40 “ Edge start H 200 172 250 170 | 5.1
English
Material ~ Cut Initial  Pierce Best Quality Highest Production  Kerf
Thickness ~Height  Pierce Height Delay Cut Speed Arc Voltage Cut Speed Arc Voltage Width b
“ inches | inches inches| %  seconds in/min volts in/min volts inches”
1/4 0.5 156 143 192 143 | 0.086
0.25| 200
3/4 10125 1.0 33 152 40 151 | 0.108
1-1/2 [ Edgestat || o 170 10 | 168 0.183

Gas flow rate - slpm / scth
236 /500 Hot (cutflow)
311/660  Cold (postflow)

cEEA:
o (KBS
. TiH#
- #8
PEIFRRE:
- A=REE, ZEEALNFERERBLEE.
« £ FineCut &4  BEEENZEHEE IR EVNIRYP, AiEEaFESENK
EER. MRVEASAFCEELRETETUE  AESRZETURMRERT
WYEIRE W EREEE TR A,

REES:

- ER(RAR)
- F5
5 A IR BRSO R BRI AR B AUE B B R A% (THC) )

iR WEIFFR  SHEHLZEEZE L, 428895 EHEHE 3 AR
1R FEIR (420580),

Metric = 2\ &IAIEE (W

English = Z B &8
Material Thickness = TH#HEE ( HYEINEBRA ).
Cut Height = Y7 #Y ZXE TE % 82 T 4 2 B 89 BE 8.

Initial Pierce Height = E A BRI ( EREZVEISER ) &,
BB TER B T 2 IRV BE

Pierce Delay = £YIZF THHNBEF , SHTIIHEREFASERSFLNEER
E.

Best Quality ( Cut Speed M Arc Voltage* ) = SR REZIRERKREBNRE
(REAE. BRIVBE. REVIRERE ), TeHENERRYIIRFE
THRE  LNEIZFENRR,

Highest Production ( Cut Speed # Arc Voltage* ) = 1#10 20% — 30% t1ZEEE
WRRE. ELHEETEMPIZHNEYE , EBREFTRKRFEVNEMRE,
Kerf Width = 1 EIRRFREBRHOMBEE, BREEEMRSE, Hypertherm 1RE

"Best Quality (RtEME )1 REFTESH. ZERMBRT <BHEER
iR ERERERREIR,

* BRNAFERAZENEREFHZSENER , F28 Powermax65/85/105 SYNC Mechanized

Cutting Guide (Powermax65/85/105 SYNC ##R 1t tT2/#5/% ) (810480).

(3] ABE :

e mm=ZXK
s %=B75L

+ seconds = ¥

« mm/min = S5 EZXRKE
+ volts = R4

+ inches = N}

* in/min = B85 EXENE

« A=%3E (FineCut &)

Edge start = #t T4 i2#&BIRLIE,

BRUEIREIEASBERE,
« slpm =B EEENFH
+ scth= B/ EEEIHER
Hot (cutflow) = E&f 7l , YIEIBREAPEBENIIEIR
.y

Do

Cold (postflow) = E&f F 5@ 7IlEAR |, tIEIZEREBER
BENBERR. LRARELEANTEAIREER,

12
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& VAROVANI

NEBEZPECI VYBUCHU - REZANi S HLINiKEM BLiZKO VODY
Rezani pod vodou hotlavymi plyny nebo hlinikem s sebou nese nebezpedi vybuchu.
m  Pod vodou NEREZTE s hotlavymi plyny, které obsahuiji vodik.

m  Pokud nedokazete zabranit hromadéni vodiku, NEREZTE hlinikové slitiny pod
vodou nebo na vodnim stole.

Timto zplsobem mlze béhem plazmového Ffezani dojit k vybuchu. Podrobné informace
viz Safety and Compliance Manual (Manuél pro bezpe&nost a dodrZovani pfedpisd)
(80669C).

A VAROVANI

NEBEZPECi VYBUCHU - REZANi S HORLAVYMI PLYNY NEBO OXIDUJICiMI
PLYNY

Se systémy Powermax nepouzivejte hoflavé plyny ani oxidujici plyny. Tyto plyny mohou
pfi operacich plazmového fezani vytvorit vybusné prostredi.

Prikladem oxidujiciho plynu je kyslik. Pfikladem hoflavych plynt je acetylen, propylen,
metan a Gisty vodik. Podrobné informace viz Safety and Compliance Manual (Manuél
pro bezpeénost a dodrzovéni pfedpist) (80669C).

Pokud potrebujete vice informaci

Pouzivani tabulek parametrii [Cesky/Czech)

O tabulkach parametrt

Tabulky parametrd v tomto privodci jsou dobrym vychozim bodem. Nastavte proménné v tabulkach parametrt tak,
jak je potreba k docileni optimalniho vysledku fezaciho zafizeni a zivotniho prostredi.
Tabulky parametrd jsou uvedeny pro:

m  fezani nelegované oceli, nerezové oceli a hliniku pfi 45 A — 105 A se vzduchem pfi pouziti standardnich
fezacich naplni,

m fezani nelegované oceli a nerezové oceli a se vzduchem pti pouziti naplni FineCut
(Hypertherm nedoporuéuje fezani hliniku pomoci patron FineCut),

m  Rezani korozivzdorné oceli pti 45 A — 105 A s F5 pomoci standardnich fezacich patron
(Hypertherm nedoporucuje iezani s F5 pomoci patron FineCut).

Spole¢nost Hypertherm shromazdila tabulky parametrd s pouzitim novych naplni a pfi
dodrzeni v8ech pozadavkil na elektrické napajeni, zdroj plynu a podminky na pracovisti.

Zvolte nejlepsi napln pro typ materialu, ktery chcete rezat

Tloustka materialu v metrickych jednotkach (mm)

ﬁ 0,5 1 2 3 5 8 10 12 15 20 25 30

Optimalni kvalita fezu

Témér optimalni

FineCut kvalita rezu
45 A SnizZena kvalita
65 A fezu nebo rychlost
85 A
105 A

Tloustka materialu v anglosaskych jednotkach (palce)

m Vice informaci o tom, jak Ize integrovat vas systém Powermaxe s nastavenim mechanizovaného rezani, 1/8 | 1/4 | 3/8 | 1/2 | 5/8 | 3/4 1 1-1/4(1-1/2
naleznete v Powermax65/85/105 SYNC Mechanized Cutting Guide (Pravodce mechanizovanym fezénim) N
FineCut
(810480).
. 45 A
m  Dalsi informace o Vasem systému naleznete v Powermax65/85/105 SYNC Operator Manual
(Pracovnim manuélu) (810470). 65A
85 A
Dokumenty mizete stahnout na adrese www.hypertherm.com/docs. A
105
Prvky tabulek parametrt
Nasledujici stranka nazorné predstavuje prvky, které naleznete v kazdé tabulce parametrd.
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Pouzivani tabulek parametri [Cesky/Czech)

Ukazka

[ 1]
Mild Steel - 105 A - Air

428895 ohmic 428936
sensing ring
eMetric
Material ~ Cut Initial Pierce Best Quality Highest Production | Kerf b
Thickness Height _Pierce Height Delay  Cut Speed Arc Voltage Cut Speed Arc Voltage Width
“ mm mm | mm % seconds mm/min  volts = mm/min | volts mm |‘
6 0.5 3960 143 4880 143 2.2
 E— 6.4 | 200
20 3.2 1.0 790 153 940 152 2.8
40 “ Edge start H 200 172 250 170 | 5.1
English
Material ~ Cut Initial  Pierce Best Quality Highest Production  Kerf
Thickness ~Height  Pierce Height Delay Cut Speed Arc Voltage Cut Speed Arc Voltage Width b
“ inches | inches inches| %  seconds in/min volts in/min volts inches”
1/4 0.5 156 143 192 143 | 0.086
1 0.25| 200
3/4 10125 1.0 33 152 40 151 | 0.108
1-1/2 [ Edgestat || o 170 10 | 168 0.183

Gas flow rate - slpm / scth
236 /500 Hot (cutflow)
311/660  Cold (postflow)

Typ kovu:
= Nelegovana (uhlikova) ocel
* Nerezova ocel
= Hlinik

Rezaci proces:

= A = Proudova intenzita. Proudova intenzita plati pro vS§echna nastaveni uvedena
na této strance.

= V tabulkach parametrd FineCut je zahrnuta proudova intenzita pro jednotlivé
tloustky. Tento priivodce obsahuje tabulky pro vysoké rychlosti a nizké rychlosti.
Vysokorychlostni nastaveni mGze pfi nékterych tloustkach poskytnout lepsi kvalitu
fezu a méné otfepl, pokud vam fezaci stdl umoziiuje fezat s t€mito nastavenimi.

Typ plynu:

* Vzduch (nebo dusik)

= F5
Ohmicky snimaci krouzek pouzijte pro pfipojeni mechanizované
naplné na systém fizeni vysky hofaku (THC). Nasadte ho na
napli dle zobrazeni. Sada 428895 obsahuje 3 ohmické snimaci
krouzky (420580).

Metric = Metrické jednotky

English = Imperialni jednotky

Material Thickness = Tloustka obrobku (fezana kovova deska).

Cut Height = Vzdalenost mezi hrotem ochranné krytky a obrobkem béhem Fezani.

Initial Pierce Height = Vzdalenost mezi ochrannou krytkou (stinéna) nebo tryskou
(nestinéna) a obrobkem pfi zapaleni hofaku pted poklesem na fezaci vysku.

Pierce Delay = Casovy Usek, b&hem né&ho? je plazmovy oblouk nehybny
v propalovaci vysce, zatimco feze skrz obrobek.

Best Quality (Cut Speed a Arc Voltage*) = Nastaveni slouzici jako vychozi bod pro
nalezeni nejlepsi kvality fezu (nejlepsi uhel, nejméné otfept a nejlepsi provedeni
fezaného povrchu). Pro dosaZzeni pozadovaného vysledku sefidte rychlost
v zavislosti na aplikaci a fezacim systému.

Highest Production (Cut Speed a Arc Voltage*) = Nastaveni, ktera zvysi feznou
rychlost o 20 % — 30 %. Tyto rychlosti pfinesou vy$si pocet vyfiznutych dilli,
ale nutné neznamenaji nejlepsi moznou kvalitu fezu.

Kerf Width = Sitka materialu, ktery je pii fezani odstran&n. Uvedené &itky jsou pouze
informacni. Spole¢nost Hypertherm je ziskala pti pouziti nastaveni ,Nejlepsi
kvalita“. Rozdily mezi jednotlivymi instalacemi a slozenim jednotlivych materiall
mohou zpUsobit odliSnost skute¢nych vysledkd od hodnot uvedenych
v tabulkach.

* Informace o tom, jak vyuzit napéti na oblouku k fizeni vysky fezu, viz
Powermax65/85/105 SYNC Mechanized Cutting Guide (Priivodce mechanizovanym
fezanim) (810480).

e Jednotky méreni:
= mm = milimetry
* % = procentualni hodnota
= seconds = sekundy
= mm/min = milimetry za minutu
= volts = volty
= inches = palce
* in/min = palce za minutu
= A = proudova intenzita (tabulky FineCut)

Edge start = Zacatek rezu od okraje obrobku.

o Kazda tabulka parametr( fezani uvadi pratoky horkého
a studeného vzduchu.

* slpm = standardni litr za minutu
= scfh = standardni krychlova stopa za minutu

Hot (cutflow) = Plazmovy oblouk je zapnuty a pfi fezani plyn
proudi konstantné.

Cold (postflow) = Plazmovy oblouk je vypnuty a plyn proudi
konstantné po dobu nékolika sekund po dokonéeni fezu.
Toto prito¢né mnozstvi plati i pro zkusebni rezim plynu.
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A AVERTISSEMENT

RISQUE D’EXPLOSION — COUPE AVEC DE L’ALUMINIUM A PROXIMITE D'UNE
SOURCE D’EAU

La coupe sous I'eau avec des gaz combustibles ou de I'aluminium peut comporter des
risques d’explosion.

m  Ne PAS procéder a une coupe sous l'eau avec des gaz combustibles contenant
de I'hydrogéne.

m  Ne PAS couper d'alliages d'aluminium sous I'eau ou sur une table a eau,
a moins de pouvoir éviter une accumulation d’hydrogéne.

Cela pourrait causer une explosion pendant le fonctionnement du systéme de coupe.
Consulter le Safety and Compliance Manual (Manuel de sécurité et de conformité)
(80669C) pour en savoir plus.

& AVERTISSEMENT

RISQUE D’EXPLOSION — COUPE AVEC DES GAZ INFLAMMABLES OU OXYDANTS

Ne pas utiliser de gaz inflammables ou oxydants avec les systémes Powermax. Ces
gaz peuvent créer des conditions d’explosion lors des activités de coupage plasma.

L'oxygéne est un exemple de gaz oxydant. L'acétyléne, le propyléne, le méthane
et I'nydrogéne pur sont des exemples de gaz inflammables. Consulter le Safety and
Compliance Manual (Manuel de conformité et de sécurité) (80669C) pour en savoir plus.

Pour obtenir de plus amples renseignements

Pour en savoir plus sur I'intégration du systéme Powermaxe dans une configuration de coupe mécanique,
se reporter au Powermax65/85/105 SYNC Mechanized Cutting Guide (Guide de la coupe mécanique)

Pour obtenir des renseignements supplémentaires sur votre systeme, reportez-vous
au Powermax65/85/105 SYNC Operator Manual (Manuel de I'opérateur) (810470).

Téléchargez ces documents au www.hypertherm.com/docs.

Utilisation des tableaux de coupe (Francais/French)

A propos des tableaux de coupe

Les tableaux de coupe de ce guide représentent un bon point de départ. Adaptez les variables des tableaux de coupe

au besoin pour obtenir des résultats optimaux relativement a votre équipement et a votre environnement de coupe.

Des tableaux de coupe sont inclus pour ce qui suit :

m  La coupe d'acier doux, d'acier inoxydable et d'aluminium de 45 A a 105 A avec de I'air a I'aide de cartouches

de coupe standard

m La coupe d'acier doux et d'acier inoxydable avec de I'air a I'aide de cartouches FineCut
(Hypertherm ne recommande pas la coupe d’aluminium avec une cartouche FineCut)

m  Coupe d'acier inoxydable a une intensité de 45 A a 105 A avec du gaz F5 a I'aide d'une cartouche
de coupe standard (Hypertherm ne recommande pas la coupe au gaz F5 avec une cartouche FineCut)

Hypertherm a recueilli les données des tableaux de coupe en utilisant de nouvelles

cartouches et en respectant toutes les exigences en matiere d'alimentation en électricité

et en gaz ainsi que les conditions du site.

Sélectionner la cartouche qui convient le mieux compte tenu du matériau a couper

Epaisseur du matériau (mm)

ﬁ 0,5 1 2 3 5 8 10 12 15 20 25 30

FineCut
45 A
65 A

Qualité de coupe
optimale

Qualité de coupe
quasi optimale

Qualité de coupe
ou vitesse réduite

85 A

105 A

Epaisseur du matériau (po)

0,02 1/8 1/4 | 3/8 | 1/2 | 5/8 | 3/4 1 11/4 | 11/2

Eléments des tableaux de coupe

L'illustration suivante indique les éléments qui se trouvent dans chaque tableau de coupe.

Powermax65/85/105 SYNC Guide des tableaux de coupe

810500MU Reévision 2 Frangais/French
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Utilisation des tableaux de coupe (Frangais/French)

Echantillon

[ 1]
Mild Steel - 105 A - Air

428895 ohmic 428936
sensing ring
eMetric
Material ~ Cut Initial Pierce Best Quality Highest Production | Kerf b
Thickness Height _Pierce Height Delay  Cut Speed Arc Voltage Cut Speed Arc Voltage Width
“ mm mm | mm % seconds mm/min  volts = mm/min | volts mm |‘
6 0.5 3960 143 4880 143 2.2
 E— 6.4 | 200
20 3.2 1.0 790 153 940 152 2.8
40 “ Edge start H 200 172 250 170 | 5.1
English
Material ~ Cut Initial  Pierce Best Quality Highest Production  Kerf
Thickness ~Height  Pierce Height Delay Cut Speed Arc Voltage Cut Speed Arc Voltage Width b
“ inches | inches inches| %  seconds in/min volts in/min volts inches”
1/4 0.5 156 143 192 143 | 0.086
1 0.25| 200
3/4 10125 1.0 33 152 40 151 | 0.108
1-1/2 [ Edgestat || o 170 10 | 168 0.183

Gas flow rate - slpm / scth
236 /500 Hot (cutflow)
311/660  Cold (postflow)

Type de métal :
= Acier doux
= Acier inoxydable
*  Aluminium

Procédé de coupe :

= A = Intensité de courant. L'intensité de courant s'applique a tous les réglages fournis sur
cette page.

= Dans les tableaux FineCut, I'intensité de courant pour chaque épaisseur est incluse dans
le tableau de coupe. Ce guide comprend les tableaux pour les vitesses élevées et les
vitesses réduites. Les réglages de vitesses élevées peuvent produire des coupes
de meilleure qualité et moins de scories a certaines épaisseurs, si la table de coupe
permet de couper a ces réglages.

Type de gaz :
= Air (ou azote)
= F5
Utiliser une bague de détection ohmique afin de connecter une
cartouche mécanisée a un systéme de dispositif de réglage en hauteur I
de la torche (THC). L'installer sur la cartouche comme illustré. Le kit
428895 comprend trois bagues de détection ohmique (420580).

Metric = Mesures métriques

English = Mesures impériales
Material Thickness = Epaisseur de la piéce a couper (la plaque de métal a couper).
Cut Height = Distance entre 'extrémité de la cartouche et la piéce a couper durant la coupe.

Initial Pierce Height = Distance entre I'extrémité de la cartouche et la piéce a couper lorsque
la torche est activée, avant de descendre a la hauteur de coupe.

Pierce Delay = Temps durant lequel I'arc plasma demeure stationnaire a la hauteur
de pergage pendant qu'il coupe la piéce a couper.

Best Quality (Cut Speed et Arc Voltage*) = Réglages qui constituent le point de départ
permettant d'obtenir une coupe de la meilleure qualité possible (meilleur angle, minimum
de bavures, meilleur fini de la surface de coupe). Ajuster la vitesse en fonction
de I'application et du systéme de coupe pour obtenir le résultat désiré.

Highest Production (Cut Speed et Arc Voltage*) = Réglages augmentant les vitesses
de coupe de 20 % a 30 %. Ces vitesses donnent un plus grand nombre de piéces
coupées sans qu'elles soient nécessairement de la meilleure qualité possible.

