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CNC CONTROL of the PLASMA CUTTING PROCESS

The Value of Plasma CUT CHARTS
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 For decades CNC controls used for plasma cutting were
concerned only with the cutting path.

* In the past, process control was the responsibility of the
machine operator.

 The demands of industry require that today’s CNC
controls assume responsibility for BOTH path and
process.

e Controlling path alone is no longer enough.
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« Many CNC Controls today offer CUT CHARTS to control
plasma process variables.

 Some controls offer CUT CHARTS only for plasma
systems that accept a serial command.

« Some CNC control manufacturers charge extra for CUT
CHARTS
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e All Hypertherm CNC Controls include CUT CHARTS that
control the plasma process to the fullest extent possible
for all Hypertherm® plasma systems — and even some
competitive models.

o If the plasma system cannot accept a serial command to
change a process variable, the CUT CHART prompts the
machine operator for the correct value.

NO EXTRA CHARGE
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 The Hypertherm CNC control assumes responsibility
for the plasma process to fullest extent possible for
the configured plasma system.

 The following slides are screen captures of the
Hypertherm Phoenix motion control software
configured with CUT CHART support for operation
with a Hypertherm HPR260 plasma system.
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PHOENIX MAIN SCREEN
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Plasma
configured
in CNC

DROP DOWN MENUS
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HPE - Process Selection

Plasma 1 Cut Chart - Rev E
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Torch Type |HPR -

Material Type [Mild Steel -
Specific Material |None j
Process Current |200A j
Plasma / Shield Gases |OQ ! Air j
Material Thickness |0.188" j
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PLASMA CUT CHARTS

Plasma 1 Cut Chart- Rev E o ol @%
HPE - Process Selection Auto hanual AUt hanual
Toreh Type [HPR =] Preflow Setting| Process parameters dynamically
Material Type [Mild Steel - Cutflow Setting| filled in based on selection from drop
Specific Material [Mone - down menus.
Process Current |200A j Mixed Gas ‘ 0 | 0 %
Plasma / Shield Gases |02 / Air ~|
Material Thickness |0.188" - Cut Speed 230 ip“
karf ’W in
Pierce Time ’702 56C
Cut Height Delay ’70 =10
Cresp Time ’70 =10
CutHeight | 013 in
Transfer Height‘ 200 9g |
Pierce Height | 200 % |
Set Arc Voltage ’W wolts @ . cre
Set Arc Current 200 amps
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Plasma 1 Cut Chart - Rev E - ol @) Help 'l
HFR - Process Selection ALto Manual Auto Manual -
Torch Type |HPR j Preflow Setting ‘ 23 | 24 ‘ 42 ‘ 565 9
Mét_er'a' Ty?e | @ Sted Operator selects material type
Specific Material Stainless Steel
Process Current lALuUminum — Mixed Gas ‘ 0 | 0 %
Plasma / Shield Gases |02/ Air -
Meterial Thickness [0.188" - Cut Speed 230 ipm
Kerf ’W in
Pierce Time ’702 580
Cut Height Delay ’70 sec
Creep Time ’70 sec
Cut Height 013 in
TransferHeight‘ 200 og | 026 in
Pierce Height | 200 % | 026 in i
Set Arc Voltage 124 volts @cmah
Set Arc Current 200 amps o i
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]
Plasma 1 Cut Chart - Rev E @ e |
Plasma Shield ‘)d NT— |
HPR - Process Selection Auto Manual Auto Manual
Torch Type |HPR Preflow Setting| 23 ‘ 24 | 42 ‘ 65 9
Material Type |Mild Steel Cutflow Setting | 74 \ 69 | 18 \ 28 o

Specific Material |None Gas 1 Gas 2

Led Lol Lef Lo

Process Current |200A Mixed Gas_| gl Q%
Bl Siele) Eames |[Fw Operator selects current
. - 1304, .
Material Thickness S0A, Cut Speed ] 230 ipm
S0A Kerf 0.078 in
304,
Pierce Time 02 sec
Cut Height Delay 0 sec
Creep Time 0 sec
Cut Height 013 in
Transfer Height | 200 94 ‘ 026 in
Pierce Height | 200 9% | 036 in |
Set Arc Yoltage 124 volts @ S |
Set Arc Current 200 amps 5 ;
Double-Click here to Add or Remove a Process Current 71511 FM

Save
Process
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Frocess | Cut Charts ; Cut Charts | Consumables 1
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Plasma 1 Cut Chart - Rev E Hel
Plasma Shield 9) D

