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2. Torch-to-work distance is not correct (check Cut Chart information).

3. Cutting speed is not correct (check Cut Chart information).

4. Arc current is not correct (check Cut Chart information).

5. Damaged consumable parts (see Changing Consumable Parts ).

• Short consumable life. Causes can be:

1. Arc current, arc voltage, travel speed, motion delay, gas flow rates, or initial torch height not set as
specified in Cut Charts.

2. Attempting to cut highly magnetic metal plate (some metals such as armor plate with a high nickel
content) will shorten consumable life. Long consumable life is difficult to achieve when cutting plate that
is magnetized or becomes magnetized easily. Call Hypertherm's Technical Service (1-800-643-9878) if
you suspect the type of metal you are cutting is causing shortened consumable life.

3. Not beginning or ending cut on plate.

Also see Cutting Techniques later in this section for methods to improve cutting performance.

Technical Questions

Claims for defective merchandise – All units shipped from Hypertherm undergo rigorous quality control
testing. However, if your system does not function correctly:

1. Recheck all pre-installation and installation requirements and connections.

2. If you are unable to solve the problem, call your distributor. He (she) will be able to help you, or refer you
to an authorized Hypertherm repair facility.

3. If you need assistance, call Hypertherm's Technical Service department at 1-800-643-9878.

Cut Charts

The Cut Charts on the following pages provide the necessary information in order for the operator using the
system to be successful in plasma arc cutting. The HT2000 provides a wide travel speed operating window:
usually ± 10 ipm (± 254mm/min) on most materials. The data listed in the charts are for making drop cuts with
minimal dross.

Caution: Before cutting, check all settings and adjustments and check for damaged torch

parts and worn consumable parts.

Conversions

1 inch = 25.4 mm; 1 scfh = 28.316 liter/hour; 1 psi = .0689 bar = 6.895 KPa



HySpeed HT2000 Instruction Manual 6-13

OPERATION

23

CUT CHART AND CONSUMABLE PARTS INDEX

Plasma Gas/ Retaining Swirl

Metal Amps Shield Gas Shield Cap Nozzle Ring Electrode Page

Mild

Steel

Mild

Steel

Mild

Steel

Stainless

Steel

Stainless

Steel

Aluminum

Aluminum

200 HySpeed O2 / Air 220239 220242 220237 220236 220235 6-14

200 O2 / Air 020424 120837 020605 120833 120667 6-15

200 Air / Air 020424 120837 020608 020679 120667 6-16

200 N2 / CO2 020424 120837 020608 020607 020415 6-17

100 Air / Air 020448 120837 020611 020607 120547 6-18

100 O2 / Air 020424 120837 020690 020613 120547 6-19

50 O2 / O2 120186 120185 120182 120179 120178 6-20

200 Air / Air 020424 120837 020608 020679 120667 6-21

200 N2 / Air 020424 120837 020608 020607 020415 6-22

200 N2 / CO2 020424 120837 020608 020607 020415 6-23

200 H35 / N2* 020602 120837 020608 020607 020415 6-24

100 Air / Air 020448 120837 020611 020607 120547 6-25

100 H35 / N2* 020448 120837 020611 020607 020415 6-26

40 Air / Air 020688 020423 020689 020613 120667 6-27

200 Air / Air 020424 120837 020608 020679 120667 6-28

200 N2 / Air 020424 120837 020608 020607 020415 6-29

200 N2 / CO2 020424 120837 020608 020607 020415 6-30

200 H35 / N2* 020602 120837 020608 020607 020415 6-31

100 Air / Air 020448 120837 020611 020607 120547 6-32

100 H35 / N2* 020448 120837 020611 020607 020415 6-33

40 Air / Air 020688 020423 020689 020613 120667 6-34 

200 O2/Air 120260 120837 120259 120833 120258 6-35

200 Air / Air 020485 120837 020615 020607 120667 6-36

200 H35 / N2* 020485 120837 020615 020607 020415 6-36

200 H35 / N2* 020485 120837 020615 020607 020415 6-36

BEVEL
CUTTING

* Argon-Hydrogen Manifold required.  See Section 7 for installation and operation with argon-hydrogen manifold.