Kerf Width = Largeur de matériau enlevé par le procédé de coupe. Les largeurs de saignées
sont indiquées a titre de référence uniquement. Hypertherm les a obtenues avec les
réglages « Best quality (meilleure qualité) ». Les résultats réels peuvent différer de ceux
indiqués dans les tableaux en raison de différences inhérentes aux installations
et a la composition des matériaux.

* Pour obtenir des renseignements sur la maniére d'utiliser la tension de I'arc pour contréler
la hauteur de coupe, consulter le Powermax65/85/105 SYNC Mechanized Cutting Guide
(Guide de la coupe mécanique) (810480).

e Unités de mesure :
.

mm = millimétres
* % = pourcentage
= seconds = secondes
= mm/min = millimétres par minute
= volts = volts
= inches = pouces
* in/min = pouces par minute
= A = intensité (tableaux FineCut)

Edge start = Amorgage de la coupe a partir du bord de la piéce
a couper.

Chaque tableau de coupe indique les débits de gaz chaud et froid.
= slpm = litres standard par minute
= scfh = pieds cube standard par heure

Hot (cutflow) = L'arc plasma est activé et le débit de gaz est stable
pendant la coupe.

Cold (postflow) = L'arc plasma est désactivé et le débit de gaz est
stable pendant plusieurs secondes une fois la coupe terminée.
Ce débit s'applique également au mode de test des gaz.
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& WARNUNG

EXPLOSIONSGEFAHR — SCHNEIDEN MIT ALUMINIUM IN DER NAHE
VON WASSER

Beim Unterwasserschneiden mit Brenngasen oder Aluminium besteht u.
U. Explosionsgefahr.

m  NICHT unter Wasser mit Brenngasen schneiden, die Wasserstoff enthalten.

m  Schneiden Sie Aluminiumlegierungen NUR DANN unter Wasser oder auf einem
Wassertisch, wenn Sie die Ansammlung von Wasserstoffgas verhindern kénnen.

Andernfalls kann dies beim Schneidbetrieb des Gerats zu einer Explosion fiihren. Weitere
Ir_w_formationen finden Sie im Safety and Compliance Manual (Handbuch fiir Sicherheit und
Ubereinstimmung) (80669C).

Verwendung der Schneidtabellen [Deutsch/German)

Uber die Schneidtabellen

Die Schneidtabellen in dieser Anleitung sollen als Richtwert dienen. Die Variablen in den Schneidtabellen kénnen
bedarfsgemaB angepasst werden, um optimale Ergebnisse fiir das Schneidgerat und die Schneidumgebung
zu erzielen.

Es gibt Schneidtabellen fiir Folgendes:

m  Schneiden von unlegiertem Stahl, legiertem Stahl und Aluminium mit 45—105 A, Luft und standardmaBigen
Schneidkartuschen

m  Schneiden von unlegiertem Stahl und legiertem Stahl mit Luft und FineCut-Kartuschen
(Hypertherm empfiehlt nicht, Aluminium mit FineCut-Eins&tzen zu schneiden)

m  Schneiden von legiertem Stahl mit 456—105A, mit F5 und standardmé&Bigen Schneidkartuschen
(Hypertherm empfiehlt nicht, mit F5 und mit FineCut-Eins&tzen zu schneiden)

Hypertherm hat diese Schneidtabellendaten mit neuen Kartuschen ermittelt und alle
Anforderungen hinsichtlich Stromversorgung, Gasversorgung und Standortbedingungen

eingehalten.
A WARNUNG N N | N
Waéhlen Sie den besten Einsatz fiir das Material aus, das Sie schneiden wollen
EXPLOSIONSGEFAHR — UNTERWASSERSCHNEIDEN MIT BRENNBAREN ODER Materialstirke (mm) Optimale
OXIDIERENDEN GASEN ﬁ Schnittqualitat
05 | 1 2 3 5 8 | 10 | 12 | 15 | 20 | 25 | 30 chnittqualita
Verwenden Sie keine brennbaren oder oxidierenden Gase mit Powermax-Geraten. - :
Diese Gase konnen zu explosiven Bedingungen wahrend des Plasmaschneidens fiihren. FineCut Ngh:z:toptlm?tle
chnittqualita
Ein Beispiel fiir ein oxidierendes Gas ist Sauerstoff. Beispiele brennbarer Gase sind 45 A
Acetylen, Propylen, Methan und reiner Wasserstoff. Weitere Informationen finden Sie 65 A Fiering.e_n_’e
im Safety and Compliance Manual (Handbuch fiir Sicherheit und Ubereinstimmung) 85 A Schnittqualitét oder
(80669C). Geschwindigkeit
105 A
Weiterfiihrende Informationen Materialstarke (Zoll)
m  Weitere Informationen zur Integration Ihres Powermaxe-Geréts in eine mechanisierte Schneidkonfiguration 1/8 | 1/4 | /8 | 1/2 | 5/8 | 3/4 1 [1-1/41-172
finden Sie in der Powermax65/85/105 SYNC Mechanized Cutting Guide (Anleitung Mechanisiertes FineCut
Schneiden) (810480). 45A
m  Weitere Informationen zu lhrem System finden Sie in der Powermax65/85/105 SYNC Operator Manual 65 A
(Betriebsanleitung) (810470). 85 A
Sie konnen diese Dokumente hier downloaden www.hypertherm.com/docs. 105 A
Schneidtabellen-Elemente
Die folgende Abbildung zeigt die Elemente, die sich in jeder Schneidtabelle befinden.
Powermax65/85/105 SYNC 810500MU Revision 2 Deutsch/German 17
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Verwendung der Schneidtabellen (Deutsch/German]

Beispiel

[ 1]
Mild Steel - 105 A - Air

428895 ohmic 428936
sensing ring
eMetric
Material ~ Cut Initial Pierce Best Quality Highest Production | Kerf b
Thickness Height _Pierce Height Delay  Cut Speed Arc Voltage Cut Speed Arc Voltage Width
“ mm mm | mm % seconds mm/min  volts = mm/min | volts mm |‘
6 0.5 3960 143 4880 143 2.2
 E— 6.4 | 200
20 3.2 1.0 790 153 940 152 2.8
40 “ Edge start H 200 172 250 170 | 5.1
English
Material ~ Cut Initial  Pierce Best Quality Highest Production  Kerf
Thickness ~Height  Pierce Height Delay Cut Speed Arc Voltage Cut Speed Arc Voltage Width b
“ inches | inches inches| %  seconds in/min volts in/min volts inches”
1/4 0.5 156 143 192 143 | 0.086
1 0.25| 200
3/4 10125 33 152 40 151 | 0.108
1-1/2 [ Edgestat || o 170 10 | 168 0.183

Gas flow rate - slpm / scth

236 /500 Hot (cutflow)
311/660  Cold (postflow)

0 Metallart:

= Unlegierter Stahl
= Legierter Stahl
* Aluminium

Schneidverfahren:
= A = Stromstarke. Die Stromstarkeeinstellung gilt fir alle Einstellungen auf dieser Seite.
= Bei den Angaben fiir FineCut ist die Stromstarkeeinstellung fur jede Starke
in der Schneidtabelle enthalten. Dieser Leitfaden enthélt Tabellen fir hohe und niedrige
Geschwindigkeiten. Einstellungen mit hoher Geschwindigkeit kénnen bei manchen
Stérken eine bessere Schnittqualitét und eine geringere Bartbildung erzielen, wenn
das Schneiden mit diesen Einstellungen mit dem Schneidtisch méglich ist.

Gasart:
= Luft (oder Stickstoff)
= F5
Verwenden Sie einen ohmschen Sensorring, um einen mechanisierten
Einsatz an eine Brennerhhensteuerung (THC) anzuschlieBen. ¢
Montieren Sie den Einsatz wie in der Abbildung gezeigt. Das Set
428895 enthilt 3 ohmsche Sensorringe (420580).

Metric = Metrische MaBe
English = Englische MaBe
Material Thickness = Stirke des Werkstiicks (der zu schneidenden Metallplatte).

Cut Height = Abstand zwischen der Spitze der Kartusche und dem Werksttick wéhrend
des Schneidens.

Initial Pierce Height = Abstand zwischen der Spitze der Kartusche und dem Werksttick,
wenn der Brenner geziindet wird, bevor er auf die Schneidhéhe abgesenkt wird.

Pierce Delay = Verweildauer des Plasmalichtbogens auf der Lochstechhéhe, bevor er das
Werkstiick durchschneidet.

Best Quality (Cut Speed und Arc Voltage*) = Einstellungen, die den Anfangspunkt fiir die
beste Schnittqualitit (bester Winkel und beste Oberflichenschnittgiite bei gleichzeitig
der geringsten Bartbildung) liefern. Zur Erzielung des gewiinschten Ergebnisses miissen
Sie die Geschwindigkeit fiir Inre Anwendung und Ihre Schneidanlage anpassen.

Highest Production (Cut Speed und Arc Voltage*) = Einstellungen, die die
Schnittgeschwindigkeit um 20—-30 % erhthen. Diese Geschwindigkeiten fiihren zwar zur
groBten Anzahl von Schneidteilen, aber nicht unbedingt mit der besten Schnittqualitét.

Kerf Width = Breite des Zwischenraums, der durch das Entfernen von Material durch den
Schneidprozess entsteht. Die Schnittfugen-Breiten dienen als Bezugswerte. Hypertherm
hat sie mit den ,Best Quality (Qualitdtsoptimierungs)“-Einstellungen erhalten.
Unterschiede bei den Installationen und in der Materialzusammensetzung kénnen
dazu fiihren, dass die tatséchlichen Ergebnisse von den in den Tabellen gezeigten
Werten abweichen.

* Weitere Informationen zur Verwendung der Lichtbogen-Spannung zur Steuerung der

Schneidhéhe finden Sie in der Powermax65/85/105 SYNC Mechanized Cutting Guide
(Anleitung Mechanisiertes Schneiden) (810480).

e MaBeinheiten:

mm = Millimeter
* % = Prozentwert
= seconds = Sekunden
= mm/min = Millimeter pro Minute
= volts = Volt
* inches = Zoll
* in/min = Zoll pro Minute
= A = Stromstarke (FineCut-Tabellen)

Edge start = Startet den Schnitt an der Kante des Werkstiicks.

In jeder Schneidtabelle sind die Durchflussmengen fiir heiBe und
kalte Gase angegeben.

= slpm = Standard Liter pro Minute

= scfh = Standardkubikfu pro Stunde

Hot (cutflow) = Der Plasmalichtbogen ist eingeschaltet, und
wihrend des Schneidvorgangs flieBt ein konstanter Gasstrom.

Cold (postflow) = Der Plasmalichtbogen ist ausgeschaltet, und
nachdem der Schneidevorgang abgeschlossen ist, flieBt einige
Sekunden lang ein konstanter Gasstrom. Diese
Durchflussmenge gilt auch fir den Gastestmodus.
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Menggunakan Bagan Pemotongan (Bahasa Indonesia/lndonesian)

4 PERINGATAN

BAHAYA LEDAKAN — MEMOTONG DENGAN ALUMINIUM DI DEKAT AIR

Pemotongan di dalam air dengan gas bahan bakar atau aluminium dapat menimbulkan
bahaya ledakan.

= JANGAN memotong di dalam air dengan gas bahan bakar yang mengandung
hidrogen.

m  JANGAN memotong logam campuran aluminium di dalam air atau di atas meja air,
kecuali jika Anda dapat mencegah akumulasi gas hidrogen.

Melakukan hal tersebut dapat menyebabkan ledakan selama pengoperasian sistem
pemotongan. Silakan merujuk Safety and Compliance Manual (Petunjuk Keselamatan dan
Kepatuhan) (80669C) untuk informasi selengkapnya.

4 PERINGATAN

BAHAYA LEDAKAN — MEMOTONG DENGAN GAS MUDAH TERBAKAR ATAU
BEROKSIDASI

Jangan menggunakan gas mudah terbakar atau beroksidasi dalam sistem Powermax.
Gas jenis ini dapat menyebabkan kondisi mudah meledak selama pengoperasian
pemotongan plasma.

Contoh dari gas yang beroksidasi adalah oksigen. Contoh gas-gas yang mudah terbakar
adalah asetilena, propilena, metana, dan hidrogen murni. Silakan merujuk pada Safety and
Compliance Manual (Petunjuk Keselamatan dan Kepatuhan) (80669C) untuk informasi
selengkapnya.

Untuk informasi selengkapnya

m  Untuk memperoleh informasi tentang cara memadukan sistem Powermax® Anda dengan setelan
pemotongan mekanis, harap merujuk Powermax65/85/105 SYNC Mechanized Cutting Guide
(Panduan Pemotongan Mekanis Powermax65/85/105 SYNC) (810480).

m  Untuk informasi selanjutnya tentang sistem yang Anda miliki, harap merujuk Powermax65/85/105 SYNC
Operator Manual (Powermax65/85/105 SYNC Manual untuk Operator) (810470).

Silakan unduh dokumennya di www.hypertherm.com/docs.

Tentang bagan pemotongan

Bagan pemotongan dalam panduan ini merupakan permulaan yang baik. Sesuaikan variabel dalam bagan
pemotongan sebagaimana diperlukan untuk mendapat hasil yang optimal untuk peralatan dan lingkungan
pemotongan Anda.

Bagan pemotongan digunakan untuk kondisi berikut ini:

m  Memotong baja lunak, baja nirkarat, dan aluminium pada 45 A — 105 A dengan menggunakan udara
dan kartrij potongan standar

m  Memotong baja lunak dan baja nirkarat dengan menggunakan udara dan kartrid FineCut
(Hypertherm tidak menyarankan untuk pemotongan aluminium dengan kartrid FineCut)

m  Memotong baja nirkarat pada 45A — 105A dengan menggunakan F5 dan kartrid potongan standar
(Hypertherm tidak menyarankan pemotongan dengan F5 menggunakan kartrij FineCut)

Hypertherm mengumpulkan data bagan pemotongan menggunakan kartrid baru dan
mematuhi semua persyaratan untuk pasokan listrik, pasokan gas, dan kondisi pabrik.

Pilih kartrid terbaik untuk material yang akan Anda potong

Ketebalan bahan menurut sistem metrik (mm)

ﬁ 0,5 1 2 3 5 8 10 12 15 20 25 30

Kualitas pemotongan
yang optimal

FineCut Kualitas pemotong_an
yang mendekati
45 A optimal
65 A Kualitas atau
85 A kecepatan
pemotongan yang
105 A diturunkan
Ketebalan bahan menurut sistem Inggris (inci)
ﬁ 1/8 1/4 3/8 1/2 5/8 3/4 1 1-1/4 | 1-1/2

FineCut

Bagian-bagian pada bagan pemotongan

llustrasi berikut ini menjelaskan bagian apa saja yang ada pada setiap bagan pemotongan.

Powermax65/85/105 SYNG Panduan Bagan Pemotongan 810500MU Revisi 2 Bahasa Indonesia/Indonesian

19


https://www.hypertherm.com/docs

Menggunakan Bagan Pemotongan (Bahasa Indonesia/lndonesian)

Sampel

[ 1]
Mild Steel - 105 A - Air

428895 ohmic 428936
sensing ring
Metric
Material = Cut Initial Pierce Best Quality Highest Production

Thickness | Height | Pierce Height = Delay  Cut Speed |ArcVnItage

Cut Speed Arc Voltage

“ mm mm | mm % seconds mm/min  volts = mm/min | volts mm |‘
6 0.5 3960 143 4880 143 2.2
] 6.4 | 200
20 3.2 1.0 790 153 940 152 2.8
40 “ Edge start H 200 172 250 170 | 5.1
English
Material  Cut Initial Pierce Best Quality Highest Production ~ Kerf
Thickness ~Height  Pierce Height Delay Cut Speed Arc Voltage Cut Speed Arc Voltage Width
“ inches | inches inches| %  seconds in/min volts in/min volts  inches |‘
1/4 0.5 156 143 192 143 |0.086
1 0.25| 200
3/4 10.125 1.0 33 152 40 151 | 0.108
1-1/2 [ Edgestat || o 170 10 | 168 0.183

Gas flow rate - slpm / scth

236 /500 Hot (cutflow)
311/660  Cold (postflow)

0 Jenis logam:

* Baja Lunak
* Baja Nirkarat
*  Aluminium

Proses pemotongan:

= A = Kuat Arus dalam Ampere. Kuat arus dalam ampere ini berlaku untuk semua
pengaturan pada halaman tersebut.

= Dalam bagan FineCut, kuat arus untuk setiap ketebalan disertakan dalam bagan
pemotongan. Pedoman ini meliputi bagan untuk kecepatan tinggi dan kecepatan
rendah. Pengaturan untuk kecepatan tinggi dapat menghasilkan kualitas
pemotongan yang lebih baik dan terak yang lebih sedikit pada sejumlah
ketebalan, jika meja pemotongan dapat digunakan sesuai pengaturan tersebut.

Jenis gas:
= Udara (atau nitrogen)
= F5

Gunakan cincin sensor ohmik untuk menyambung kartrid
mekanis ke kendali ketinggian kepala las/torch height control
(THC). Pasang cincin tersebut di kartrid seperti ditampilkan.
Kit 428895 meliputi 3 cincin sensor ohmik (420580).

Metric = Ukuran dalam satuan metrik
English = Ukuran dalam satuan Inggris
Material Thickness = Ketebalan bahan (pelat metal yang akan dipotong)

Cut Height = Jarak antara ujung kartrid dengan bahan yang dipotong selama
pemotongan.

Initial Pierce Height = Jarak antara ujung kartrid dengan bahan yang dipotong saat
kepala las dinyalakan, sebelum diturunkan ke ketinggian pemotongan.

Pierce Delay = Lamanya busur plasma berada di ketinggian penembusan tanpa
digerakkan sementara memotong tembus bahan.

Best Quality (Cut Speed dan Arc Voltage*) = Pengaturan yang menghasilkan titik
permulaan untuk kualitas pemotongan terbaik (sudut terbaik, limbah paling
sedikit, hasil permukaan potongan terbaik). Sesuaikan kecepatan untuk aplikasi
dan sistem pemotongan Anda agar mencapai hasil yang diinginkan.

Highest Production (Cut Speed dan Arc Voltage*) = Pengaturan yang dapat
meningkatkan kecepatan pemotongan sebesar 20% — 30%. Kecepatan
semacam ini menghasilkan lebih banyak potongan, namun kualitasnya mungkin
bukan yang terbaik.