HPE - Process Selection Auto tanual Auto fanual
Torch Type |HPR Preflow Setting ‘ 23 | 24 ‘ 42 | 65 9

Material Type [Mild Steel (:utﬂow8etting\ 74 | 69 \ 18 | 28 o

Specific Material |None

Frocess Current |200A Mixed Gas
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FPlasma / Shield Gases |OQ AT

Material Thickness

|

Kerf | 0078 in

Fierce Time 0.2 sec
Cut Height Delay 0 sec
Creep Time 0 sec

Cut Height 013 in
Transfer Height ‘ 200 9g | 0.26 in
Pierce Height | 200 % | 026 in |
Set Arc Voltage 124 volts @ Wil |
Set Arc Current ’W amps @ . i
Double-Click here to Add or Remove a Plasma / Shield Gases 720001 FM

Save
Process

| 1 1k |
Reset % { Save | Load | & Change |
Process | Cut Chartg ; Cut Chants | Consumables 1

SRR SUNFENPRRE S NSIES. RS S -

|
| NR—

e PUPEP RS TRSSRITESESES. R e e R . |



BiTR0svsems ~ MATERIAL THICKNESS

Plasma 1 Cut Chart- Rev E Hel
Flasma Shield 9)4 Dh - |

HPR - Process Selection Auto Manual Auto Manual

Torch Type |HPR PreﬂowSetting| 23 ‘ 24 | 42 ‘ 65 o4

Material Type |Mild Steel CutflowSetting| 74 \ 69 | 18 \ 28 o

Specific Material |None
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Transfer Height | 200 o9 ‘ 026 in
Pierce Height | 200 % | 026 in i
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Set Arc Current IW amps e e
Double-Click here to Add or Remove a Material Thickness 7-22:42 PM
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!
Plasma 1 Cut Chart- Rev E — Shield @)Heluh
HPR - Frocess Selection ALto hanual Auto kanual
Torch Type |HPR j Preflow Setting ‘ 22 | 25 ‘ 49 ‘ 75 9
Material Type [Mild Steel - Cutflow Setting \ 76 | 70 \ 46 \ 70 %
Specific Material |None j O Lo

Operator can create CUT CHARTSs
for custom material types

Process Current poyrapy=p=rgmer=

Flasma / Shield Gases |02 I AIr

Lef Lo

Material Thickness |0_25" Cut Speed 245 ipm
Kerf ’701 in
Pierce Time ’703 580
Cut Height Delay ’70 sec
Creep Time ’70 sec
Cut Height 011 in
TransferHeight‘ 300 og | 033 in
Pierce Height | 300 % | 033 in i
Set Arc Voltage 150 volts @cmah
Set Arc Current ’W amps e i
Double-Click here to Add or Remove a Specific Material 7.25:26 P [Pher PP, |
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SAVE PROCESS
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Plasma 1 Cut Chart- Rev E — Shield @) Heln
HPR - Process Selection Auto Manual Auto Manual
Torch Type [HPR =l Pre| Values in blue indicate user values
Material Type |Mild Steel - Cith = ] | ]
Specific Material |None j & Gas 7
Frocess Current |200A j Mixed Gas 0 %
Plasma / Shield Gases |02 / Air -
Material Thickness |0.5" - Cut Speed IW ipm
Karf IW in
Pierce Time |706 sec
Cut Height Delay lio sec
Cresp Time |70 sec
Changes made to CUT Cut Height 013 in
CHARTSs are SAVED by Transfer Height 200 og ‘ 026 in