** Do not use the water muffler when cutting with argon-hydrogen (H35)!

Water Muffler cannot be used with the stainless steel torch

Note: If the Command THC or other ohmic contact sensing device is NOT in use, retaining caps with no IHS tab: 020423

clockwise; 020955 counterclockwise can be used for all cutting currents except 50A; 120185 for 50A cutting only. For HySpeed

200A O2 cutting only; Use retaining cap part # 220238 (clockwise cutting) & 220241 (counter-clockwise cutting).

200 HySpeed O2 / Air 220295 220238 220237 220236 220235

200 O2 / Air 020566 020423 020605 120833 120667

100 O2 / Air 020566 020423 020690 020613 120547

200 Air / Air 020566 020423 020608 020679 120667

100 Air / Air 020618 020423 020611 020607 120547

200 N2 / CO2 020566 020423 020608 020607 020415

200 N2 / Air 020566 020423 020608 020607 020415

Consumables

used with
HySpeed

HT2000

Water Muffler**
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (O2 % N2 %) (O2 % N2 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (O2 % N2 %) (O2 % N2 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

1/4 6 12 38 76 0 60 1/16 1.5 1/8 3 145 230 5800 0.3

5/16 8 (12 / 50 (90 / 0 (275 1/8 3 1/4 6 151 165 4200 0.3

3/8 10 SCFH) SCFH) SCFH) 5/32 4 5/16 8 155 140 3500 0.3

1/2 12 1/8 3 1/4 6 155 120 3000 0.3

5/8 15 1/8 3 1/4 6 155 100 2500 0.5

3/4 20 1/8 3 1/4 6 155 75 1900 0.6

7/8 22 1/8 3 1/4 6 159 60 1500 0.7

1 25 1/8 3 1/4 6 160 50 1300 0.7

1 1/4 32 1/8 3 5/16 8 168 30 760 2.6

1-1/2 38 1/8 3 5/16 8 175 20 500 4.0

1-3/4 44 1/8 3 N/A N/A 180 15 380 N/A

2 50 1/8 3 N/A N/A 188 10 250 N/A

Mild Steel

HySpeed 200 amps • O2 Plasma / Air Shield

This gas combination gives superior cut speed, minimum dross, minimum surface nitriding and excellent
weldability.

Notes: Set oxygen plasma gas inlet pressure to 120 psi (8.3 bar). 

Set nitrogen plasma gas inlet pressure to 120 psi (8.3 bar)

Set shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 1" (25 mm) not recommended.

Drop cutting above 1-1/2" (38 mm) not recommended

Above Water

1/4 6 12 38 76 0 60 1/16 1.5 1/8 3 149 230 5800 0.3

5/16 8 (12 / 50 (90 / 0 (275 1/8 3 1/4 6 151 165 4200 0.3

3/8 10 SCFH) SCFH) SCFH) 5/32 4 5/16 8 159 140 3500 0.3

1/2 12 1/8 3 1/4 6 155 105 2700 0.3

5/8 15 1/8 3 1/4 6 161 90 2300 0.5

3/4 20 1/8 3 1/4 6 161 65 1600 0.6

7/8 22 1/8 3 1/4 6 161 55 1400 0.7

1 25 1/8 3 1/4 6 164 45 1100 0.7

3" Under Water

220236 (cw)

220244 (ccw)

Swirl ring

220235

Electrode 

220237

Nozzle

220242 (cw)

220243 (ccw)

Retaining cap
220239

Shield
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (O2 % N2 %) (O2 % N2 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (O2 % N2 %) (O2 % N2 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