Kerf Width = Lebar bahan yang disingkirkan melalui proses pemotongan.
Lebar goresan (kerf width) hanya digunakan sebagai referensi. Hypertherm
mampu menghasilkannya dengan menggunakan pengaturan "Best Quality
(Kualitas Terbaik)". Perbedaan antara pemasangan dan komposisi bahan
dapat menimbulkan hasil riil yang berbeda dari yang ditampilkan di tabel.

* Untuk mendapatkan informasi tentang cara menggunakan tegangan busur untuk mengontrol

ketinggian pemotongan, harap merujuk Powermax65/85/105 SYNC Mechanized Cutting Guide
(Panduan Pemotongan Mekanik) (810480).

e Satuan ukuran:
= mm = milimeter
= O = persentase
= seconds = detik
* mm/min = milimeter per menit
= volts = volt
* inches = inci
* in/min = inci/menit
= A = Kuat Arus dalam Ampere (tabel FineCut)

Edge start = Memulai pemotongan dari ujung bahan yang
akan dipotong.

o Setiap bagan pemotongan menampilkan kecepatan aliran gas
panas dan dingin.
= slpm = Liter per menit standar
= scfh = Kaki kubik per jam standar

Hot (cutflow) = Busur plasma menyala, dan terdapat aliran
gas yang konsisten saat melakukan pemotongan.

Cold (postflow) = Busur plasma mati, dan terdapat aliran gas
yang konsisten selama beberapa detik setelah
pemotongan selesai. Kecepatan aliran ini juga berlaku
untuk mode pengujian gas.
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& AVVERTENZA

PERICOLO DI ESPLOSIONE - TAGLIO CON ALLUMINIO IN PROSSIMITA
DELL’ACQUA

m  NON effettuare tagli subacquei con gas combustibili che contengono idrogeno.

m  NON eseguire il taglio subacqueo o su tavolo ad acqua di leghe di alluminio
a meno che non si possa prevenire I'accumulo di idrogeno.

Cio potrebbe causare un’esplosione durante il funzionamento del sistema di taglio.
Per ulteriori informazioni, fare riferimento al Safety and Compliance Manual
(Manuale sulla sicurezza e la conformita) (80669C).

Il taglio subacqueo con gas combustibili o alluminio pud creare un pericolo di esplosione.

& AVVERTENZA

PERICOLO DI ESPLOSIONE — TAGLIO CON GAS COMBUSTIBILI OD OSSIDANTI

Non utilizzare gas infiammabili od ossidanti con sistemi Powermax. Questi gas possono
comportare condizioni esplosive durante le operazioni di taglio plasma.

Un esempio di gas ossidante ¢ 'ossigeno. Esempi di gas infiammabili sono acetilene,
propilene, metano e idrogeno puro. Per ulteriori informazioni, fare riferimento
al Safety and Compliance Manual (Manuale di sicurezza e conformita) (80669C).

Per ulteriori informazioni

m  Per informazioni sull'integrazione del sistema Powermax® in uso con una configurazione
di taglio automatizzato, vedere la Powermax65/85/105 SYNC Mechanized Cutting Guide
(Guida al taglio meccanizzato) (810480).

m  Per ulteriori informazioni sul sistema, vedere il Powermax65/85/105 SYNC Operator Manual
(Manuale dell’operatore) (810470).

Scaricare questi documenti all'indirizzo www.hypertherm.com/docs.

Utilizzo delle tabelle di taglio (Italiano/Italian)

Informazioni sulle tabelle di taglio

Le tabelle di taglio in questa guida servono a fornire un buon punto di partenza. Adattare le variabili nelle tabelle
di taglio in base alle esigenze per ottenere risultati ottimali per I'ambiente e le apparecchiature da taglio.

Sono incluse tabelle di taglio per:

Taglio di acciaio al carbonio, acciaio inox e alluminio a 45 A — 105 A con aria utilizzando cartucce di taglio
standard

Taglio di acciaio al carbonio e acciaio inox con aria utilizzando cartucce FineCut
(Hypertherm non raccomanda il taglio dell’alluminio con cartucce FineCut)

Taglio di acciaio inox a 45 A — 105 A con gas F5 utilizzando cartucce di taglio standard
(Hypertherm non raccomanda il taglio con gas F5 utilizzando cartucce FineCut)

Hypertherm ha raccolto i dati della tabella di taglio utilizzando nuove cartucce e rispettando
tutti i requisiti per I'alimentazione elettrica, I'alimentazione del gas e le condizioni del sito.

Selezionare la cartuccia piu appropriata per il materiale che si desidera tagliare

ﬁ 0,5 1 2 3 5 8 10 12 15 20 25 30

Spessore del materiale (mm)

Qualita di taglio

ottimale
FineCut Qualita di taglio
45 A quasi ottimale
65 A Qualita o velocita
di taglio ridotta
85 A
105 A

ﬁ 1/8 1/4 3/8 1/2 5/8 3/4 1 1-1/4 | 1-1/2
FineCut

Spessore del materiale (pollici)

Elementi della tabella di taglio

La seguente illustrazione identifica gli elementi che si trovano su ciascuna tabella di taglio.

Powermax65/85/105 SYNG Guida alle tabelle di taglio 810500MU Revisione 2 Italiano/Italian
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Utilizzo delle tabelle di taglio (Italiano/Italian)

Campione

[ 1]
Mild Steel - 105 A - Air

428895 ohmic 428936
sensing ring
eMetric
Material ~ Cut Initial Pierce Best Quality Highest Production | Kerf b
Thickness Height _Pierce Height Delay  Cut Speed Arc Voltage Cut Speed Arc Voltage Width
“ mm mm | mm % seconds mm/min  volts = mm/min | volts mm |‘
6 0.5 3960 143 4880 143 2.2
 E— 6.4 | 200
20 3.2 1.0 790 153 940 152 2.8
40 “ Edge start H 200 172 250 170 | 5.1
English
Material ~ Cut Initial  Pierce Best Quality Highest Production  Kerf
Thickness ~Height  Pierce Height Delay Cut Speed Arc Voltage Cut Speed Arc Voltage Width b
“ inches | inches inches| %  seconds in/min volts in/min volts inches”
1/4 0.5 156 143 192 143 | 0.086
1 0.25| 200
3/4 10125 1.0 33 152 40 151 | 0.108
1-1/2 [ Edgestat || o 170 10 | 168 0.183

Gas flow rate - slpm / scth
236 /500 Hot (cutflow)
311/660  Cold (postflow)

0 Tipo di metallo:

= Acciaio al carbonio
= Acciaio inox
= Alluminio

Processo di taglio:

= A = Amperaggio. L'amperaggio si applica a tutte le impostazioni indicate in quella
pagina.

= Nelle tabelle FineCut, 'amperaggio per ciascuno spessore ¢ incluso nella tabella
di taglio. Questa guida include tabelle di velocita elevata e velocita ridotta.
Le impostazioni di velocita elevata possono offrire una qualita di taglio migliore
e meno bava ad alcuni spessori, se la tabella di taglio consente di tagliare
utilizzando quelle impostazioni.

Tipo di gas:
= Aria (0 azoto)
* F5

Utilizzare un anello di rilevamento ohmico per collegare

una cartuccia meccanizzata a un sistema di controllo di altezza
torcia (THC). Installarlo sulla cartuccia come mostrato.

Il kit 428895 include 3 anelli di rilevamento ohmico (420580).

Metric = Misurazioni con il sistema metrico
English = Misurazioni con il sistema imperiale

Material Thickness = Spessore del pezzo in lavorazione (la piastra di metallo
da tagliare).

Cut Height = Distanza tra la punta della cartuccia e il pezzo in lavorazione durante
il taglio.

Initial Pierce Height = Distanza tra la punta della cartuccia e il pezzo in lavorazione
quando la torcia ¢ attivata, prima di scendere all’altezza di taglio.

Pierce Delay = Periodo di tempo in cui I'arco plasma rimane fermo all’altezza
di sfondamento mentre taglia il pezzo in lavorazione.

Best Quality (Cut Speed e Arc Voltage*) = Impostazioni che forniscono il punto
di partenza per identificare la migliore qualita di taglio (migliore angolo, meno
bava, migliore finitura di taglio superficie). Regolare la velocita dell’applicazione
e del sistema di taglio per ottenere il risultato desiderato.

Highest Production (Cut Speed e Arc Voltage*) = Impostazioni che aumentano
le velocita di taglio del 20% — 30%. Queste velocita offrono il maggior numero
di pezzi tagliati, ma non necessariamente la migliore qualita di taglio.

Kerf Width = Larghezza del materiale rimosso dal processo di taglio. Le larghezze
kerf servono solo come riferimento. Hypertherm le ha ottenute utilizzando
le impostazioni di “Best Quality (migliore qualita)”. A causa delle differenze tra
le varie installazioni e della diversa composizione dei materiali, i valori ottenuti
possono variare rispetto a quelli riportati nelle tabelle.

* Per informazioni su come usare la tensione d'arco per controllare I'altezza di taglio, vedere

la Powermax65/85/105 SYNC Mechanized Cutting Guide (Guida al taglio meccanizzato)
(810480).

e Unita di misura:
= mm = millimetri
= % = percentuale
= seconds = secondi

* mm/min = millimetri al minuto

= volts = volt

= inches = pollici

= in/min = pollici al minuto

= A = amperaggio (tabelle FineCut)

Edge start = Iniziare il taglio partendo dal bordo del pezzo
in lavorazione.

0 Ogni tabella di taglio elenca le portate (di flusso) di gas caldo

e freddo.
* slpm = litro standard al minuto
= scfh = piedi cubi standard all'ora

Hot (cutflow) = L'arco plasma & attivato e durante il taglio ¢'¢
un flusso costante di gas.

Cold (postflow) = L'arco plasma ¢ disattivato e al termine del
taglio c’é un flusso costante di gas per diversi secondi.
Questa portata di flusso si applica anche per la modalita
di verifica gas.
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ﬁ 0.5 1 2 3 5 8 10 12 15 20 25 30

: mB X lEZhlTEN,
FineCut Ylr mE

45 A e 113

65 A EEDRD

85 A

105 A

REEMEE (12 7F)

ﬁ . . 1/8 1/4 3/8 1/2 5/8 3/4 1 1-1/4 | 1-1/2
FineCut
45 A
65 A
85 A
105 A

PR ARDERER
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VISR OER L (BA3EE/ Japanese)

il

[ 1]
Mild Steel - 105 A - Air

428895 ohmic 428936
sensing ring
Metric
Material = Cut Initial Pierce Best Quality Highest Production

Thickness | Height | Pierce Height = Delay  Cut Speed |ArcVnItage

Cut Speed Arc Voltage

“ mm mm | mm % seconds mm/min  volts = mm/min | volts
6 0.5 3960 143 4880 143 2.2
6.4 | 200
20 3.2 1.0 790 153 940 152 2.8
40 “ Edge start H 200 172 250 170 | 5.1
English
Material  Cut Initial Pierce Best Quality Highest Production ~ Kerf
Thickness ~Height  Pierce Height Delay Cut Speed Arc Voltage Cut Speed Arc Voltage Width
“ inches | inches inches| %  seconds in/min volts in/min volts  inches |‘
1/4 0.5 156 143 192 143 | 0.086
0.25| 200
3/4 10125 1.0 33 152 40 151 | 0.108
1-1/2 [ Edgestat || o 170 10 | 168 0.183

Gas flow rate - slpm / scth

236 /500 Hot (cutflow)
311/660  Cold (postflow)

@ "roEs:

- Rl
« ATVLA
= 7IVE

7ot X:
s A= T URTE T ORTEIZZOEDESHFREIEARAINE T,

» FineCut @i‘%?i BIREEITOT X7 BISTFRGRICEENTOET,
ZOHA FICIF BREERDF v — bHAFENE T ERE (FVIETmED
=<, tﬂliﬁ#}%T TIVTZDHREIC L ZDTHH TR TNIE. HHEREDEE %
DEVFORATYBTEE T,

HADTESE:

» I7 (FRIEER)

- F5
MR-~y Ik F—FE5E2> bO—JV (THC) ¥R &
F LIRS BTl A — A IOV EFERLE

T EROESICH— M)y IERISITE T ,428895 F v
MlEA—LtEroF) 7 3@EHNEENTVET,

Metric = X — VAR DRIENE

English = REZX (1> F) REDAIEE

Material Thickness = 7—7 E—X ({IiENZLBRM) DESE,
Cut Height = il D A — k) v I DFiHH ST — 7 E— XK TDEEEL

Initial Pierce Height = YIS & £ CRMET BRI b —FH A LIEBRD, A—FU v
DIEIHH ST — 7 E— X E TDEESH,

Pierce Delay = 7— 7 E— X =g 5. T A7
BEREDOERET,

Best Quality (Cut Speed & & U Arc Voltage*) = RaUIRE (REDAE. /RO
A, BREOYMEMLL) #EDIF5 ch@&%ﬁtﬁ%aﬁio HETHEREE
BlclE. FERNRPLUMMEICEDE CREAFAE L T

Highest Production (Cut Speed 35 & U' Arc Voltage*) = tITRE % 20% ~ 30% _EiF
BHE. TNODREIFTTROBEEBMELEITHN. T LERRORELIR
HIBhIrTIEH Y THA

Kerf Width = Yl 7O A TCBREINZMRDIE, H—TIIEBERTY, Hypertherm
I&. Best Quality (REUIKRE) ] RELFEALTIDLSIEBRAEE L, &
BE OMBBRDEWNNC L ST EEOBERIGRITREINTWSREDEIERE S5
EhHVET,

BEZFERL TR T ZHIEY 5 4AEICBEE LT Powermax65/85/105 SYNC
Mechamzed Cutting Guide T¥&HWIVEIMTA A K] (810480) ETEBLEE

— DT ABETHELELTWY

BIE BT
mm= X! X—H)b
s %=/\—thk
= seconds =
mm/min = ) X—N)L/5
= volts = R)U b
inches = 1 > F
in/min = 17 > F /5
» A= 7 UNXT7# (FineCut DX)

Edge start = 7—7 E—XIREH S DYIEFA Z— b,

TNZTNOUMEERISBE S LUATOHAREREZY|ELT
WET,
« slpm =1 2EEEY DEZE v MU
« scth =1 BRISY OZETHT 1+ — MR
Hot (cutflow) = SSRAIT—UDBF T Yihlic—ELiH
DFENDHYET,
Cold (postflow) = 75 X7 — 7 HhA 7T, YD T HBEF
Blchlfc > T—RE LIEARDIREND B Y £, TDRE
HRFARE—FRICHERINET,
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A = & A E(EH=0{/Korean)

=5 3F: (3] EY H2L
Az . % « mm = ZZ|0/&
- YR0IE + seconds = &
Mild Steel - 105 A - Air p—— .« mm/min = 25 2z|0/g
- A= gHol. duoisE siE HOIX|e RE Yol MEELIC " volts ==E
+ FineCut TEOIA 2t =7of it etmlo4+& ME = Eofl T8ie|of YgLich * inches = €I%|
B tolzole 1s U X RET| Q&LICH ™MEHE|0|E20AM 14 Moz * in/min= 24 Qx|
MEst= [o| 7tsotct IS A2 U2 FHM HE FRE « A= 2H0{£(FineCut T X)
THAFIT ERAE ZAAANH = JELICH
Edge start = 7t 3 2 2| of| |0l A HEF AZ.
428895 ohmic 428936 A EE.
sensing ring . BI|(ES =L
- F5
o & ZXI8 Y A8 3ol IS5 StEIXIE Exl £O ]
Metric ZH(THC) A& dZst A AIR. O|RE &1 20|
Material ~ Cut Initial  Pierce Best Quality Highest Production  Kerf FHEZ|X|o| MXI5HMA|I2. 428895 7| Eol= & XIS
Thickness | Height | Pierce Height = Delay  Cut Speed |ArcVn|tage Cut Speed Arc Voltage Width Eo|(420580)0| 370 =& Elo] U&LICH
“ mm mm | mm % seconds mm/min  volts = mm/min | volts mm |‘
6 05 | 3960 @ 143 | 4880 143 | 22
6.4 200
20 3.2 10 790 153 = 940 152 | 28
40 Edge start H 200 = 172 250 @ 170 = 5.
English Metric = O/E{%4 O % YT TEoE Z2 7tA R AR 7ta KO
Material ~ Cut Initial  Pierce ~ Best Quality Highest Production  Kerf p—— FoF Ql&Lict
Thickness ~Height  Pierce Height Delay Cut Speed Arc Voltage Cut Speed Arc Voltage Width English = 0r='= - sipm=2% EZ& 2/H
“ inches | inches inches %  seconds _in/min volts in/min volts | inches |‘ Material Thickness = 7} S = (HEE 5Tl F7. . scfh= AlZtE EZ Qe T|E
1/4 05 | 156 | 143 | 192 & 143 0.086 _ ot ol Tl Slms 7o B
34 o195 02 290 33 152 = 40 | 151 | 0.108 Cut Height = HE Al FtEEIX|o| 23t 7HEE Zhel HEl. Hot (CuﬁI:)VT.) = EE:Z_DEF OEJP 7K Qlond, HE Al
1-1/2 Edgestat__J| 9 170 10 168 0183 Initial Pierce Height = HEH &£ 0|2 LI2{7t7| & E 17t Hate W 7t=2/x| 23t stz FEs 28T
tEE 7hel AHEl Cold (postflow) = Z2tX0} 0} 37} THM YoM, MEH &2
. _ o - _ _ S Hx E0oF 7l A7 2,|_<_= ELICt ol &2F TIA
o Pierce Delay = B2t A0} ot 37} 7+ 222 HEE 1 TofAl ool M Eat =0t F R E SO tA RES| SRLILL Ol RTZ I
= ._ HAE ZEof M2ELCH
ot3 7t HF0o{ U= AlZh
Gas flow rate - slpm / scth
236 /500 Hot (cutflow) Best Quality(Cut Speed®} Arc Voltage*) = =4 o] MEH ZE(Z|4 0| Zt T, %A
311/660 Cold (postflow) gif EJpgel "EE_F EHObFE)E Z7lof HHEE A ’%”.‘:1% M3ste A4,
Hote ZUE US = ULE ST ot HE Al A-HI| HH SEE
TEAAR.
Highest Production(Cut Speed®t Arc Voltage*) = HEt £ 2
20%-30% E0{F= M. o2&t S o= HE IHE =& SC{F X0 BtEA|
M FFo0| 21l A2 ot Lt
Kerf Width = HEt Z 2 M A M MZHE AXHO| L4H|. HE L{H|= oS Lct
Hypertherm “Best Quality(X| £&)" MHO 2 0O £+X|E LU&LICEH
Mx|et HEFES| E& T/l Zk &tolof et AN A7t ZEo| EAIE
Aot E = JaLct
* MH 20|18 2Hst7| ls ot 3 MY E ME5te O RHMIEH HE = Powermax65/85/105 SYNC
Mechanized Cutting Guide (A}& EE! 7} 0/=)810480)& R x5t AAIL.
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& OSTRZEZENIE

NIEBEZPIECZENSTWO EKSPLOZJI — CIECIE ALUMINIUM W POBLIZU WODY

Ciecie pod lustrem wody przy uzyciu gazu paliwowego lub na aluminium moze stworzy¢
zagrozenie wybuchem.

