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Safety Information

WARNING! READ, FOLLOW AND UNDERSTAND
THE TORCH MANUAL BEFORE BEGINNING USE.

1) Use a welding screen when operating Plasma Torch.

2) Wear proper eye protection.

3) Wear proper protective clothing.

4) Disconnect all power before adjusting, loading, or replacing any materials or
consumables on the machine table or torch.

5) CUT MATERIAL AND MACHINE WILL REMAIN HOT FOR MANY MINUTES AFTER

PLASMA TORCH HAS BEEN SHUT OFF. LET COOL ACCORDINGLY. ALWAYS USE
GLOVES TO AVOID BURNS AND SHARP EDGES.

6) Disconnect all power before servicing the CNC machine or torch. The machine may have
multiple power sources, disconnect all power sources.

7) Ensure proper ventilation is setup and used during operation of Plasma Torch.

8) Install Plasma Cutter on a non-flammable surface only.

9) Keep all areas around the Plasma Torch free of flammable materials, including but not
limited to wood, flammable material scraps, clothing, cleaning solvents, plastic and
more.

10)Keep clothing, hair, and jewelry away from the Plasma Torch and hot metals.

11)Do not operate unattended.

12)Have appropriate fire extinguishing equipment available in case of emergency.

13)Refer to MSDS for material being cut for material-specific safety instructions. Stainless
steel can be particularly dangerous.
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Safety Information

The general steps for cutting an NC file on the CNC plasma cutter are listed below. Review the steps
below before you start the steps in this lesson on the next page and be sure to refer back to this section
in you need a refresher as you complete the rest of this manual.

Pre-Machining Checklist:

Minimum Shade

Make sure you have all of the appropriate safety . 8 Eye Protection
gear. (Eye protection, hearing protection, adequate Weld“;g Jacket
ventilation, gloves, apron, fire extinguisher) orapron Chisel

Confirm that you are authorized by your instructor or
supervisor to operate the CNC plasma cutter.

Make sure that the machine has been setup and tested
and is fully operational.

Make sure the torch has the correct comsumables
installed for the torch’s AMP setting and the material to
be cut.

Make sure the CNC controller, the torch controller and | !
air compressor are plugged in and turned on.

Make sure the torch controller has the specified air
pressure available.

Welding Gloves Chipping Hammer

Cutting an NC file with the CNC Plasma Cutter
1. Check torch consumables and air pressure.

Set the torch feed rate.

Move the machine to the origin on the stock.
9.  Zero all of the axes.

10. Touch off the z position.

11. Preprocess the file.

12. Put on welding shield or goggles.

13. Click Start.

2. Launch the Techno CNC Interface.
3. Position the stock.

4.  Set the torch voltage and cut height.
5. Open the desired NC file.

6. Preview the NC file.

7.

8.
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Quick Start Running Instructions
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nfiguration  Settings View Options Units Transit Jog Help
------ — Step 1: Home the machine
Cu
Il |& H| <& E| _ (only for first time).
N GB4 G2 100%
N36 1§ M52 . 7.800% 260 Step 2: Jog to the place on
QunninJ ORCHOFF. MAC Step 5: Go to "File > ) 8 976- ! the material where you
éisD{[rnLjE} OFFmTORCH] Open” and select your cut 0'91 9'} ﬂ would like to start the cut.
531 [RESTORMEOSITIONS] file. : £ | pe—
91 GO Z{THL} LI RCH] T :
Returning To G- WVINCISYDEER TAP Step 3: Set XY origin. Zis
N3G1T G53 not critical for plasma cuts.
Finished: C-WINCNC\DEER.
Elapsed Time: 2 Minute(s) and 47 Step 6: Start the file. Seek
. . Step 4: Set your plasma cut
Set . parameters using the
Hypertherm manual as a
reference.
Calcl
t
« ;
v S'
' THC Auto |
Target Valtage: I 1220 Eﬁitj
Arc Voltage: l a0.7
Pl »][_Edt_[|_Go | _Tech [[NEN
A.0371 in, Y0775 in. [ in] =
fiven ||| | ) [ 600 690

Il
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Plasma Tor

ch Settings

Savied THE Congurons m 3

Shield Gas: |N|:une -l Shield Preflow: ID

Shield Cutflow:

"Torch Amps” is based on the power of the torch and the torch tip.

M aterial N ame:| 1EGA ?ﬁ{ault
Torch Amps: I—EE Tarch Tiplnfl:ul 1/8 Re{ﬁ:;z;:rf:?&e;;germ
Feed Rate: [ 2600 Hfpleissinlen settings.
T arget Walts: | 1 23.0&_ S—
- " | T .
f.old Tirne: | 0.000 seconds Only '-13‘-*_‘:' on
: *HD units.
old Pierce Delay: | 0000 zeconds #
ierce Delay: I 0000 zeconds ThE}" will vary
%nd Delay [0100 seconds depending onyour torch
it,ylu:uw Start Time: | 0.000 szeconds strength, the maten_al
type, and the material
Ell:lw Feed: | oo x thickness.
arly Torch Off: I 0000 [inch) _Jr
Af sae | aw |
Pllnge Fate. ] 100000 fnehrminil.
j{E=r— o % Enable : % Enable
Fiercing Height: 0150 Cutting Height:
" Dizable " Dizable
THC Active Dela_l,l:l 1.000 seconds Cut Height Delay: I 0.000 seconds These were settings
€ Dissbled used on .06" mild steel,
THE Mads: e Elevation Height: & Enatle [ oom for example.
 Auta Sense & Disable
Flazma Gaz: INDne -I Flazma Preflow: ID Flazma Cutflow:

-
e
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