1/4 6 12 38 64 0 60 1/8 3 1/4 6 120 160 4060 0.5

.315 8 (14.9 / 50.4 (79.6 / 0 (270 1/8 3 1/4 6 125 120 3000 0.5

3/8 10 SCFH) SCFH) SCFH) 1/8 3 1/4 6 125 100 2540 1.0

1/2 12 .157 4 .314 8 125 80 2030 2.0

5/8 15 .157 4 .314 8 130 70 1780 2.0

3/4 20 3/16 5 3/8 10 135 55 1400 2.5

7/8 22 1/4 6 1/2 12 135 45 1140 2.5

1 25 1/4 6 1/2 12 140 35 890 2.5

1 1/4 32 1/4 6 150 22 560

1-1/2 38 1/4 6 155 15 380

1-3/4 44 5/16 8 165 10 250

2 50 5/16 8 170 7 180

Mild Steel

200 amps • O2 Plasma / Air Shield

This gas combination gives superior cut speed, minimum dross, minimum surface nitriding and excellent
weldability.

Notes: Set oxygen plasma gas inlet pressure to 120 psi (8.3 bar). 

Set nitrogen plasma gas inlet pressure to 120 psi (8.3 bar)

Set shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 1" (25 mm) not recommended. Drop cutting above 1-1/2" (38 mm) not recommended

* Use 020679 swirl ring in place of 120833 swirl ring to obtain smoother cut edges on material 

1/4" to 3/8" thick, but expect a 30-40% decrease in electrode life

+ SilverPlus provides increased life to high duty cycle users in most applications. The hafnium wears to

approximately twice the depth of an all copper electrode (120667). Arc voltage may need to be increased by 

5-10 volts throughout the electrode life to maintain proper cut height parameters.

Above Water

1/4 6 12 38 64 0 70 1/8 3 1/4 6 125 145 3700 0.5

.315 8 (14.9 / 50.4 (79.6 / 0 (270 1/8 3 1/4 6 125 110 2800 0.5

3/8 10 SCFH) SCFH) SCFH) 1/8 3 1/4 6 130 80 2000 1.0

1/2 12 1/8 3 1/4 6 130 70 1800 2.0

5/8 15 .157 4 .314 8 135 60 1500 2.0

3/4 20 3/16 5 3/8 10 140 48 1200 2.5

7/8 22 1/4 6 1/2 12 140 38 950 3.0

1 25 1/4 6 1/2 12 145 25 680 3.0

3" Under Water

120833* (cw)

120834 (ccw)

Swirl ring

120667 (standard)

Electrode 

220084 (optional)

SilverPlus electrode+

020605

Nozzle

120837 (cw)

120838 (ccw)

Retaining cap
020424

Shield
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (Air %) (Air %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (Air %) (Air %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

3/16 5 54 65 60 1/8 3 1/4 6 130 200 5080

1/4 6 (62.3 (75.0 (270 1/8 3 1/4 6 130 135 3400 0.5

.315 8 SCFH) SCFH) SCFH) 1/8 3 1/4 6 135 115 2900 0.5

3/8 10 1/8 3 1/4 6 135 100 2540 1.0

1/2 12 .157 4 .314 8 140 80 2030 2.0

5/8 15 .157 4 .314 8 145 60 1520 2.0

3/4 20 3/16 5 3/8 10 150 45 1140 2.5

7/8 22 1/4 6 1/2 12 155 30 760 2.5

1 25 1/4 6 1/2 12 160 25 635 2.5

1-1/4 32 1/4 6 165 15 380

1-1/2 38 1/4 6 170 10 250

1-3/4 44 5/16 8 180 7 180

2 50 5/16 8 185 5 130

Mild Steel

200 amps • Air Plasma / Air Shield

This gas combination gives good cut speed, low dross levels and is very economical. Some surface nitriding can
occur.