= NIE cig¢ pod lustrem wody przy uzyciu gazéw paliwowych zawierajgcych wodor.

m  NIE cig¢ stopow aluminium pod lustrem wody ani na stole wodnym, jesli nie
wdrozono rozwigzan zapobiegajacych gromadzeniu sie wodoru.

Mogtoby to doprowadzi¢ do wybuchu podczas pracy systemu ciecia. Wiecej informacji
znajduje sie w dokumencie Safety and Compliance Manual (Podrecznik bezpieczeristwa
i zgodnosci) (80669C).

& OSTRZEZENIE

NIEBEZPIECZENSTWO EKSPLOZJI — CIECIE Z GAZAMI PALNYMI LUB UTLENIAJACYMI

Z systemami Powermax nie wolno stosowac¢ gazow palnych ani utleniajgcych.
Moga one wytworzy¢ warunki zagrozenia eksplozjg podczas operacji cigcia plazmowego.

Przyktadem gazu utleniajacego jest tlen. Przyklady gazow palnych to acetylen, propylen,
metan i czysty wodor. Wigcej informaciji znajduje si¢ w dokumencie Safety and
Compliance Manual (Podrecznik bezpieczeristwa i zgodnosci) (80669C).

Dodatkowe informacje

m Informacje na temat integracji systemu Powermaxe z funkcjg ustawienia ciecia zmechanizowanego mozna
znalez¢ w dokumencie Powermax65/85/105 SYNC Mechanized Cutting Guide (Podrecznik ciecia
zmechanizowanego do systemu Powermax65/85/105 SYNC) (810480).

m  Dodatkowe informacje o systemie mozna znalez¢ w dokumencie Powermax65/85/105 SYNC Operator
Manual (Podrecznik operatora systemu Powermax65/85/105 SYNC) (810470).

Dokumenty mozna pobra¢ pod adresem www.hypertherm.com/docs.

Korzystanie z wykresow ciecia [Polski/Polish)

O wykresach ciecia

Przedstawione w tym przewodniku wykresy ciecia umozliwiajg odpowiednie zaplanowanie operaciji ciecia.
Aby uzyskaé¢ optymalne efekty przy uzyciu posiadanego sprzetu ciecia i biezacego srodowiska roboczego,

przedstawione tutaj wartosci mozna modyfikowac.

Przedstawione wykresy cigcia dotycza nastepujacych procesow:

m  Ciecie stali migkkiej, stali nierdzewnej i aluminium z natgzeniem pradu 45—-105 A i z powietrzem za pomoca

standardowych wktadow do ciecia

m  Ciecie stali miekkiej i stali nierdzewnej powietrzem za pomoca wkiadéw FineCut (Hypertherm nie zaleca cigcia

aluminium wktadami FineCut)

m  Ciecie stali nierdzewnej z natezeniem pradu 45—-105 A i gazem F5 za pomocg standardowych wktadow do cigcia

(Hypertherm nie zaleca ciecia wktadami FineCut z zastosowaniem gazu F5)

Firma Hypertherm zgromadzita ponizsze dane ciecia za pomoca nowych wktadéw, spetniajac wszystkie

wymagania dotyczace zasilania elektrycznego, zasilania gazem i warunkow w miejscu eksploatacji.

Wybierz wkitad najlepiej dopasowany do cietego materiatu

Grubos$é materiatu w jednostkach metrycznych (mm)

ﬁ 0,5 1 2 3 5 8 10 12 15 20 25 30

FineCut

45 A

65 A

85A

105 A

Optymalna
jakos¢ ciecia

Jakosé¢ ciecia
zblizona
do optymalnej

Zmniejszona
jakosé lub
szybkos¢ ciecia

Grubosé materiatu w jednostkach imperialnych (cale)

ﬁ 0,02 | 0,06 | 1/8 1/4 3/8 1/2 5/8 3/4 1 1-1/4 | 1-1/2

FineCut

45 A

65 A

85A

105 A

Elementy wykresu ciecia

Ponizsza ilustracja przedstawia elementy znajdujace sig na kazdym wykresie ciecia.

Powermax65/85/105 SYNC Przewodnik po wykresach ciecia 810500MU Wersja 2 Polski/Polish
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Korzystanie z wykresow cigcia [Polski/Polish)

Przykfad

[ 1]
Mild Steel - 105 A - Air

428895 ohmic 428936
sensing ring
eMetric
Material ~ Cut Initial Pierce Best Quality Highest Production | Kerf b
Thickness Height _Pierce Height Delay  Cut Speed Arc Voltage Cut Speed Arc Voltage Width
“ mm mm | mm % seconds mm/min  volts = mm/min | volts mm |‘
6 0.5 3960 143 4880 143 2.2
 E— 6.4 | 200
20 3.2 1.0 790 153 940 152 2.8
40 “ Edge start H 200 172 250 170 | 5.1
English
Material ~ Cut Initial  Pierce Best Quality Highest Production  Kerf
Thickness ~Height  Pierce Height Delay Cut Speed Arc Voltage Cut Speed Arc Voltage Width b
“ inches | inches inches| %  seconds in/min volts in/min volts inches”
1/4 0.5 156 143 192 143 | 0.086
1 0.25| 200
3/4 10125 1.0 33 152 40 151 | 0.108
1-1/2 [ Edgestat || o 170 10 | 168 0.183

Gas flow rate - slpm / scth
236 /500 Hot (cutflow)
311/660  Cold (postflow)

0 Typ metalu:

= Stal miekka
= Stal nierdzewna
*  Aluminium

Proces ciecia:

= A = Natezenie pradu. Ustawienie natezenia pragdu dotyczy wszystkich ustawien
podanych na tej stronie.

= W zastosowaniach FineCut w tabelach danych cigcia jest dostepne ustawienie
natezenia pradu odpowiadajgce poszczegolnym grubosciom. Ten przewodnik zawiera
tabele dotyczace duzych i malych szybkosci. Ustawienia duzej szybkosci moga
zapewni¢ lepszg jakosé cigcia i mniejszg ilo$¢ zuzlu przy niektorych grubosciach,
jesli tylko stot cigcia umozliwia ciecie przy takich ustawieniach.

Typy gazu:
= Powietrze (lub azot)
= F5
Aby potaczy¢ wkiad do obrébki zmechanizowanej z kontrolerem
wysokosci palnika (THC), nalezy uzy¢ pierscienia do wykrywania a
omowego. Nalezy go zamontowa¢ na wktadzie, jak przedstawiono

na rysunku. Zestaw 428895 zawiera 3 pierscienie do wykrywania
omowego (420580).

Metric = Metryczne jednostki miar
English = Anglosaskie jednostki miar

Material Thickness = Grubos¢ elementu obrabianego
(cigtej metalowej plyty).

Cut Height = Odlegtos¢ od koncowki wktadu do elementu obrabianego podczas cigcia.

Initial Pierce Height = Odlegtos¢ od koncowki wktadu do elementu obrabianego
podczas aktywacji palnika, przed jego obnizeniem na wysokos¢ cigcia.

Pierce Delay = Czas, przez jaki fuk plazmowy pozostaje w bezruchu na wysokosci
przebijania przed rozpoczeciem cigcia elementu obrabianego.

Best Quality (Cut Speed i Arc Voltage*) = Ustawienia zapewniajace punkt poczatkowy
do wyznaczenia najlepszej jakosci cigcia (najlepszy kat, najmniejsza ilos¢ zuzlu,
najlepsze wykonczenie cietej powierzchni). Aby uzyskac oczekiwang jakos¢ cigcia,
szybkosc¢ nalezy dostosowac do warunkow ciecia i systemu ciecia.

Highest Production (Cut Speed i Arc Voltage*) = Ustawienia, ktore zwickszajg
szybkosci cigcia 0 20—30%. Wybranie takich szybkosci zapewnia wigkszg liczbe
cigtych czesci, ale niekoniecznie najlepszg mozliwg jakos¢ ciecia.

Kerf Width = Szerokos¢ materiatu usunigtego podczas ciecia. Szerokosci szczelin stuzg
jedynie jako odniesienie. Firma Hypertherm uzyskata je za pomocg ustawien
.Najlepsza jakos¢”. Roznice migdzy poszczegdlnymi instalacjami i sktadem materiatu
moga powodowac, ze rzeczywiste wyniki beda sie rézni¢ od przedstawionych
w tabelach.

* Informacje na temat uzywania napiecia tuku do kontrolowania wysokosci ciecia mozna znalez¢
w dokumencie Powermax65/85/105 SYNC Mechanized Cutting Guide (Podrecznik cigcia
zmechanizowanego) (810480).

e Jednostki miary:

mm = milimetry
= % = procenty
= seconds = sekundy
* mm/min = milimetry na minutg
= volts = wolty
= inches = cale
* in/min = cale na minute
= A = Ampery (wykresy FineCut)

Edge start = Rozpoczynanie cigcia od krawedzi elementu
obrabianego.

Na kazdym wykresie cigcia znajduja sie szybkosci przeptywu
dotyczace goracego i zimnego gazu.

= slpm = standardowy litr na minute

= scfh = standardowe stopy szescienne na godzine

Hot (cutflow) = Ltuk plazmowy jest wigczony, a podczas cigcia
wystepuje ciagly przeptyw gazu.

Cold (postflow) = Luk plazmowy jest wytgczony i przez kilka
sekund po zakonczeniu cigcia utrzymuje sie staty przeptyw
gazu. Szybkosc¢ przeptywu dotyczy rowniez trybu testowania
gazu.
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Como usar as tabelas de corte [Portugués/Portuguese)

Sobre as tabelas de corte

A ADVERTENCIA As tabelas de corte nesse guia sdo um bom ponto de partida. Ajuste as variaveis nas tabelas de corte conforme
necessario para obter os resultados ideais para o seu equipamento de corte e ambiente.

RISCOS DE EXPLOSAO - CORTE COM ALUMINIO PROXIMO A AGUA

Cortes subaquaticos com gases combustiveis ou aluminio podem causar risco
de exploséo. m  Corte de ago-carbono, ago inoxidavel e aluminio a 45 A—105 A com ar usando refis de corte padrao

As tabelas de corte estéo incluidas para:

m  NAO corte sob a agua com gases combustiveis que contenham hidrogénio. m  Corte de ago-carbono e ago inoxidavel com ar usando refis FineCut

% : - . . = a Hypertherm nao recomenda cortar aluminio com cartuchos FineCut
m  NAO corte ligas de aluminio sob a &gua ou em mesas de agua, a ndo ser que (a Hyp )

consiga evitar o acumulo de hidrogénio. m  Corte de ago inoxidavel a 45 A—105 A com F5 usando cartuchos de corte padréo

Fazer isso pode causar uma explosédo durante a operacdo do sistema de corte. (a Hypertherm n&o recomenda cortar com F5 usando cartuchos FineCut)

Consulte o Safety and Compliance Manual (Manual de Seguranga e de Conformidade)

(80669C) para obter mais informacoes A Hypertherm coletou os dados da tabela de corte usando refis novos e obedecendo a todos

os requisitos de alimentagéo elétrica, suprimento de gas e condi¢des do local.

Selecione o cartucho que melhor se adequa ao material que deseja cortar

& ADVERTENCIA

Espessura do material no sistema métrico (mm) Qualidade
RISCO DE EXPLOSAO - CORTE COM GASES INFLAMAVEIS OU GASES OXIDANTES ﬁ 0,5 1 2 3 5 8 10 | 12 | 15 | 20 | 25 | 30 de corte ideal

Qualidade de corte
quase ideal

Nao use gases inflamaveis ou gases oxidantes com os sistemas Powermax. Esses FineCut
gases podem causar condigdes explosivas durante as operagdes de corte a plasma.

, . , C . . . . 454 Menor qualidade de
Um gxemplo de gas o>l<|dantAe & o oxigénio. Exemplos de gases |anarr_1ave|s. acetileno, 65 A SR G v el el
propileno, metano e hidrogénio puro. Consulte o Safety and Compliance Manual
(Manual de Seguranca e de Conformidade) (80669C) para obter mais informagdes. 85A
105 A
Para obter mais informacoes Espessura do material no sistema imperial (pol)
m Para obter mais informagdes sobre como integrar seu sistema Powermax® com uma configuragédo ﬁ 1/8 | 1/4 | 3/8 | 1/2 | 5/8 | 3/4 1 1-1/4 | 1-1/2

de corte mecanizado, consulte o Powermax65/85/105 SYNC Mechanized Cutting Guide
(Guia de corte mecanizado) (810480).

m Para obter mais informacées sobre o sistema, consulte o Powermax65/85/105 SYNC QOperator Manual
(Manual do Operador) (810470). 65 A
85 A

105 A

FineCut
45 A

Faca o download desses documentos em www.hypertherm.com/docs.

Elementos da tabela de corte

A ilustracéo a seguir identifica os elementos presentes em cada tabela de corte.
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Como usar as tabelas de corte [Portugués/Portuguese)

Amostra

[ 1]
Mild Steel - 105 A - Air

428895 ohmic 428936
sensing ring
eMetric
Material ~ Cut Initial Pierce Best Quality Highest Production | Kerf b
Thickness Height _Pierce Height Delay  Cut Speed Arc Voltage Cut Speed Arc Voltage Width
“ mm mm | mm % seconds mm/min  volts = mm/min | volts mm |‘
6 0.5 3960 143 4880 143 2.2
 E— 6.4 | 200
20 3.2 1.0 790 153 940 152 2.8
40 “ Edge start H 200 172 250 170 | 5.1
English
Material ~ Cut Initial  Pierce Best Quality Highest Production  Kerf
Thickness ~Height  Pierce Height Delay Cut Speed Arc Voltage Cut Speed Arc Voltage Width b
“ inches | inches inches| %  seconds in/min volts in/min volts inches”
1/4 0.5 156 143 192 143 | 0.086
1 0.25| 200
3/4 10125 1.0 33 152 40 151 | 0.108
1-1/2 [ Edgestat || o 170 10 | 168 0.183

Gas flow rate - slpm / scth
236 /500 Hot (cutflow)
311/660  Cold (postflow)

0 Tipo de metal:

= Aco-carbono
= Aco inoxidavel
= Aluminio

Processo de corte:

= A = corrente. A corrente se aplica a todos os ajustes apresentados na pagina
em questéo.

= Nas tabelas FineCut, a corrente para cada espessura esta incluida na tabela
de corte. Esse guia inclui tabelas para alta velocidade e baixa velocidade.
Configuragdes de alta velocidade podem proporcionar melhor qualidade
de corte e menos escoéria em algumas espessuras, se a mesa de corte permitir
o corte nessa configuragéo.

Tipos de gas:
= Ar (ou nitrogénio)
- F5
Use um anel de sensoriamento 6hmico para conectar um
cartucho mecanizado a um sistema de controle de altura da C

tocha (THC). Instale-o no cartucho, conforme mostrado. O kit
428895 inclui 3 anéis de sensoriamento 6hmico (420580).

Metric = Medida métrica

English = Medida imperial

Material Thickness = Espessura da pega de trabalho (metal que esta sendo cortado).
Cut Height = Distancia entre a ponta do refil e a pega de trabalho durante o corte.

Initial Pierce Height = Distancia entre a ponta do refil e a peca de trabalho quando
a tocha é disparada, antes da descida até a altura de corte.

Pierce Delay = Tempo em que o arco plasma permanece parado na altura de perfuragéo
enquanto corta a pecga de trabalho.

Best Quality (Cut Speed e Arc Voltage*) = Configuracdes que fornecem o ponto
de partida para alcangar a melhor qualidade de corte (melhor angulo, minimo
de escoria, melhor acabamento da superficie de corte). Ajuste a velocidade
de sua aplicagdo e do sistema de corte para obter o resultado desejado.

Highest Production (Cut Speed e Arc Voltage*) = Configuragées que aumentam
as velocidades de corte em 20%-30%. Essas velocidades geram um maior
numero de pegas cortadas, mas ndo necessariamente com a melhor qualidade
de corte possivel.

Kerf Width = Largura do material removido pelo processo de corte. As larguras
de kerf servem somente para referéncia. A Hypertherm as obtém por meio das
configuragdes de “Best Quality (melhor qualidade)”. As diferengas entre instalagoes
e composigdo do material podem causar resultados reais diferentes dos resultados
apresentados nas tabelas.

* Para informagdes sobre como usar a tenséo do arco para controlar a altura de corte, consulte
o Powermax65/85/105 SYNC Mechanized Cutting Guide (Guia de Corte Mecanizado)
(810480).

e Unidades de medida:
= mm = milimetros
= % = porcentagem
= seconds = segundos
* mm/min = milimetros por minuto
= volts = volts
= inches = polegadas
* in/min = polegadas por minuto
= A = corrente (tabelas FineCut)

Edge start = Iniciar o corte pela borda da pega de trabalho.

o Cada tabela de corte relaciona as taxas de fluxo de gas quente

e frio.
= slpm = litros por minuto padrdo
= scfh = pés cubicos por hora padrao

Hot (cutflow) = O arco plasma esta ativo e ha uma vazéo
constante de gas durante o corte.

Cold (postflow) = O arco plasma esta desativado e ha uma
vazdo constante de gas por varios segundos apos
o término do corte. Essa faixa de fluxo também se aplica
ao modo de teste de gas.
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Hcnonb3oBaHHe TeXHONOTHYECHHUX KapT pe3kH (Pyccunn/Russian)

4 BEPEMUCHb!

OMACHOCTb B3PbIBA: PESKA AJTTOMUHWUA BO3JIE BOAbI

MonsogHas pe3ka C NpUMEeHEeHNeM roprovmnx ra3oB UM pe3xka aJloMMHUA MOXET
npmuBeCTM K BOSHMKHOBEHMIO ONaCHOCTK B3pbiBa.

m  3AlPELLAETCA BbinonHATL NOABOAHYIO PE3KY C MPUMEHEHMEM FOPHOYMX Fa30B,
cofepHallmx BOAOPOA.

m  [Ipy HEBO3MOKHOCTH HE JONYCTUTL CKonneHua Bogopona SAMNPELLAETCA
NPOBOAWTL PE3KY atOMUHWEBbBIX CMIABOB MO, BOAOM UKW Ha BOOAAHOM CTOJE.