pressing SAVE PROCESS

21923 94 0285 in

Fierce Height

d

button @ s

Set Arc Voltage 132 wvolts |
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Set Arc Current PO0  amps a o |
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]
Plasma 1 Cut Chart - Rev E Hep |
Plasma Shield 9)4 FT—. |
HFR - Process Selection Auto Manual Auto fanual
Toreh Type NN Fro T ———
Values return to factory settlng
Material Type |Mild Steel - Cut I ] ] ]
Specific Material |None j G Gas 2
Process Current |200A j Mixed Gas 0 %
Plasma / Shield Gases |02 / Alr |
Material Thickness |U_5" j Cut Speed 1% ipm
Kerf 0.089 in
Pierce Time 0.5 sec
Cut Height Delay 0 sec
Creep Time 0 sec
Press RESET PROCESS O Heighi 013 Wiy
button to return that Transfer Height | 200 9% | 0.26 in
process screen to factory Pierce Height ‘ 200 o4 | 0.26 in i
settings. Set Arc Voltage 128 volts @ Rl |
Set Arc Current 200 amps s |
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|
Plasma 1 Cut Chart - Rev E — Shield 9)4 Heln
HFR - Process Selection Auto Manual Auto Manual
Torch Type Preflow Setting ‘ 23 ‘ 24 ‘ 42 ‘ 65 %
Material Type |Mild Steel - CLtflow Setting \ 74 \ 69 \ 18 \ 28 %
Specific Material |None j Gas 1 Gas 7
Process Current |200A j Mixed Gas ‘ 0 ‘ 0 %
Plasma / Shield Gases |02 / Alr |
Material Thickness |U_5" j Cut Speed 1% ipm
Kerf ’W in
Pierce Time ’705 sec
Cut Height Delay ’70 gec
Creep Time ’70 sec
Cut Height 013 in
Press SAVE CUT CHARTS to
save all charts to a memory Transfer Height | 200 % | 0.26 in
stick for storage outside of the PlerceHeight | 200 % | 026 in |
control. Set Arc Voltage 128 volts @C' 3
Set Arc Current 200 amps i |
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!
Plasma 1 Cut Chart - Rev E — Shield 9)4 Heln
HFR - Process Selection Auto Manual Auto Manual
Torch Type Preflow Setting ‘ 23 ‘ 24 ‘ 42 ‘ 65 %
Material Type |Mild Steel - CLtflow Setting \ 74 \ 69 \ 18 \ 28 %
Specific Material |None j Gas 1 Gas 7
Process Current |200A j Mixed Gas ‘ 0 ‘ 0 %
Plasma / Shield Gases |02 / Alr |
Material Thickness |U_5" j Cut Speed 1% ipm
Kerf ’W in
Fierce Time ’705 sec
Cut Height Delay ’70 gec
Creep Time ’70 sec
Press LOAD CUT CHARTS to S ——
load cut charts from a memory remeter et I | I
stick. Updated charts are Pierce Height | 200 % | 026 in i
available from time to time at Set Arc Vottage 128 volts QE'_
www.hypertherm.com Set Arc Current 200 amps -
7:34:38 PM -
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]
Plasma 1 Cut Chart - Rev E Hep O
Plasma Shield Q)D
HFR - Process Selection Auto Manual Auto fanual
Torch Type [SHANMMMNNNN | Prefow Seting | Press CHANGE CONSUMABLES

Cutflow Setting | button to view correct consumables
based on drop down selections.

Material Type |Mild Steel

Specific Material |None
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FProcess Current |200A Mixed Gas
Flasma / Shield Gases |02 £ AT
Material Thickness |U_5" Cut Speed 1% ipm
Kerf 0.089 in
Pierce Time sec
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Transfer Height 200 o4

Pierce Height 200
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Oy Fusl - Max Torch Tip Life Flasma - Max Nozzle Life Flasma - Max Electrode Life 9)
|Oxy Fuel Torch 1~ | Plasma Torch 1 - | Plasma Torch 1 - e

417 minutes 360 minutes 360 minutes
10 pierces 2500 pierces 2500 pierces
40353 inches 0 arc errors {actual)

0 minutes / pierce 7780 inches 7780 inches

0438 minutes / pierce 0438  minutes / pierce

arc errors {actual)

ERIRR

Last Torch Tip Installed

IEEIEF

‘ 15 Oct 2008 7:38 PM

Last Mozzle Installed volts / minute

‘ 15 Cct 2008 7:38 P

Last Electrode Installed

Correct consumable part numbers

displayed for operator reference.
HPR Mild Steel 200A

- -

220398 220358 220355 220354 220353 220352

0K 1

4

e
Electrade

Mew

|

MHew |
Torch Tip ! Mozzle

- |

Manual 1 Feset i = Uplaad . Save
Optiohs | Databaze | [atabaze [ratabase
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CONSUMABLE LIFE

Flasma - Max Mozzle Life

|P|asma Torch 1 j

360 minutes
2500 pierces
0 arc errors {actual)

7780 inches
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e
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0438 minutes / pierce

Last Mozzle Installed
15 Oct 2008 7:39 P

Plasma - Max Electrode Life

| Plasma Torch 1 j

360 minutes
2500 pierces
0 arc errors {actual)

7760 inches

0438  minutes / pierce

il I

D wolts / minute

Last Electrode Installed

15 Oct 2008 7:38 B

HPR Mild Steel 200A

220398 220356
1 |
Mew | New |
Nozzle | Electrode |

220354

GEGUE]
Optionz

Screen can also be used to
track consumable life. Date
stamp is entered each time
New Nozzle or New Electrode
buttons are pressed.

220353 220352
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www.retroplasma.com

Thank you