Notes: Set plasma gas inlet pressure to 90 psi (6.2 bar)

Set shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 1" (25 mm) not recommended

Drop cutting above 1-1/2" (38 mm) not recommended

Above Water

1/4 6 54 65 70 1/8 3 1/4 6 130 130 3300 0.5

.315 8 (62.3 (75.0 (280 1/8 3 1/4 6 135 110 2700 0.5

3/8 10 SCFH) SCFH) SCFH) 1/8 3 1/4 6 135 95 2400 1.0

1/2 12 1/8 3 1/4 6 140 75 1900 2.0

5/8 15 .157 4 .314 8 145 50 1200 2.0

3/4 20 3/16 5 3/8 10 150 35 850 2.5

7/8 22 1/4 6 1/2 12 155 20 530 3.0

1 25 1/4 6 1/2 12 165 15 400 3.0

3" Under Water

020424

Shield

120837

Retaining cap

020608

Nozzle

020679

Swirl ring

120667

Electrode
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (CO2) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (N2 %) (N2 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

3/16 5 50 60 60/4 1/8 3 1/4 6 120 130 3300 0.5

1/4 6 (62.3 (75.0 (270 1/8 3 1/4 6 125 110 2800 1.0

3/8 10 (SCFH) SCFH) SCFH) 1/8 3 1/4 6 130 85 2160 1.5

1/2 12 1/8 3 1/4 6 130 55 1400 2.0

5/8 15 .157 4 .314 8 135 45 1140 2.0

3/4 20 3/16 5 3/8 10 145 25 635 2.5

7/8 22 1/4 6 1/2 12 150 20 510 3.0

1 25 1/4 6 1/2 12 160 15 380 3.0

1-1/4 32 1/4 6 165 10 250

1-1/2 38 1/4 6 175 5 130

Mild Steel

200 amps • N2 Plasma / CO2 Shield

This gas combination may be used when cut edge quality and surface nitriding are less important. Electrode life is
extended when using this combination.

Notes: Set plasma gas inlet pressure to 120 psi (8.3 bar)

Set shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 1" (25 mm) not recommended

Above Water Only

020424

Shield

120837

Retaining cap

020608

Nozzle

020607

Swirl ring

020415

Electrode
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (Air %) (Air %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (Air %) (Air %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

.075* 2 48 39 60 3/32 2.5 3/16 5 120 235 6050

1/8 3 (55.3 (44.9 (270 3/32 2.5 3/16 5 125 185 4700 0.5

3/16 5 SCFH) SCFH) SCFH) 1/8 3 1/4 6 125 175 4450 0.5

1/4 6 1/8 3 1/4 6 130 125 3175 0.5

3/8 10 1/8 3 1/4 6 135 50 1270 1.0

1/2 12 1/8 3 140 35 890

5/8 15 .157 4 145 25 635

3/4 20 3/16 5 150 20 510

Mild Steel

100* amps • Air Plasma / Air Shield

This gas combination gives good cut speed, low dross levels and is very economical. Some surface nitriding can
occur. While this process may be used on thicker materials, optimal recommended range is to 3/8" (10mm).

* Set arc current to 80 amps when cutting .075" (2 mm) thick mild steel

Notes: Set plasma gas inlet pressure to 90 psi (6.2 bar)

Set shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 3/8" (10 mm) not recommended

Above Water

1/8 3 48 39 70 5/64 2 5/32 4 130 120 3050

3/16 5 (55.3 (44.9 (270 1/8 3 1/4 6 135 90 2300 0.5

1/4 6 SCFH) SCFH) SCFH) 1/8 3 1/4 6 140 70 1730 0.5

3/8 10 1/8 3 1/4 6 145 42 1050 0.5

1/2 12 1/8 145 28 700

3" Under Water

020448

Shield

120837

Retaining cap

020611

Nozzle

020607

Swirl ring

120547

Electrode
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (O2 % N2 %) (O2 % N2 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (O2 % N2 %) (O2 % N2 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