OT0 MOXKET NMPUBECTH K B3pPbIBY NpuK paboTe cucTeMbl pe3ku. [JononHWTenbHble CBEAEHUA
cM. B fokymeHTe Safety and Compliance Manual (PyxosoacTso rno 6esonacHocTv
m coorserctauto) (80669C).

4 BEPEMUCHb!

OMACHOCTb B3PbIBA: PESKA C MPUMEHEHUEM rOPHOYUX UITU OKUCTIAIOLLUX TASOB

C cuctemammn Powermax 3anpeLuaeTca UCMonb30BaTh FOPIOYME MITM OKUCIAIOLLME rasbl.
Ncnonb3oBaHWe 3THX ra30B MOXET MPUBECTU K B3PbIBOOMACHOMY COCTOAHMIO NPH
BbINOSIHEHWK OMNepaLii NNa3MeHHON Pe3KH.

B kauecTBe nprmMepa OKUCNAIOLLErO ra3a MOXHO NPUBECTU KUCOPOA. K roptounm
radamMm OTHOCATCA, B 4YaCTHOCTH, aLLleTUJIEH, NPONUNEH, METaH U YUCTbIN BOAOpPOA.
JononHuTenbHble cBeaeHuA cM. B fokymeHTe Safety and Compliance Manual
(Pyrosoacteo no 6esonacHoctv n coorserctamio) (80669C).

OononHutenbHble CBeAEHUA

m  [lononHuTenbHble cBeAeHWsA 06 Ucnonb3oBaHWM cucTemMbl Powermax® B coctaBe yCTaHOBKM
MEXaHW3WPOBaHHOW Pe3KK CM. B flOKyMeHTe Powermax65/85/105 SYNC Mechanized Cutting Guide
(Pyrosoacteo no mexaHusmposaHHok peske) (810480).

m  [JlononHuTtenbHble cBeaeHus o Bawen cucteme cm. B fokymeHTe Powermax65/85/105 SYNC
Operator Manual (Pyxosogctso oneparopa) (810470).

YKasaHHble JOKYMEHTbI MOXHO 3arpy3uTb ¢ Beb-carta Hypertherm no agpecy:
www.hypertherm.com/docs.

O TexHONOru4yecKmx KapTax pe3KHu

TexHonornyeckre KapTbl Pe3KK, NPUBEAEHHbIE B HACTOALLEM PYKOBOACTBE, MOTYT ObiTb MCMOMb30BaHbl B Ka4ecTBe
XOpOLLUEN OTNPABHOM TOYKM AJ1A HACTPOMKKW NapamMeTpoB paboTbl C cMucTeMaMu. [na nonyyeHna onTumanbHbIX
pe3ynbLTaToB C Y4ETOM MCMONb3yeMOro 060pya0BaHNA U CPeabl PE3KM eCTb BO3MOKHOCTb KOPPEKTUPOBATL
npvBeAEHHbIE B KapTax 3HaYeHu .

npeﬂ.OCTaBﬂeHbl TeXHOoJIorm4ecKkmMe KapTbl pe3KH1 An1A cnegyrlumx npoLeccoB:

m  Peska HM3KOyrnepoamncTon ctanu, HepxasetoLen CTanun U altoMUHKA BO34YXOM Npu cune Toka 45—105 A
C MCMoNb30BaHWEM CTaHAAPTHbIX HABOPOB PacXoAHbIX AeTanen AnA pe3ku

m  Pe3Ka HW3KOYrMepoAMCTON CTalv U HepaBeloLLen CTalin BO34YXOM C UCMOJIb30BaHWeM HabopOoB pacxofHbIX AeTanen
FineCut (Hypertherm He pexkoMeHAyeT MCMONb30BaTL HEPA3LEMHO-KOMIMIEKTHbIE HaBOopbl pacxodHbix aeTanek FineCut
LJ18 PE3KM aNlOMUHMA)

m  Pe3ska Hepasetowern ctanm razom F5 npu cune toka 45—105A ¢ Mcnonb3oBaHWeM CTaHAAPTHBIX
HEepPas3beMHO-KOMIMIEKTHLIX HABOPOB pacxoaHbIx AeTaner ansa pesku (Hypertherm He pekoMeHayeT BLINOMHATL
pesky raszom F5 ¢ ucnonbaoBaHWem HepasbeMHO-KOMMNEKTHLIX HABOPOB pacxoaHsix Aetaner FineCut)

,D,aHHbIe, YKa3aHHbI€ B TEXHONOIMMYECKMNX KapTax pe3Ku, NoJiy4eHbl KOMMNaH1eM Hypertherm
npn NCNonb3oBaHMKU HOBbIX Ha60pOB pacxogHbIX aetanemn U cobniogeHnn Bcex Tpe6OBaHMﬁ
K nogadvye aneKkTponnTtaHna, nogadye rasa U ycrioBMAM Ha MECTE NpoBeaeHUA pa60T.

Bbibop Hanbonee noaxoadAlLero HepasbLeMHO-KOMMIIEKTHOro Habopa pacxoAHbIX AeTanen ana
HY}HOro matepuana

TonwuHa matepuana (Mm) OnTumanbHoe
ﬁ 05 | 1 2 3 5 8 | 10 | 12 | 15 | 20 | 25 | 30 Ha4ecTBO pe3kH
. KauecTBO pe3Ku,
FineCut 6nusKoe
45 A K onTUManbHOMY
65 A KauecTBO Mnu
CKOPOCTb Pe3KH
85 A HUE ONTHUMaNbHOro
105 A YPOBHA
TonwwmHa matepuana (aonmbl)
ﬁ 1/8 1/4 3/8 1/2 5/8 3/4 1 1-1/4|1-1/2

FineCut

OnemeHTbl TEXHONOrMYECKON KapTbl Pe3KH

Ha PHUCYHKE HMHE NOKa3aHbl 3JIEMEHTbI, KOTOPbIE €CTb B Kaxa0M TEXHONOrMYECKOM KapTe pe3Kun.

Powermax65/85/105 SYNC PyKoBOACTBO MO TEXHOMOMMYECKUM KapTam pPe3Ku 810500MU 2-A pepaKkumna Pycckuii/Russian
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Hcnonb3oBaHHe TEXHONOTHYECKHX HapT pe3kH (Pyccknii/Russian)

O6pasey

[ 1]
Mild Steel - 105 A - Air

428895 ohmic 428936
sensing ring
Metric
Material = Cut Initial Pierce Best Quality Highest Production

Thickness | Height | Pierce Height = Delay  Cut Speed |ArcVnItage

Cut Speed Arc Voltage

“ mm mm | mm % seconds mm/min  volts = mm/min | volts mm |‘
6 0.5 3960 143 4880 143 2.2
] 6.4 | 200
20 3.2 1.0 790 153 940 152 2.8
40 “ Edge start H 200 172 250 170 | 5.1
English
Material  Cut Initial Pierce Best Quality Highest Production ~ Kerf
Thickness ~Height  Pierce Height Delay Cut Speed Arc Voltage Cut Speed Arc Voltage Width
“ inches | inches inches| %  seconds in/min volts in/min volts  inches |‘
1/4 0.5 156 143 192 143 |0.086
1 0.25| 200
3/4 10.125 1.0 33 152 40 151 | 0.108
1-1/2 [ Edgestat || o 170 10 | 168 0.183

Gas flow rate - slpm / scth

236 /500 Hot (cutflow)
311/660  Cold (postflow)

0 Bua metanna:

* HU3KOyrnepogucTtas cTalb
* HepKaBsewLlasa cTanb
*  anMWUHUHA

Mpouecc pesku:
= A = cuna ToKa. 3HayYeHWe Curbl TOKA AEMCTBUTENBHO [J1A BCEX HACTPOEK Ha AaHHOM CTpaHuLe.

= B TexHonormyeckux kaptax peskv ana aetanen FineCut ykasaHbl 3HaUeHWA Cynbl TOKa ANA BCEX
BO3MOKHbIX 3HAYEHUI TONLWMHBI 06pabaTbiBaeMoro Matepuana. ATo0 PyKOBOACTBO BK/OYaeT
B cebs TexHoNorM4eckue KapTbl PE3KK KaK AJ1A BbICOKKX, TaK U AN1A HU3KKX CKOpOCTel;L Beicokas
CKOPOCTb Pe3KM MOMeT obecneynTb Gonee BLICOKOE Ka4eCTBO PE3KK M MeHbllee obpasoBaHue
OKanWHbl ANA MaTep1asnos ONPeaeneHHoOM TonwmH (ECNM CTON ANA Pe3Ku NO3BONAeT
MCMONb30BaTb HACTPOWKM BbICOKOM CKOPOCTH).

Bupa raza:

= Bo3gyx (num azor)

- F5
HonbLo OMHYECKOro KOHTaKTa MCMonb3yeTcA AA NOACOeanHEHUA Habopa
pacxoaHbIx AeTaner AnA MexaHM3MPOBAHHOM PE3KKU K CUCTEME PEryNTMPOBKHU ¢
BbICOTbI pe3aKka. YCTaHOBKTE KOMbLO Ha Habop, KaK NokasaHo Ha PUCYHKe.
B komnnekT 428895 exoauT 3 KOnbLIa OMUYECKOro KoHTakTa (420580).

Metric = 3HauyeHunsa B MeTpruecKom cucteme
English = 3HauyeHus B 6putaHcKoM cucteme
Material Thickness = TonwmHa 3arotosku (paspesaemMoro nMcTa MeTanna).

Cut Height = PacctosHue mexay HakoHeYHWKOM Habopa pacXodHbIX AETaNEN U 3arOTOBKOM
B NpoLecce PeskM.

Initial Pierce Height = PaccTtosHne mexay HakoHe4YHWKOM Habopa pacxofHbIx AeTanen
M 3aroTOBKOW B MOMEHT 3aXMUraHus pe3aka 0 onyCKaHMA pe3aKa Ha BbICOTY PE3KH.

Pierce Delay = Bpewms, B TeueHre KOTOpoOro npu paspesaHyin 3aroToBKKW NnasMeHHas ayra
OCTaeTCA Ha BbICOTE MPOXKMUra.

Best Quality (Cut Speed u Arc Voltage*) = HacTpoiiku, KOTopble MOMHO MCMONb30BaTh
B Ka4YeCTBe OTMPaBHOM TOYKM AN1A ONPEAENeHUsA OMNbITHLIM MyTEM B NPOLECcCe AaNbHENLLEN
paBoTbl HAUNYYLLEro KauecTsa Peaku (HaMUNyYLLMIA yros, MUHUMaNbHOE 06pa30BaHUe OKaruHbI,
HaunyyLlee Ka4ecTBO NOBEPXHOCTH peaku). [na nonydeHna Tpebyemoro peaynsrara
HEeO6XOAMMO OTKOPPEKTUPOBATL 3HAYEHWE CKOPOCTH C YY4ETOM NMPOLLECCa U MPUMEHAEMOM
CUCTEMBI.

Highest Production (Cut Speed u Arc Voltage*) = HacTpoiiku, KoTopbie NO3BONAKT NOBLICUTL
CKopocTb peskn Ha 20—30 %%. MNoBbilleHre CKOPOCTH Pe3KK NO3BONAET YBENUYUTL
KOJIMYECTBO Bbipe3aeMblx AeTanewn, HO He Bceraa no3sosiAeT NonyunTb camoe yyllee
KayecTBO PE3KH.

Kerf Width = LLinpuHa matepuana, yaanaemoro B npoLecce pesku. 3Ha4yeHna LUMPHHbLI pa3pesa
B TEXHOMOMMYECKMX KapTax Pe3Kn yKadaHbl MCKIOUUTENBHO B CPaBOYHbIX Lienax. OHu
6binm nonyyeHsl B Hypertherm npu ncnonb3osaHumn HacTpoek «Haunyyluee KavecTso».

B 3aBrcHMMOCTH OT KOHOHIypaLMK CUCTEMBI M COCTaBa MaTepranioB GaKkTUiecKkue
pesynbTaTbl MOryT OT/IMHYATLCA OT YKa3aHHbIX B Tabnuuax.

*

CBaepieHuA 0 TOM, KaKMM 06pa3oM MOMKHO YNpPaBIiATb BLICOTOM PE3KKU NOCPEACTBOM [lyrOBOr0 HANPAKEHUS,
cM. B fokymeHTe Powermax65/85/105 SYNC Mechanized Cutting Guide ( Pyxosoactso
10 MexaHU31pPOBaHHOK pe3Ke ¢ ucronb3osaHnem cuctem) (810480).

e EanHWUBl M3mepeHus:
* MM = MWUIMMETPI
* % = npoueHTHOE 3Ha4YeHHEe
= seconds = CeKyHAbl
= mm/min = MUIIMMETPbI B MUHYTY
= volts = BonbThI
= inches = govimbl
= in/min = goWMbl B MUHYTY
= A = cuna Toka (texHonoruueckue Kaptsl peskm FineCut)

Edge start = 3anyck pe3ku Ha Kpato 3aroToBKH.

o Ha Kak[ooM TeXHONOrMYecKom KapTe pPe3Ku NPUBELEHDI
ZaHHbIE MO CKOPOCTM MOTOKOB FOPAYEro W XONOAHOMO rasa.

= slpm = CraHgapTHble UTPbI B MUHYTY
= scfh = CraHpapTHble kybuueckure dyThl B Hac

Hot (cutflow) = MnasmeHHas ayra BrkntoYeHa, Npy peske
NoAaeTCca CTaburbHLIM MOTOK rasa.

Cold (postflow) = MnasmenHas ayra BoikOYEHa,
MO OKOHYaHWM PE3KM CTabMIbHbIM MOTOK rasa nogaeTca
B TEYEHME HECKOMBKMX CeKyHA. YKasaHHOe 3HaueHue
CKOPOCTHM NOTOKA TaKKe NPUMEHAETCA B PeMmUMe
NpoBepKM rasa.
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4 ADVERTENCIA

PELIGRO DE EXPLOSION — CORTE CON ALUMINIO CERCA DEL AGUA

El corte bajo agua con gases combustibles o aluminio puede provocar un peligro
de explosion.

m  NO corte bajo agua con gases combustibles que tengan hidrégeno.

m  NO corte aleaciones de aluminio bajo agua o sobre una mesa de agua, a menos
que pueda evitar la acumulacion de gas de hidrogeno.

De hacerlo, puede generarse una explosion durante la operacion del sistema de corte.
Para mas informacion, ver el Safety and Compliance Manual (Manual de Seguridad
y Cumplimiento) (80669C).

& ADVERTENCIA

PELIGRO DE EXPLOSION — CORTE CON GASES INFLAMABLES U OXIDANTES

No use gases inflamables u oxidantes con los sistemas Powermax. Estos gases pueden
generar una explosion durante operaciones de corte por plasma.

El oxigeno es un ejemplo de un gas oxidante. Algunos ejemplos de gases inflamables son:
acetileno, propileno, metano e hidrogeno puro. Para mas informacion, refiérase al Safety
and Compliance Manual (Manual de Seguridad y Cumplimiento) (80669C).

Para mas informacion

m  Para obtener mas informacion sobre como integrar su sistema Powermax® con un ajuste de corte
mecanizado, refiérase a la Powermax65/85/105 SYNC Mechanized Cutting Guide (Guia de corte
mecanizado) (810480).

m Para mas informacién sobre su sistema, refiérase al Powermax65/85/105 SYNC Operator Manual
(Manual del operador) (810470).

Descargue estos documentos en www.hypertherm.com/docs.

Como utilizar las tablas de corte (Espanol/Spanish)

Acerca de las tablas de corte

Las tablas de corte de esta seccion son un buen punto de partida. Ajuste las variables de las tablas de corte segun
se requiera para obtener resultados 6ptimos para su equipo de corte y ambiente.
Se incluyen tablas de corte para lo siguiente:

m  Cortar acero al carbono, acero inoxidable y aluminio a 45 A-105 A con aire usando cartuchos estandar
de corte

m  Cortar acero al carbono y acero inoxidable con aire usando cartuchos FineCut
(Hypertherm no recomienda el corte de aluminio con cartuchos FineCut)

m  Cortar acero inoxidable a 45 A-105 A con F5 usando cartuchos estandar de corte
(Hypertherm no recomienda cortar con F5 usando cartuchos FineCut)

Hypertherm recopilo los datos de la tabla de corte utilizando cartuchos nuevos y cumpliendo
con todos los requisitos de suministro eléctrico, alimentacion de gas y condiciones del lugar
de trabajo.

Seleccione el mejor cartucho para el material que desea cortar

Calidad de
corte 6ptima

Espesor del material en medidas métricas (mm)

ﬁ 0,5 1 2 3 5 8 10 12 15 20 25 30

FineCut Calidad de corte
casi optima
45 A
65 A Disminucion de
la calidad de corte
85 A o la velocidad
105 A

Espesor del material en medidas anglosajonas (pulg.)

1-1/4 | 1-1/2

Elementos de la tabla de corte

La siguiente ilustracion identifica los elementos que conforman la tabla de corte.

Powermax65/85/105 SYNC Guia de tablas de corte 810500MU Revision 2 Espanol/Spanish
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Como utilizar las tablas de corte [Espaiiol/Spanish)

Ejemplo

[ 1]
Mild Steel - 105 A - Air

428895 ohmic 428936
sensing ring
eMetric
Material ~ Cut Initial Pierce Best Quality Highest Production | Kerf b
Thickness Height _Pierce Height Delay  Cut Speed Arc Voltage Cut Speed Arc Voltage Width
“ mm mm | mm % seconds mm/min  volts = mm/min | volts mm |‘
6 0.5 3960 143 4880 143 2.2
 E— 6.4 | 200
20 3.2 1.0 790 153 940 152 2.8
40 “ Edge start H 200 172 250 170 | 5.1
English
Material ~ Cut Initial  Pierce Best Quality Highest Production  Kerf
Thickness ~Height  Pierce Height Delay Cut Speed Arc Voltage Cut Speed Arc Voltage Width b
“ inches | inches inches| %  seconds in/min volts in/min volts inches”
1/4 0.5 156 143 192 143 | 0.086
1 0.25| 200
3/4 10125 1.0 33 152 40 151 | 0.108
1-1/2 [ Edgestat || o 170 10 | 168 0.183

Gas flow rate - slpm / scth
236 /500 Hot (cutflow)
311/660  Cold (postflow)

0 Tipo de metal:

= Acero al carbono
= Acero inoxidable
= Aluminio

Proceso de corte:
= A = amperaje. El amperaje aplica a todos los ajustes de esa pagina.