1/8 3 7 28 36 0 60 3/32 2.5 3/16 5 125 240 6100

3/16 5 (9 / 37 (45 / 0 (270 1/8 3 1/4 6 125 180 4570

1/4 6 SCFH) SCFH) SCFH) 1/8 3 1/4 6 125 120 3050 0.5

3/8 10 1/8 3 1/4 6 130 90 2280 0.5

1/2 12 1/8 3 130 60 1520

5/8 15 .157 4 140 45 1140

3/4 20 3/16 5 145 30 760

Mild Steel

100 amps • O2 Plasma / Air Shield

This gas combination gives good cut speed, low dross and is very economical. Some surface nitriding can occur.
While this process may be used on thicker materials, optimal recommended range is to 3/8" (10mm).

Notes: Set oxygen plasma gas inlet pressure to 120 psi (8.3 bar)

Set nitrogen plasma gas inlet pressure to 120 psi (8.3 bar)

Set shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 3/8" (10 mm) not recommended

* To maximize consumable life, modify the part lead-in and lead-out to reduce ramp-down errors.

For strip cutting or other applications where proper ramp-down is difficult to achieve, use electrode P/N 120667 in

place of electrode P/N120547.

Above Water

1/8 3 7 28 36 0 60 5/64 2 5/32 4 125 220 5580

3/16 5 (9 / 37 (45 / 0 (270 1/8 3 1/4 6 125 160 4060 0.5

1/4 6 SCFH) SCFH) SCFH) 1/8 3 1/4 6 125 110 2790 0.5

3/8 10 1/8 3 1/4 6 130 85 2160 0.5

1/2 12 1/8 3 135 60 1520

3" Under Water

020613 (cw)

120252 (ccw)

Swirl ring
120547*

Electrode

020690

Nozzle

120837 (cw)

120838 (ccw)

Retaining cap
020424

Shield
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (O2) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (O2 % N2 %) (O2 % N2 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

.048 (18 GA.) 3 27 30 0 18 .060 1.50 .120 3.0 108 160 4060 0

.074 (14 GA.) 4 / 36 37 / 0 35 .060 1.50 .120 3.0 108 120 3050 0.3

.100 (12 GA.) SCFH SCFH SCFH .070 1.75 .140 3.5 113 100 2540 0.3

.125 (10 GA.) .080 2.00 .160 4.0 118 60 1520 0.5

Mild Steel

50 amps • O2 Plasma / O2 Shield

Notes: Set oxygen plasma gas inlet pressure to 120 psi (8.3 bar)

Set nitrogen plasma gas inlet pressure to 120 psi (8.3 bar)

Set shield gas inlet pressure to 120 psi (8.3 bar)

The oxygen shield gas must be supplied from a regulator separate from the oxygen plasma gas regulator.

If using the Digital Remote (DR) or Programmable Remote (PR), set current to 60 amps.

If using a torch height control system capable of achieving the arc voltage setting on this chart, set accordingly.

If using a less sensitive torch height control system, round off the arc voltage numbers to the nearest achievable

setting.

Torch-to-work Distance tolerances are ± .010 inch (± .25 mm). When using a THC the tolerances are ± 1 volt.

Stay within travel speed ranges to produce dross-free cuts.

Due to the low gas flow rates associated with the 50 amp process, initial cut quality may be degraded while nitrogen is

being purged from the gas line when changing from preflow to cut flow (up to 2 seconds). To compensate, either

increase machine motion delay or increase the lead-in distance at the start of the cut.

Note that some height control systems may need to be locked out to prevent the torch from diving into the plate if the

machine motion delay option is used.

Above Water Only

120185

Retaining cap

120186

Shield

120182

Nozzle

120179

Swirl ring

120178

Electrode
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (Air %) (Air %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (Air %) (Air %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

3/16 5 54 65 60 1/8 3 1/4 5 125 220 5600

1/4 6 (62.3 (75.0 (270 1/8 3 1/4 6 130 195 5000 0.5

3/8 10 SCFH) SCFH) SCFH) 1/8 3 1/4 6 130 145 3700 1.0

1/2 12 1/8 3 1/4 6 135 105 2700 2.0

5/8 15 .157 4 .314 8 140 75 1900 2.0

3/4 20 3/16 5 3/8 10 140 55 1400 2.5

7/8 22 1/4 6 1/2 12 145 40 1000 3.0

1 25 1/4 6 150 30 760

1-1/4 32 ` 1/4 6 160 15 380

1-1/2 38 1/4 6 170 10 250

Stainless Steel

200 amps • Air Plasma / Air Shield

This gas combination gives good cut speed, low dross and is very economical. Some surface nitriding and surface
oxidation of alloying elements can occur.

Notes: Set air plasma gas inlet pressure to 90 psi (6.2 bar)

Set air shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 7/8" (22 mm) not recommended

Above Water

3/16 5 54 65 70 1/8 3 1/4 6 125 210 5320

1/4 6 (62.3 (75.0 (280 1/8 3 1/4 6 130 180 4500 0.5

3/8 10 SCFH) SCFH) SCFH) 1/8 3 1/4 6 135 125 3150 1.0

1/2 12 1/8 3 1/4 6 140 90 2300 2.0

5/8 15 .157 4 .314 8 145 60 1520 2.0

3/4 20 3/16 5 3/8 10 145 45 1150 2.5

7/8 22 1/4 6 1/2 12 150 30 750 3.0

1 25 1/4 6 155 22 570

3" Under Water

020424

Shield

120837

Retaining cap

020608

Nozzle

020679

Swirl ring

120667

Electrode
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (N2 %) (N2 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (N2 %) (N2 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

3/16 5 50 60 60 1/8 3 1/4 5 125 135 3430

1/4 6 (66.4 (79.6 (270 1/8 3 1/4 6 130 120 3050 0.5

3/8 10 SCFH) SCFH) SCFH) 1/8 3 1/4 6 130 100 2540 1.0

1/2 12 1/8 3 1/4 6 135 75 1900 2.0

5/8 15 .157 4 .314 8 140 60 1520 2.0

3/4 20 3/16 5 3/8 10 140 45 1140 2.5

7/8 22 1/4 6 1/2 12 145 35 890 2.5

1 25 1/4 6 150 20 510

1-1/4 32 ` 1/4 6 160 15 380

1-1/2 38 1/4 6 160 10 250

Stainless Steel

200 amps • N2 Plasma / Air Shield

This gas combination is used when cut edge quality, surface nitriding and surface oxidation of alloying elements
are less important. Electrode life is extended when this combination is used.

Notes: Set nitrogen plasma gas inlet pressure to 120 psi (8.3 bar)

Set air shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 7/8" (22 mm) not recommended

Above Water

3/16 5 50 60 70 1/8 3 1/4 6 125 130 3250

1/4 6 (66.4 (79.6 (280 1/8 3 1/4 6 130 110 2750 0.5

3/8 10 SCFH) SCFH) SCFH) 1/8 3 1/4 6 135 85 2160 1.0

1/2 12 1/8 3 1/4 6 140 60 1520 2.0

5/8 15 .157 4 .314 8 145 45 1140 2.0

3/4 20 3/16 5 3/8 10 145 30 800 2.5

3" Under Water

020424

Shield

120837

Retaining cap

020608

Nozzle

020607

Swirl ring

020415

Electrode
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (CO2) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (N2 %) (N2 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (CO2) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (N2 %) (N2 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