= En las tablas FineCut, el valor de amperaje de cada espesor aparece en la tabla
de corte. Esta guia incluye tablas de alta y baja velocidad. Los ajustes de alta
velocidad pueden lograr mejor calidad de corte y menos escoria en algunos
espesores, si es que la mesa de corte permite cortar con esos ajustes.

Tipo de gas:
= Aire (o nitrogeno)
= F5

Use un anillo de sensado 6hmico para conectar

un cartucho mecanizado a un sistema de control de altura
de la antorcha (THC). Se debe instalar en el cartucho,

tal y como se muestra. El juego 428895 incluye 3 anillos
de sensado 6hmico (420580).

Metric = medidas métricas
English = unidades anglosajonas
Material Thickness = espesor de la pieza a cortar (placa de metal a cortar).

Cut Height = distancia entre la punta del cartucho y la pieza a cortar durante
el corte.

Initial Pierce Height = distancia entre la punta del cartucho y la pieza a cortar
en el momento en que se enciende la antorcha, antes de descender a la altura
de corte.

Pierce Delay = intervalo de tiempo que el arco de plasma se queda inmovil
a la altura de perforacion mientras corta la pieza a cortar.

Best Quality (Cut Speed y Arc Voltage*) = ajustes que dan el punto de partida
para lograr la mejor calidad de corte (mejor angulo, menos escoria, mejor
acabado de la superficie de corte). Ajuste la velocidad segun su aplicacién
y sistema de corte a fin de obtener el resultado buscado.

Highest Production (Cut Speed y Arc Voltage*) = ajustes que aumentan
las velocidades de corte en un 20%-30%. Estas velocidades otorgan una
mayor cantidad de piezas a cortar, pero no necesariamente la mejor calidad
de corte posible.

Kerf Width = ancho de material que se quita por el proceso de corte. Los anchos
de sangria se dan solo como referencia. Hypertherm los obtuvo utilizando
los ajustes de “Best Quality (mejor calidad)”. Es posible que los resultados
especificos de distintas instalaciones y composicion de materiales difieran
de los que se muestran en las tablas.

* Para obtener mas informacién sobre como usar el voltaje del arco para controlar
la altura de corte, refiérase a Powermax65/85/105 SYNC Mechanized Cutting Guide
(Guia de corte mecanizado) (810480).

e Unidades de medida:
* mm = milimetros
= % = porcentaje
= seconds = segundos
* mm/min

milimetros por minuto
= volts = voltios

= inches = pulgadas

= in/min = pulgadas por minuto

= A = amperaje (tablas FineCut)

Edge start = empieza el corte desde el borde de la pieza
a cortar.

o Cada tabla de corte relaciona los rangos de flujo de gas frio

y caliente.
= slpm = litros estandar por minuto
= scfh = pies cubicos estandar por hora

Hot (cutflow) = el arco de plasma esta encendido y hay
un flujo continuo de gas durante el corte.

Cold (postflow) = el arco de plasma esta apagado y hay
un flujo continuo de gas durante varios segundos
después de que se completa el corte. Este rango
de flujo también se aplica al modo de prueba de gas.

34

Espanol/Spanish Revision 2

810500MU Guia de tablas de corte Powermax65/85/105 SYNC



A A fan

dwassannsszdia - madaalsagiitanlnain
' v ¥ v o A A A ! v oa o a [y
niaalaiihlaalduianiesglifionaanoneliifinduanaanmsszidala
L oo ¥ L o Ao . X a
s adalainlasltudandlala s dumaings

n  athdaagiituunsnldimIaldzinvae uniulunidinauisatlasnunisasay
29U lalaTian

ﬂ’]i@]@]@]dﬂﬂ’l’)ﬁ’]&l’liﬂﬂalﬁLﬂ(ﬂﬂ’]iiwLﬂﬂiwﬂﬁ’]\‘]ﬂ’liﬂ’n%u\‘]’]w’ﬂE]\ﬁw‘]J‘.IJﬂ’]i(ﬂ@ MU
ma&lmwm@m Tdsaau Safety and Compliance Manual (ﬂ&/amummi/ﬂa@ﬂmmsmi
dguwmmg ) (80669C)

A A han

mslounnpiinisan (n1slne/Thai)

N UUNWBYNNIIAR

LLN%ﬂ&lﬂ?i@]@l%ﬂﬂJa%Lﬂuﬁ]@ Li&l @]%‘YI@E‘{']‘WT.IJT]']‘JEL?N']% UTua6 LL‘I_J{LMLLN%ﬂ&lﬂ’]‘i@]@@]']&l@]aﬂﬂ'ﬁl,w alﬁJL@ NQG‘W‘E‘YI
7] mwauﬂa@mmuaﬂmmﬂmmuawa\‘i WIARDN

v

Tayadaluiidrinegluununfinisea

o & = = A a = v Y & a ¢ o
B NNIAAANNLAWEY LAINRUALLAR LASBRULUENTN 45 A-105 A ﬂ')EIﬂNI@]ﬂl“ﬁﬂ'ﬁ'ﬂi@ﬁ]ﬂ'ﬁ@lﬂLLfLI‘LISJ']@Iﬁg']‘H:

> =3 = =3 v U 6 a 6 .
" msmmaﬂmumLLa:maﬂmmuLaammu‘[@g‘lmmjmm FineCut
[] o > Aa A k2 a .
(Hypertherm leLL%“’%’lﬂ’li@]@]amJL%EI&I@]’JEIQ']SYIS@]% FineCut)

B NIGAMENELAULAET 45A-105A Greula F5 Taalda1snIasn1IaauuuNInTgIn
(Hypertherm Tlaiuuziinmisdadlsufia F5 laglda1in3as FineCut)

Hypertherm Lﬂ‘]JTJ‘l.ITJ&J"IlE]&JE\]LLN%I]&JTI']?@I@I@Ell‘liﬂ’lﬁ’lﬁ@ﬁﬂ‘ﬂ&lLLﬂwﬂQUWWWNﬂBﬂWW%@
waamsmsﬂw ﬂ']ﬂ‘ITLLﬂE‘T LLﬂwﬁﬂ']W%El\ﬁﬁﬂ']%Vlﬂ{']U@ld']%

[

= 6§ a P ° @ o v
mimanmsmmmmﬁ au‘nqﬂmm‘ummaqnmmms

o o 6
AWAITIYINNIIIELLA — NIIAR ﬁ? ] Llﬁ'ﬂl'}llﬂ En) Llﬁ”ﬂa 3] ﬂ‘%lﬂ‘ﬁ

2 mimma%"tmlma LLﬂﬁaaﬂsﬁVL(ﬂ“ﬁﬂUi”‘]J‘].l Powermax LLA&LHA mummmﬂalw bNa
E‘Tﬂ']W‘YI@'H]‘YI'ﬂ‘W INaN137eLda TenINMIdanaIaNn

mamwaumaaaﬂﬂ@ﬂ@Lm 2anFlau_ mamwaumamm"lﬂm@ﬂa azLINAY
Twaan i uazlalasiawuignd dmsudaysiiuidu llsadw Safety and
Compliance Manual (m/amuﬂ37&/1/aa@m/ua:mﬁjgmmmng) (80669C)

ANANMIVBITAANNITLUULNAIN (N,

[y a A
YoYALNNIAN

u mmumaumwumeﬂmm_lmswmmmu Powermaxe Lﬂlﬁﬂﬂﬂ'li@]\‘iﬂ’lﬂ'ﬁ@]ﬂLLlI‘iJﬂ’)‘iJﬂ&l@’]ElLﬂ‘iadﬁ]ﬂ‘i

Iﬂi@@maualu Powermax65/85/105 SYNC Mechanized Cutting Guide (ﬂl/é]ﬂ’l?@l@[@ilzmﬂiadﬁmi)

(810480)

n mmwawmwwL@lmﬂmﬂmwuwmmlmmaa lUsa8w Powermax65/85/105 SYNC Operator Manual

(ﬂyammum/gymm) (810470)

anviluaa Laﬂmimﬁhmﬁﬁ www.hypertherm.com/docs

ﬁ AuMNMIGafR s
05 | 1 2 3 5 8 | 10 | 12 | 15 | 20 | 25 | 30 ansnngega
FingCut
(Thiém) AANINNIIER filna
45 A genun1INsz8nd
ANFIFA
65 A 0
85A AWAIN UNIDANNLI
105 A Twnissinanas

ANNANIVBITAANNITTUVDINT (%)
ﬁ 0.02 | 006 | 1/8 | 174 | 3/8 | 1/2 | 5/8 | 374 1 1-1/74 | 1-1/2

FineCut
(Tlsién)

45 A

65 A

85 A

105 A

29AL3ZNDUVDINHWARNIIAR

nmwilsznaude ldfiuaavesalsznaufiogluinuginisdausdazdszinn

Powermax65/85/105 SYNG

dunsihunuginisda  810500MU  uila 2 nwlne/Thai

35


https://www.hypertherm.com/docs

mslsuangiinisdn (nwlng/Thai)

AIae9

Mild Steel - 105 A - Air

428895 ohmic 428936
sensing ring
Metric
Material = Cut Initial Pierce Best Quality Highest Production

Thickness = Height | Pierce Height Delay

Cut Speed |Arc Voltage

Cut Speed Arc Voltage

“ mm mm | mm % seconds mm/min  volts = mm/min | volts mm |‘
6 0.5 3960 143 4880 143 2.2
] 6.4 | 200
20 3.2 1.0 790 153 940 152 2.8
40 “ Edge start H 200 172 250 170 | 5.1
English
Material  Cut Initial Pierce Best Quality Highest Production ~ Kerf
Thickness ~Height  Pierce Height Delay Cut Speed Arc Voltage Cut Speed Arc Voltage Width
“ inches | inches inches| %  seconds in/min volts in/min volts  inches |‘
1/4 0.5 156 143 192 143 |0.086
1 0.25| 200
3/4 10.125 33 152 40 151 | 0.108
1-1/2 [ Edgestat || o 170 10 | 168 0.183

Gas flow rate - slpm / scth

236 /500 Hot (cutflow)
311/660  Cold (postflow)
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4 UYARI

PATLAMA TEHLIKESI - SU YAKININDA ALUMiNYUM iLE KESiM
Yanici gazlar veya aliminyumla su altinda kesme islemi patlama tehlikesine neden olabilir.
m  Hidrojen igeren yanici gazlarla su altinda kesim YAPMAYIN.

m  Hidrojen gazi birikimini 6nleyemediginiz takdirde aliminyum alasimlarini su altinda
veya bir sulu sehpada KESMEYIN.

Aksi takdirde, kesme sistemi galistirilirken patlama meydana gelebilir. Daha fazla bilgi igin
Safety and Compliance Manual (Giivenlik ve Uyumluluk Kilavuzu)'na (80669C) bakin.

4 UYARI

PATLAMA TEHLIKESI - YANICI VEYA OKSITLEYiCi GAZLARLA KESME

Powermax sistemleriyle yanici veya oksitleyici gazlari kullanmayin. Bu gazlar plazma kesme
islemleri sirasinda patlama meydana gelmesine neden olabilir.

Oksitleyici gaza 6rnek olarak oksijen verilebilir. Yanici gazlara 6rnek olarak asetilen,
propilen, metan ve saf hidrojen verilebilir. Daha fazla bilgi i¢in, bkz. Safety and Compliance
Manual (Giivenlik ve Uyumluluk Kilavuzu)'na (80669C) bakin.

Daha fazla bilgi icin

m  Powermaxe sisteminizi bir mekanize kesim kurulumu ile entegre etmekle ilgili daha fazla bilgi almak igin

Powermax65/85/105 SYNC Mechanized Cutting Guide (Mekanize Kesim Rehberi)ne (810480) bakin.
m  Sisteminiz hakkinda ek bilgi almak igin Powermax65/85/105 SYNC Operator Manual (Operatér Kullanma

Kilavuzu)'na (810470) bakin.

Bu belgeleri www.hypertherm.com/docs adresinden indirebilirsiniz.

Kesim Tablolarimin Kullamiimasi (Turkce/Turkish)

Kesim tablolari hakkinda

Bu rehberdeki kesim tablolari, iyi bir baslangi¢ noktasidir. Kesim ekipmaniniz ve ortaminizdan en iyi sonuglar almak igin
kesim tablolarindaki degiskenleri gerektigi gibi ayarlayin.
Kesim tablolar asagidakiler igin verilir:

m 45 A-105 A'da standart kesme kartuslari ve hava ile siyah sac, paslanmaz gelik ve alliminyum kesimi

m  FineCut kartuslar ve hava ile siyah sac ve paslanmaz celik kesimi (Hypertherm, FineCut kartuslarla altiminyum
kesmeyi 6nermez)

m  45A-105A'da standart kesme kartuslarn kullanarak F5 ile paslanmaz gelik kesimi
(Hypertherm, FineCut kartuslar kullanarak F5 ile kesmeyi 6nermez)

Hypertherm kesim tablosu verilerini yeni kartuslari kullanarak ve elektrik kaynagi, gaz kaynagi
ve tesis kosullar agisindan tiim gerekliliklere uyarak toplamistir.

Kesmek istediginiz malzemeye en uygun kartusu secin

Optimum kesim

Metrik malzeme kalinligi (mm)

ﬁ kalitesi
0,5 1 2 3 5 8 10 12 15 20 25 30
- Optimum
FineCut kesim kalitesine
45 A yakin
65 A Dl:.i§ﬁ!( kesim
kalitesi veya hiz
85 A
105 A

ingiliz malzeme kalinligi (ing)

ﬁ 1/8 1/4 3/8 1/2 5/8 3/4 1 1-1/4 | 1-1/2
FineCut
45 A
65 A
85 A
105 A

Kesim tablosu égeleri

Asagidaki semada her kesim tablosunda yer alan 6geler tanimlanmaktadir.

Powermax65/85/105 SYNC Kesim Tablolari Rehberi 810500MU Revizyon 2 Turkge/Turkish
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Kesim Tablolarinin Kullaniimasi (Tiirkge/Turkish)

Ornek

[ 1]
Mild Steel - 105 A - Air

428895 ohmic 428936
sensing ring
eMetric
Material ~ Cut Initial Pierce Best Quality Highest Production | Kerf b
Thickness Height _Pierce Height Delay  Cut Speed Arc Voltage Cut Speed Arc Voltage Width
“ mm mm | mm % seconds mm/min  volts = mm/min | volts mm |‘
6 0.5 3960 143 4880 143 2.2
 E— 6.4 | 200
20 3.2 1.0 790 153 940 152 2.8
40 “ Edge start H 200 172 250 170 | 5.1
English
Material ~ Cut Initial  Pierce Best Quality Highest Production  Kerf
Thickness ~Height  Pierce Height Delay Cut Speed Arc Voltage Cut Speed Arc Voltage Width b
“ inches | inches inches| %  seconds in/min volts in/min volts inches”
1/4 0.5 156 143 192 143 | 0.086
1 0.25| 200
3/4 10125 1.0 33 152 40 151 | 0.108
1-1/2 [ Edgestat || o 170 10 | 168 0.183

Gas flow rate - slpm / scth

236 /500 Hot (cutflow)
311/660  Cold (postflow)

Metal tipi:
= Siyah Sac
» Paslanmaz Celik
*  Aluminyum

Kesme islemi:
= A = Amperaj. Amperaj ayari, bu sayfada verilen tim ayarlar i¢in gegerlidir.
= FineCut tablolarinda, her bir kalinlik igin amperaj ayari kesim tablosuna dahil
edilmistir. Bu rehber yiiksek hiz ve distik hiz tablolarini igerir. Kesim sehpasi
bu ayarlarda kesmenize izin veriyorsa yiliksek hiz ayarlari bazi kalinliklarda daha
iyi kesim kalitesi ve daha az gapak Uretebilir.

Gaz tipi:

= Hava (veya nitrojen)

= F5
Mekanize kartusu torg yiikseklik kontrolii (THC) sistemine
baglamak igin bir ohmik algilama halkasi kullanin. Kartusu
gosterildigi gibi takin. 428895 takimi 3 ohmik algilama halkasi
(420580) igerir.

Metric = Metrik 6lctimler

English = ingiliz 6lgtimler

Material Thickness = Calisma parcasinin (kesilen metal plaka) kalinhgi.
Cut Height = Kesme sirasinda kartus ile galisma pargasi arasindaki mesafe.

Initial Pierce Height = Tor¢ kesme ytliksekligine inmeden Once, ateslendiginde
kartus ucu ile galisma pargasi arasindaki mesafe.

Pierce Delay = Plazma arkinin ¢alisma parcgasini keserken delme yiiksekliginde sabit
kaldigi sure.

Best Quality (Cut Speed ve Arc Voltage*) = En iyi kesim kalitesini bulmak igin
baglangic noktasini saglayan ayarlar (en iyi agi, en az capak, en iyi kesim yiizeyi
bitirme). Istenilen sonucu elde etmek igin hizi uygulamaniza ve kesme
sisteminize gore ayarlayin.

Highest Production (Cut Speed ve Arc Voltage*) = Kesim hizlarini %20 - %30
oraninda artiran ayarlar. Bu hizlarda daha fazla sayida kesim pargasi elde edilir
ancak mimkin olan en iyi kesim kalitesi beklenmez.

Kerf Width = Kesme iglemiyle kaldirilan malzemenin genisligi. Kerf genislikleri sadece
referans igindir. Hypertherm bunlari “En lyi Kalite” ayarlarini kullanarak elde
etmistir. Kurulumlar ve malzeme kompozisyonlari arasindaki farkliliklar, gergek
sonuglarin tablolarda gosterilenlerden farkli olmasina neden olabilir.

* Kesme yuiksekliginin kontrol edilmesi igin ark geriliminin nasil kullanilacagi hakkinda bilgi
almak igin Powermax65/85/105 SYNC Mechanized Cutting Guide (Mekanize Kesim
Rehberi)'ne (810480) bakin.

(3 Olciim birimleri:
* mm = milimetre
= % = ylizde
= seconds = saniye
* mm/min = dakika basina milimetre
= volts = volt
* inches = ing
* in/min = dakika basina in¢
= A = amperaj (FineCut tablolarr)

Edge start = Calisma pargasinin kenarindan kesime
baslanmasi.

o Her kesim tablosu sicak ve soguk gaz akigi oranlarini listeler.
= slpm = Dakika basina standart litre
= scfh = Saat basina standart kiibik fit

Hot (cutflow) = Plazma arki acik ve kesim sirasinda sabit
gaz akisi gerceklesiyor.

Cold (postflow) = Plazma arki kapali ve kesim
tamamlanmadan Once birkag saniye igin sabit gaz
akisi gercgeklesiyor. Bu akis hizi, gaz testi modu igin
de gegerlidir.
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A CANH BAO

NGUY HIEM PHAT NO - CAT BANG NHOM GAN NUOC
Cat dudi nude bang khi nhién liéu hodc nhdom cé thé gay nguy hiém phat né.
m  KHONG cét duéi nuéc béng khi nhién liéu cé chira hydro.

m  KHONG cat hop kim nhém dudi nudc hodc trén ban nudc, trir khi ban cé thé
ngan chan su tich tu khi hydro.

Lam nhu vay c6 thé gay né trong qua trinh van hanh hé théng cat. Tham khao
Safety and Compliance Manual (S& tay An toan va Tuén thd) (80669C) dé biét
thém théng tin.

A CANH BAO

NGUY HIEM PHAT NO - CAT BANG KHi DE CHAY HOAC KHi O XY HOA

Khong st dung khi dé chay hoac khi 6 xy hoa véi hé théng Powermax. Nhitng khi nay
cb thé gay ra diéu kién phat né trong qua trinh cat plasma.

Vi du vé khi & xy hoa 1a khi 6 xy. Vi du vé cac loai khi d& chay bao gém acetylen,

propylen, mé-tan va hydro tinh khiét. Tham khao Safety and Compliance Manual
(S6'tay An toan va Tuén thi) (80669C) dé biét thém thong tin.

DE biét thém théng tin

= DE& biét théng tin vé tich hop hé théng Powermax® véi thiét Iap cat may tw déng clia ban, hay tham khao

Powermax65/85/105 SYNC Mechanized Cutting Guide (Hu'ong dan Cat May tu ddng) (810480).

m  DE biét thém thdng tin vé hé théng ctia ban, hay tham khao Powermax65/85/105 SYNC Operator Manual

(S6 tay Vian hanh) (810470).

Tai vé cac tai liéu nay tai www.hypertherm.com/docs.

S dung Biéu db Cat (Tiéng

Gidi thiéu vé biéu do cat

Viél/Vietnamese)

Céc biéu d6 cat trong hudng dan nay 1a mét diém khdi dau t6t. Hay diéu chinh cac bién sé trong biéu d6 cat khi
can dé co két qua t6i wu cho thiét bi va méi trudng cat.

Biéu d6 cat duoc di kém cho cac cong viéc sau:

m Cat thép non, thép khoéng gi va nhom tai 45 A-105 A bang khong khi s dung cac hop cat tiéu chuén

m Cat thép non va thép khong gi bang khong khi st dung hdp FineCut (Hypertherm khéng khuyén nghi cat
nhém bang 16i phun FineCut)

m Cét thép khdng gi tai 45A-105A bang khi F5 st dung 16i phun cat tiéu chudn (Hypertherm khéng khuyén
nghi cat bang khi F5 st dung 16i phun FineCut)

Hypertherm da thu thap di¥ liéu bi€u d6 cat bang cach st dung cac hdp mdi va tuan tha.

Chon 16i phun t8t nhat cho vét liéu ban muén cat

Db day vat liéu theo hé mét (mm)

Chat lwgng cat t6i wu

Gan dat chéat lugng
cat t6i wu

Chat lugng cat hodc
toc dd cat suy gidam

FineCut
45 A

0,5 2 3 5 8 10 12 15 20 25 30
FineCut
45 A
65 A
85 A
105 A
Do day vat liéu bang don vi Anh (inch)
ﬁ 1/8 1/4 3/8 1/2 5/8 3/4 1 1-1/4 | 1-1/2

65 A

85 A

105 A

Thanh phan biéu d6 cat

Hinh minh hoa sau day chi rd cac thanh phan trén méi biéu d6 cat.

Powermax65/85/105 SYNG

Huéng dan Biéu do Cat 810500MU Ban sira dGi 2 Tiéng Viét/Vietnamese
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S dung Bi€u dé Cét (Tiéng ViétVietnamese)

M3u
[ 1]
Mild Steel - 105 A - Air

428895 ohmic 428936
sensing ring
Metric
Material = Cut Initial Pierce Best Quality Highest Production

Thickness | Height | Pierce Height = Delay  Cut Speed |ArcVnItage

Cut Speed Arc Voltage

“ mm mm | mm % seconds mm/min  volts = mm/min | volts mm |‘
6 0.5 3960 143 4880 143 2.2
] 6.4 | 200
20 3.2 1.0 790 153 940 152 2.8
40 “ Edge start H 200 172 250 170 | 5.1
English
Material  Cut Initial Pierce Best Quality Highest Production ~ Kerf
Thickness ~Height  Pierce Height Delay Cut Speed Arc Voltage Cut Speed Arc Voltage Width
“ inches | inches inches| %  seconds in/min volts in/min volts  inches |‘
1/4 0.5 156 143 192 143 |0.086
1 0.25| 200
3/4 10.125 1.0 33 152 40 151 | 0.108
1-1/2 [ Edgestat || o 170 10 | 168 0.183

Gas flow rate - slpm / scth

236 /500 Hot (cutflow)
311/660  Cold (postflow)

Dang kim loai:
+ Thép non
+ Thép khong gi
* Nhdém

Quy trinh cat:

» A= Cuoang do dong dién. Cuong dé dong dién ap dung cho tat ca cac cai dat trén
trang dé.

+ Trong bi€u dd FineCut, cudng do dong dién cho tirng do day dudc dua vao biéu
d6 cét. Hudng dan nay bao gém cac biéu do téc do cao va tdc do thap. Cai dat tdc
d6 cao c6 thé dem dén chat lwgng cat tt hon va it xi c&t hon & mdt s6 do day, néu
ban cat cho phép ban cat & cac cai dat do.

Loai khi dét:
- Khéng khi (ho&c khi nita)
- F5
Dung vong cadm bién thudn trd d& két ndi 16i phun cat may tu
déng vai hé théng kiém soat do cao mé cat (THC). L&p vong cdm c
bién thuan trd vao 16i phun nhu dugc hién thi. B6 dung
cu 428895 gém 3 vong cam bién thuan trd (420580).

Metric = Ban vi do hé Mét

English = DBon vi do clia nuwdc Anh

Material Thickness = D& day cla phdi gia cong (tdm kim loai dang cat).

Cut Height = Khoang céach gilta dau clia hdp cat va phéi gia cong trong qua trinh cat.

Initial Pierce Height = Khoang céch gilta dau clia hdp cét va phdi gia cong khi mé cat
hoat ddng, trudc khi ha xuéng dé cao cét.

Pierce Delay = Khoéng thsi gian hd quang plasma van ding yén & dd cao xuyén qua
trong khi c&t xuyén qua phdi gia cong.

Best Quality (Cut Speed va Arc Voltage*) = Cac cai dat cung cdp diém bat dau dé dat
dugc chat lugng cat tot nhat (goc t6t nhat, it xi nhat, bé mat cat t6t nhat). Diéu
chinh t8¢ d6 cho (ing dung va hé thdng cét clia ban dé cé dugc két qué mong
mudn.

Highest Production (Cut Speed va Arc Voltage*) = Cai dat gitp tang téc do cat thém
20%-30%. Nhirng t6c d6 nay lam tang s6 luong bd phan cét duwdc nhung khdng
nhét thiét 1a phai co chat luong cét t6t nhat co thé.

Kerf Width = Chi&u rong cta vat liéu loai bd bdi qua trinh cat. B6 rong kerf chi mang
tinh tham khao. Hypertherm cé dugc ching béng cach st dung cai dat “Best
Quality (Chat lugng T6t nhat)”. Sy khac biét gilra cai dat va thanh phan vat liéu
c6 thé khién két qua thuc t& thay dsi so vdi két qua dugce hién thi trong bang.

* P& biét thong tin vé cach st dung dién ap hd quang dé kiém soat dd cao cat, hay tham khao
Powermax65/85/105 SYNC Mechanized Cutting Guide (Hudng ddn Cat bang May) (810480).

e Don vj do:
* mm = milimét

* % = phan tram

* seconds = giay

« mm/min = milimét mbi phut

* volts = vbn

* inches = inch

+ in/min = inch méi phat

+ A =cudng do dong dién (biu dd FineCut)

Edge start = Bt dau cat tir canh clia phéi gia céng.

o Mbi biéu db cat déu cd liét ké luu lugng dong khi ndng va lanh.
+ slpm = Lit tiéu chudn méi phat
+ scfh = Feet khéi tiéu chuan méi gio

Hot (cutflow) = H6 quang Plasma dang bat va c6 mot ludng khi
6n dinh trong khi cat.

Cold (postflow) = H6 quang Plasma dang tat va cé mét luéng
khi 6n dinh trong vai giay sau khi qua trinh cét hoan
thanh. Luvu lwgng nay cling ap dung cho ché do thir khi.

40
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Mild Steel - 105 A - Air

Cut charts

428895 428936
ohmic sensing ring
Metric
L. . o X . Best Quality Highest Production 5
Material Thickness ~ Cut Height Initial Pierce Height = Pierce Delay Cut Speed ‘ MrcVoltage  Cut Speed  Arc Voltage Kerf Width
mm mm mm % seconds mm/min volts mm/min volts mm
6 05 3960 143 4880 143 2.2
8 3020 144 3730 144 2.3
10 2240 145 2740 145 2.4
I 6.4 200 0.8
12 1700 146 2080 146 2.5
16 1090 149 1320 149 2.7
20 3.2 10 790 153 940 152 2.8
25 530 157 580 156 2.9
30 380 162 410 161 3.3
32 Edge Start 330 164 360 163 3.6
35 280 167 300 166 4.0
40 200 172 250 170 5.1
English
e . e . . Best Quality Highest Production 5
Material Thickness ~ Cut Height  Initial Pierce Height Pierce Delay Cut Speed ‘ MrcVoltage  CutSpeed | Arc Voltage Kerf Width
inches inches inches % seconds in/min volts in/min volts inches
1/4 0.5 156 143 192 143 0.086
3/8 0.8 94 145 116 145 0.095
1/2 61 147 75 146 0.101
S — 0.250 200
5/8 10 43 149 53 149 0.105
3/4 33 152 40 151 0.108
7/8 0.125 1.3 26 155 30 154 0.111
1 20 158 22 157 0.117
1-1/8 Edge Start 16 161 18 160 0.126
1-1/4 13 164 14 163 0.139
1-1/2 9 170 10 168 0.183
Gas flow rate - slpm / scfh
236 /500 Hot (cutflow)
311 /660 Cold (postflow)
Powermax65/85/105 SYNC  Cut Charts Guide 810500MU Revision 2 Multilingual 41




Cut Charts

Stainless Steel - 105 A - Air

428895 428936
ohmic sensing ring

Metric
Best Quality Highest Production
Material Thick Cut Height Initial Pierce Height  Pierce Del Kerf Width
aterial Thickness ut Heig nitial Pierce Heig ierce Delay CutSpeed  ArcVoltage  CutSpeed | Arc Voltage erf Wi
mm mm mm % seconds mm/min volts mm/min volts mm
6 4700 139 5690 139 1.9
8 3250 142 3890 142 2.1
P 6.4 200 0.5
10 2180 144 2620 144 2.2
12 1550 147 1880 146 2.4
16 3.2 0.8 940 151 1120 150 2.6
| 7.9 250
20 1.3 660 155 790 154 2.8
25 460 159 530 158 2.9
30 Edge Start 330 162 360 162 2.8
32 300 163 330 163 2.8
English
e . e . . Best Quality Highest Production .
Material Thickness  Cut Height Initial Pierce Height = Pierce Dela Kerf Width
tal i st s : d Cut Speed | Arc Voltage = Cut Speed = Arc Voltage I
inches inches inches Y% seconds in/min volts in/min volts inches
1/4 185 140 224 140 0.075
3/8 0.5 94 144 112 143 0.086
0.250 200 - - - -
1/2 55 148 67 147 0.096
5/8 0.8 37 151 45 150 0.103
3/4 0.125 0.310 | 250 1.3 28 154 34 1563 0.109
7/8 22 157 27 156 0.113
1 17 160 20 159 0.114
Edge Start i i i i
1-1/8 14 161 16 161 0.113
1-1/4 12 163 13 163 0.110
Gas flow rate - slpm / scth
236 /500 Hot (cutflow)
311/660 Cold (postflow)
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Aluminum - 105 A - Air

Cut Charts

428895 428936
ohmic sensing ring
Metric
L. . o X . Best Quality Highest Production 5
Material Thickness ~ Cut Height Initial Pierce Height = Pierce Delay Cut Speed ‘ MrcVoltage  Cut Speed  Arc Voltage Kerf Width
mm mm mm % seconds mm/min volts mm/min volts mm
6 05 5660 146 6730 146 2.3
8 3760 148 4500 147 2.4
10 2590 149 3230 148 2.4
I 6.4 200 0.8
12 1930 151 2490 149 2.5
16 3.2 1.0 . 1320 156 1650 153 2.5
20 1.3 1020 160 1190 157 2.6
25 660 166 810 163 2.7
30 Edge Start 430 172 560 168 3.0
32 380 174 510 170 3.1
English
L. . o 5 . Best Quality Highest Production .
Material Thickness | Cut Height Initial Pierce Height  Pierce Delay Cut Speed ‘ MrcVoltage  Cut Speed  Arc Voltage Kerf Width
inches inches inches % seconds in/min volts in/min volts inches
1/4 0.5 223 146 265 146 0.093
3/8 0.8 110 149 136 148 0.096
1/2 0.250 200 o 70 152 91 150 0.098
5/8 52 155 66 153 0.100
3/4 0.125 1.3 43 159 50 156 0.102
7/8 34 162 40 159 0.105
1 26 166 31 163 0.109
Edge Start i
1-1/8 19 170 24 167 0.114
1-1/4 15 174 20 170 0.122
Gas flow rate - slpm / scth
236 /500 Hot (cutflow)
311/660 Cold (postflow)
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Cut Charts

Mild Steel - 85 A - Air

428895 428934
ohmic sensing ring

Metric
Best Quality Highest Production
Material Thick Cut Height  Initial Pierce Height  Pierce Del Kerf Width
aterial Thickness ut Heig nitial Pierce Heig ierce Delay Cut Speed ‘ MrcVoltage  Cut Speed  Arc Voltage erf Wi
mm mm mm % seconds mm/min volts mm/min volts mm
3 0.0 6930 134 9580 131 1.5
4 5560 134 7140 132 1.7
I — 3.8 120 0.2
6 3560 135 4220 134 1.9
8 2360 136 2820 135 2.1
10 3.0 0.5 1630 137 2030 137 2.3
12 ' 4.8 150 1240 138 1520 138 2.4
16 1.0 840 142 970 142 2.6
20 6.4 200 1.5 580 147 660 145 2.8
25 360 153 430 150 3.0
Edge Start i i i i
30 200 159 300 155 34
English
e . e . : Best Quality Highest Production )
Material Thickness = Cut Height Initial Pierce Height = Pierce Delay Kerf Width
Cut Speed = Arc Voltage = Cut Speed | Arc Voltage
inches inches inches % seconds in/min volts in/min volts inches
10 GA 0.9 250 134 334 132 0.063
3/16 ' 185 134 226 133 0.070
— 0.150 ' 120
1/4 130 135 153 134 0.077
3/8 0.5 70 136 86 136 0.088
1/2 46 139 55 139 0.096
T 0.188 150
5/8 0.125 1.0 34 142 39 142 0.103
3/4 0.250 200 1.5 25 146 28 144 0.108
7/8 19 150 22 147 0.114
1 13 153 17 150 0.120
— Edge Start
1-1/8 9 157 13 153 0.128
1-1/4 6 161 10 157 0.139
Gas flow rate - slpm / scfh
212/ 450 Hot (cutflow)
264 / 560 Cold (postflow)
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Stainless Steel - 85 A - Air

Cut Charts

428895 428934
ohmic sensing ring
Metric
L. . o X . Best Quality Highest Production 5
Material Thickness ~ Cut Height Initial Pierce Height = Pierce Delay Cut Speed ‘ MrcVoltage  Cut Speed  Arc Voltage Kerf Width
mm mm mm % seconds mm/min volts mm/min volts mm
3 8100 132 9860 131 1.3
4 0.2 6220 1383 7570 132 1.6
3.8 120
6 3630 135 4470 134 2.0
8 2260 137 2790 136 2.3
10 3.2 0.5 1500 139 1880 138 2.4
12 4.8 150 1040 142 1350 140 2.5
16 1.0 690 147 790 144 2.5
20 Edge Start 480 151 530 148 2.7
25 300 155 380 152 3.5
English
L. . o 5 . Best Quality Highest Production .
Material Thickness | Cut Height Initial Pierce Height  Pierce Delay Cut Speed ‘ MrcVoltage  Cut Speed  Arc Voltage Kerf Width
inches inches inches % seconds in/min volts in/min volts inches
10 GA 0.9 275 133 335 131 0.060
3/16 199 134 243 133 0.071
1/4 0.150 | 120 131 135 161 134 0.082
3/8 0.5 65 139 81 137 0.094
1/2 0.125 36 142 47 141 0.098
] 0.188 150
5/8 1.0 27 146 32 144 0.098
3/4 21 150 23 147 0.102
7/8 Edge Start 16 153 18 150 0.114
1 11 155 15 152 0.141
Gas flow rate - slpm / scth
212/ 450 Hot (cutflow)
264 /560 Cold (postflow)
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Cut Charts

Aluminum - 85 A - Air

428895 428934
ohmic sensing ring

Metric
Materal Thickness ~ Cut eight il Piere Hoight  Pirce Delay sp:::t T":'r':yv““age cm";i:':t Pm::':mage Kerf Width
mm mm mm % seconds mm/min volts mm/min volts mm
3 7980 137 9520 135 1.9
4 0.2 6050 138 7470 136 2.0
f———— 3.8 120
6 3630 140 4750 138 2.2
8 2440 142 3250 141 2.4
10 3.2 ' 0.5 1780 = 145 = 2390 143 25
12 4.8 150 1400 148 1850 146 2.6
16 1.0 940 154 1190 150 2.7
20 Edge Start 580 158 890 155 2.8
25 380 162 530 159 3.0
English
L. . o 5 . Best Quality Highest Production .
Material Thickness | Cut Height Initial Pierce Height  Pierce Delay Cut Speed ‘ MrcVoltage  Cut Speed  Arc Voltage Kerf Width
inches inches inches % seconds in/min volts in/min volts inches
1/8 0.2 300 137 360 136 0.076
1/4 0.150 | 120 133 140 174 139 0.089
3/8 0.5 75 | 144 | 101 143 | 0.097
1/2 51 149 68 146 0.102
- 0125 0.188 | 150
5/8 1.0 38 153 48 150 0.106
3/4 26 157 37 154 0.109
7/8 Edge Start 19 160 29 157 0.113
1 15 | 162 20 159  0.119

Gas flow rate - slpm / scth
212 /450 Hot (cutflow)
264 /560 Cold (postflow)
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Mild Steel - 65 A - Air

Cut Charts

428895 428930
ohmic sensing ring
Metric
L. . o X . Best Quality Highest Production 5
Material Thickness ~ Cut Height Initial Pierce Height = Pierce Delay Cut Speed ‘ MrcVoltage  Cut Speed  Arc Voltage Kerf Width
mm mm mm % seconds mm/min volts mm/min volts mm
3 0.1 5330 133 6250 132 1.3
4 4220 1383 5000 131 1.4
6 0.2 2570 133 3200 132 1.5
P 3.8 120
8 0.5 1550 135 2130 1383 1.7
10 3.2 0.7 1040 137 1500 135 1.9
12 1.2 840 139 1120 137 2.0
16 6.4 200 2.0 560 145 660 143 2.3
20 Edge Start 380 151 430 148 2.5
25 200 155 280 153 2.8
English
L. . o 5 . Best Quality Highest Production .
Material Thickness | Cut Height Initial Pierce Height  Pierce Delay Cut Speed ‘ MrcVoltage  Cut Speed  Arc Voltage Kerf Width
inches inches inches % seconds in/min volts in/min volts inches
10 GA 0.1 191 133 225 132 0.053
3/16 0.2 138 133 166 131 0.057
1/4 0.150 120 0.5 ' 93 133 117 132 0.062
3/8 0.7 44 136 64 134 0.072
1/2 0.125 1.2 30 140 40 138 0.081
5/8 0.250 200 2.0 22 145 27 143 0.089
3/4 16 150 19 147 0.097
7/8 Edge Start 11 153 14 151 0.104
1 8 155 10 1583 0.110
Gas flow rate - slpm / scth
193 /410 Hot (cutflow)
243 /515 Cold (postflow)
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Cut Charts

Stainless Steel - 65 A - Air

428895 428930
ohmic sensing ring

Metric
Materal Thickness ~ Cut eight il Piere Hoight  Pirce Delay sp:::t T":'r':yv““age cm";i:':t Pm::':mage Kerf Width
mm mm mm % seconds mm/min volts mm/min volts mm
2 8760 132 10820 131 0.8
3 0.1 7650 132 9730 131 1.1
4 3.8 120 5160 133 6120 131 1.3
6 0.2 2440 133 2720 132 1.6
8 3.2 05 | 1350 1385 1550 134 1.8
10 0.7 940 137 1120 136 2.0
] 4.8 150
12 1.2 740 139 890 138 2.1
16 Edge Start 480 144 510 143 2.2
20 330 149 360 148 2.5
English
L. . o 5 . Best Quality Highest Production .
Material Thickness | Cut Height Initial Pierce Height  Pierce Delay Cut Speed ‘ MrcVoltage  Cut Speed  Arc Voltage Kerf Width
inches inches inches % seconds in/min volts in/min volts inches
10 GA 0.1 241 132 295 131 0.047
3/16 0.2 150 133 171 132 0.055
0.150 | 120 - - - - -
1/4 0.5 86 134 95 133 0.064
3/8 0.125 0.7 40 136 47 135 0.075
1/2 0.188 | 150 1.2 27 140 31 139 0.082
5/8 Edge Start 19 144 21 143 0.087
3/4 14 148 15 147 0.096
Gas flow rate - slpm / scfth
193 /410 Hot (cutflow)
243 /515 Cold (postflow)
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Aluminum - 65 A - Air

Cut Charts

428895 428930
ohmic sensing ring
Metric
Best Quality Highest Production
Material Thickness  Cut Height Initial Pierce Height  Pierce Dela Kerf Width
el TICNE Al alFierce Helght - MIerce e outspeed  ArcVoltage  CutSpeed  Arc Voltage :
mm mm mm % seconds mm/min volts mm/min volts mm
2 9270 134 10800 133 1.4
3 0.1 7540 134 8920 133 1.5
4 3.8 120 5380 135 6880 133 1.5
6 0.2 2900 137 4110 135 1.6
8 3.2 0.5 1780 139 2590 137 1.7
10 0.7 1220 142 1750 139 1.8
4.8 150
12 1.2 940 145 1320 142 1.9
16 610 151 810 148 2.1
Edge Start
20 380 157 530 153 2.4
English
Best Quality Highest Production
Material Thickness ~ Cut Height Initial Pierce Height = Pierce Dela Kerf Width
el A ik AL Y CutSpeed | ArcVoltage  CutSpeed | Arc Voltage !
inches inches inches % seconds in/min volts in/min volts inches
1/16 01 365 134 428 133 0.056
1/8 ) 280 134 337 133 0.059
0.150 | 120
1/4 0.5 104 137 149 135 0.064
3/8 0.125 0.7 52 141 75 138 0.069
1/2 0.188 | 150 1.2 34 146 48 143 0.076
5/8 25 151 33 147 0.083
Edge Start
3/4 17 155 23 152 0.092
Gas flow rate - slpm / scth
193/ 410 Hot (cutflow)
243 /515 Cold (postflow)
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Cut Charts

Mild Steel - 45 A - Air

428895 428925
ohmic sensing ring

Metric
L. . o X . Best Quality Highest Production 5
Material Thickness ~ Cut Height Initial Pierce Height = Pierce Delay Cut Speed ‘ MrcVoltage  Cut Speed  Arc Voltage Kerf Width
mm mm mm % seconds mm/min volts mm/min volts mm
0.5 0.0 8890 137 12500 135 1.1
1 8890 138 10670 138 1.4
1.5 0.1 8890 138 10190 139 1.5
2 3.2 3.8 120 0.2 6600 139 7620 140 1.7
3 04 - 3630 141 4830 139 = 1.8
4 2260 142 3400 138 1.9
6 0.6 1240 141 2010 140 1.9
English
Materal Thickness ~ Cut eight il Piere Hoight  Pirce Delay sp:::t T":'r':yv““age cm";i:':t Pm::':mage Kerf Width
inches inches inches % seconds in/min volts in/min volts inches
26 GA 0.0 350 137 501 135 0.044
22 GA ' 350 137 445 137 0.049
18 GA 01 350 138 408 = 138 | 0.057
16 GA ' 350 138 398 139 0.061
14 GA 0.125 | 0.150 120 02 | 278 139 318 140  0.065
12 GA 0.4 173 140 219 140 0.071
10 GA ' 115 141 162 139 0.073
3/16 0.5 68 142 107 138 0.074
1/4 0.6 46 141 74 141 0.075

Gas flow rate - slpm / scfth
182/ 385 Hot (cutflow)
217 / 460 Cold (postflow)
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Cut Charts

Stainless Steel - 45 A - Air

428895 428925
ohmic sensing ring

Metric
L. . o X . Best Quality Highest Production 5
Material Thickness ~ Cut Height Initial Pierce Height = Pierce Delay Cut Speed ‘ MrcVoltage  Cut Speed  Arc Voltage Kerf Width
mm mm mm % seconds mm/min volts mm/min volts mm
0.5 0.0 8890 127 12700 125 1.1
1 0.1 8890 134 10770 132 0.8
1.5 8890 138 10110 137 0.7
2 3.2 3.8 120 0.2 6220 140 8990 139 0.8
3 04 3230 141 = 4620 @ 140 = 1.4
4 0.5 1960 140 2410 139 2.2
6 0.6 860 142 970 141 2.4
English
Materal Thickness ~ Cut eight il Piere Hoight  Pirce Delay sp:::t T":'r':yv““age cm";i:':t Pm::':mage Kerf Width
inches inches inches % seconds in/min volts in/min volts inches
26 GA 0.0 350 127 501 125 0.045
22 GA ' 350 131 445 130 0.035
18 GA 01 . 350 1386 | 408 | 135 | 0.027
16 GA ' 350 138 401 137 0.026
14 GA 0.125 | 0.150 120 02 | 248 140 357 139 | 0.030
12 GA 0.4 145 141 214 140 0.048
10 GA ' 94 141 124 140 0.072
3/16 0.5 55 139 63 138 0.102
1/4 0.6 30 144 35 144 0.082

Gas flow rate - slpm / scfth
182/ 385 Hot (cutflow)
217 / 460 Cold (postflow)
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Cut Charts

Aluminum - 45 A - Air

428895 428925
ohmic sensing ring
Metric
mm mm mm % seconds mm/min volts mm/min volts mm
1 0.0 8260 131 11400 128 1.6
2 5970 140 9040 137 1.8
3 3.2 3.8 120 0.1 3350 146 6400 143 1.9
4 2210 150 4600 146 1.9
6 0.2 1240 151 2570 145 2.0
English

inches inches inches % seconds in/min volts in/min volts inches
1/32 0.0 325 129 449 126 0.062
1/16 325 137 406 134 0.069
3/32 0.125 0.150 120 0.1 183 143 312 140 0.073
1/8 121 147 238 144 0.074
1/4 0.2 46 150 93 143 0.081
Gas flow rate - slpm / scfh
182 /385 Hot (cutflow)
217 / 460 Cold (postflow)
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Cut Charts

Mild Steel - FineCut High Speed - Air

428895
ohmic sensing ring

428926

Metric
mm A mm mm % seconds mm/min volts mm
0.5 8900 90 0.8
0.6 8900 90 0.8
0.8 40 0.0 8900 90 0.6
1 8890 90 0.6
1.5 8.5 85 100 0.2 6550 88 0.5
2 0.3 5260 88 0.5
3 4o 0.4 2750 90 0.8
4 0.6 2250 88 0.8
English
inches A inches inches % seconds in/min volts inches
26 GA 350 90 0.033
24 GA 350 90 0.032
22 GA 40 0.0 350 90 0.026
20 GA 350 90 0.024
18 GA 0.14 0.14 100 0.1 350 89 0.020
16 GA 0.2 250 88 0.021
14 GA 45 0.3 220 88 0.021
12 GA 04 115 91 0.032
10 GA 0.5 100 89 0.031
Gas flow rate - slpm / scfh
162 /343 Hot (cutflow)
180/ 382 Cold (postflow)
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Cut Charts

Stainless Steel - FineCut High Speed - Air

428895
ohmic sensing ring

428926

Metric
mm A mm mm % seconds mm/min volts mm
0.5 8900 64 0.7
0.6 0.0 8900 65 0.6
0.8 40 8900 65 0.5
1 0.1 8890 64 0.4
1.5 0.5 85 700 0.3 6320 64 0.4
2 45 0.4 4830 65 0.4
3 0.5 2550 71 0.6
4 0.7 1050 71 0.5
English
inches A inches inches % seconds in/min volts inches
26 GA 350 64 0.028
24 GA 40 0.0 350 65 0.024
22 GA 350 65 0.020
20 GA 0.1 350 65 0.016
18 GA 0.02 0.14 700 0.2 350 62 0.012
16 GA 0.3 240 64 0.017
14 GA 45 0.4 200 65 0.017
12 GA 0.5 120 71 0.026
10 GA 0.6 75 71 0.023
Gas flow rate - slpm / scfh
162 /343 Hot (cutflow)
180/ 382 Cold (postflow)
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Cut Charts

Mild Steel - FineCut Low Speed - Air

428895 428926
ohmic sensing ring
Metric
mm A mm mm % seconds mm/min volts mm
0.5 3800 98 1.0
0.6 80 3800 97 1.0
0.8 0.0 3800 95 1.0
1 35 3800 95 0.9
1.5 8.5 85 100 0.2 3800 94 1.0
2 40 0.3 2370 93 1.1
3 0.4 2750 90 0.8
4 45 0.6 2250 88 0.8
English
inches A inches inches % seconds in/min volts inches
26 GA 150 98 0.042
24 GA 80 150 97 0.039
22 GA 0.0 150 95 0.040
20 GA 35 150 95 0.038
18 GA 0.14 0.14 100 0.1 150 94 0.035
16 GA 40 0.2 150 94 0.038
14 GA 0.3 90 93 0.042
12 GA 0.4 115 91 0.032
10 GA 45 0.5 100 89 0.031
Gas flow rate - slpm / scfh
162 /343 Hot (cutflow)
180/ 382 Cold (postflow)
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Cut Charts

Stainless Steel - FineCut Low Speed - Air

428895
ohmic sensing ring

428926

Metric
mm A mm mm % seconds mm/min volts mm
0.5 3800 74 0.9
0.6 30 0.0 3800 73 0.8
0.8 3800 71 0.7
1 0.1 3770 71 0.7
1.5 40 0.5 85 700 0.3 3570 71 0.6
2 0.4 2830 71 0.7
3 0.5 2550 71 0.6
4 45 0.7 1050 71 0.5
English
inches A inches inches % seconds in/min volts inches
26 GA 150 74 0.035
24 GA 10 0.0 150 73 0.033
22 GA 150 71 0.030
20 GA 0.1 150 71 0.026
18 GA 0.02 0.14 700 0.2 145 71 0.026
16 GA 40 0.3 140 71 0.025
14 GA 0.4 110 71 0.028
12 GA 0.5 120 71 0.026
10 GA 45 0.6 75 71 0.023
Gas flow rate - slpm / scfh
162 /343 Hot (cutflow)
180/ 382 Cold (postflow)
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Stainless Steel - 105 A - F5

Cut Charts

428895 428936
ohmic sensing ring
Metric
Best Quality Highest Production
Material Thick Cut Height Initial Pierce Height  Pierce Del Kerf Width
aterial Thickness ut Heig nitial Pierce Heig ierce Delay Cut Speed ‘ MrcVoltage  Cut Speed  Arc Voltage erf Wi
mm mm mm % seconds mm/min volts mm/min volts mm
L 05 2800 155 3600 153
8 ) 2300 157 3100 155 1.2
P 6.4 200
10 3.0 0.7 1500 159 2300 157
12 ' 0.8 1100 162 1500 159 1.3
16 8.0 250 1.3 700 165 1000 161 1.5
20 500 173 700 168 1.8
Edge start
25 4.4 400 181 500 172 2.2
English
Best Quality Highest Production
Material Thick Cut Height Initial Pierce Height = Pierce Del Kerf Width
aterial Thickness ut Heig nitial Pierce Heig ierce Delay Cut Speed ‘ MrcVoltage  Cut Speed  Arc Voltage erf Wi
inches inches inches % seconds in/min volts in/min volts inches
1/4 117 155 150 153 0.047
3/8 0.5 65 158 99 156 0.045
0.260 200
1/2 0.125 36 163 48 160 0.053
5/8 ' 0.8 28 165 38 161 0.047
3/4 0.310 | 250 1.3 20 174 28 167 0.067
7/8 21 171 23 169 0.054
Edge start
1 0.175 15 183 18 172 0.090
Gas flow rate - slpm / scfh
246 /522 Hot (cutflow)
332/ 705 Cold (postflow)
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Cut Charts

Stainless Steel - 85 A - F5

428895 428934
ohmic sensing ring

Metric
Matera Thickness ~ Cut eight it Piere Height  Pierce Delay sp:::t T":'r':ymage cutH;i:::t P'"::’::;:I':age Kerf Width
mm mm mm % seconds mm/min volts mm/min volts mm
4 0. 4100 137 5400 142 1.8
6 2200 142 2900 141 1.1
8 38 | 120 1600 146 2100 142 1.3
10 3.2 0.5 1300 149 1700 143 1.4
12 48 150 08 | 1000 152 1200 = 146 1.4
16 6.4 200 1.0 600 156 800 150 15
20 Edge start 300 157 400 156 1.9
English
Material Thickness = Cut Height  Initial Pierce Height = Pierce Delay Cut Sp:::t TuaAlrltt;y\Iultage cutH;z:::lt Pm::::;:;age Kerf Width
inches inches inches % seconds in/min volts in/min volts inches
10 GA 0.2 183 136 238 142 0.073
1/4 0.150 120 74 143 08 141 0.045
3/8 0195 0.5 54 | 148 70 | 142 | 0.054
1/2 0.188 150 0.8 33 153 42 147 0.056
5/8 0250 200 10 | 25 156 31 150 | 0.060
3/4 Edge start 17 157 20 155 0.071

Gas flow rate - slpm / scth
205/ 434 Hot (cutflow)
277 / 586 Cold (postflow)
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Stainless Steel - 65 A - F5

428895

ohmic sensing ring

428930

Cut Charts

Metric
mm mm mm % seconds mm/min volts mm/min volts mm
4 0.1 3200 142 4200 143 0.8
6 2.0 28 0.2 1800 144 2400 145 1.0
8 ' ' 120 0.5 1100 148 1500 148 1.1
10 0.7 700 153 900 152 1.3
12 5.0 6.0 1.2 500 157 700 154 1.5
English
inches inches inches % seconds in/min volts in/min volts inches
10 GA 0.2 142 142 185 143 0.029
1/4 0.125 0.150 190 0.5 60 144 80 145 0.040
3/8 0.7 30 152 38 151 0.048
1/2 0.200 0.240 1.2 19 159 26 155 0.062
Gas flow rate - slpm / scth
193 /408 Hot (cutflow)
254 /538 Cold (postflow)
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Cut Charts

Stainless Steel - 45 A - F5

428895

ohmic sensing ring

428925

Metric
mm mm mm % seconds mm/min volts mm/min volts mm
6 1200 1200
3.2 4.8 150 0.6 154 154 0.8
7 1100 1100
English
inches inches inches % seconds in/min volts in/min volts inches
1/4 0.125 0.18 150 0.6 46 154 46 154 0.030
Gas flow rate - slpm / scfh
176 / 374 Hot (cutflow)
222/ 470 Cold (postflow)
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