3/16 5 50 60 60 1/8 3 1/4 6 125 190 4800 0.5

1/4 6 (66.4 (79.6 (210 1/8 3 1/4 6 130 170 4300 1.0

3/8 10 SCFH) SCFH) SCFH) 1/8 3 1/4 6 130 125 3200 1.5

1/2 12 1/8 3 1/4 6 135 95 2400 2.0

5/8 15 .157 4 .314 8 140 70 1800 2.0

3/4 20 3/16 5 3/8 10 140 50 1250 2.5

7/8 22 1/4 6 1/2 12 145 40 1000 3.0

1 25 1/4 6 150 30 760

1-1/4 32 ` 1/4 6 160 15 380

1-1/2 38 1/4 6 170 10 250

Stainless Steel

200 amps • N2 Plasma / CO2 Shield

This gas combination is used when surface nitriding and surface oxidation of alloying elements is less important.
Electrode life is extended when using this gas combination.

Notes: Set nitrogen plasma gas inlet pressure to 120 psi (8.3 bar)

Set carbon dioxide shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 7/8" (22 mm) not recommended

Above Water

3/16 5 50 60 60 1/8 3 1/4 6 125 180 4550 0.5

1/4 6 (66.4 (79.6 (210 1/8 3 1/4 6 130 150 3850 1.0

3/8 10 SCFH) SCFH) SCFH) 1/8 3 1/4 6 135 110 2700 1.5

1/2 12 1/8 3 1/4 6 140 75 1920 2.0

5/8 15 .157 4 .314 8 145 50 1350 2.0

3/4 20 3/16 5 3/8 10 145 38 950 2.5

7/8 22 1/4 6 1/2 12 150 28 700 3.0

3" Under Water

020424

Shield

120837

Retaining cap

020608

Nozzle

020607

Swirl ring

020415

Electrode
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (N2) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (H35 %) (H35 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

1/4 6 25 25 60 3/16 5 3/8 10 135 62 1600 1.0

3/8 10 (89.9 (89.9 (275 3/16 5 3/8 10 140 52 1300 1.0

1/2 12 SCFH) SCFH) SCFH) 3/16 5 3/8 10 140 42 1100 2.0

5/8 15 1/4 6 1/2 12 145 37 940 2.0

3/4 20 1/4 6 1/2 12 150 32 810 2.5

7/8 22 5/16 8 5/8 16 155 27 690 2.5

1 25 5/16 8 155 22 560

1-1/4 32 ` 5/16 8 165 16 400

1-1/2 38 5/16 8 170 11 280

1-3/4 44 5/16 8 180 8 200

2 50 5/16 8 185 6 150

Stainless Steel

200 amps • H35 Plasma / N2 Shield

Argon-Hydrogen Manifold (073109) Required*

This gas combination (Hypertherm recommends a mixture of 35% hydrogen and 65% argon  for the plasma gas)
gives maximum thickness cutting capability, minimum dross levels, minimum amount of surface contamination,
excellent weldability and excellent cut quality on thicknesses greater than 1/2". On thicknesses less than 1/2",
excessive dross levels may be experienced. Electrode life is extended when this combination is used.

* See Section 7 for installation and operation with Argon-Hydrogen Manifold.

Notes: Set argon-hydrogen plasma gas inlet pressure to 120 psi (8.3 bar)

Set nitrogen shield gas inlet pressure to 90 psi (6.2 bar)

Drop cutting above 1-1/2" (38 mm) not recommended.

Production cutting above 7/8" (22 mm) not recommended

Above Water Only

WARNING

Do not use water muffler
when cutting with argon-hydrogen

020602

Shield

120837

Retaining cap

020608

Nozzle

020607

Swirl ring

020415

Electrode
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (Air %) (Air %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (Air %) (Air %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

1/8 3 48 39 60 3/32 2.5 3/16 5 125 140 3560

3/16 5 (53.3 (44.9 (270 1/8 3 1/4 6 130 110 2800 0.5

1/4 6 SCFH) SCFH) SCFH) 1/8 3 1/4 6 130 80 2030 0.5

3/8 10 1/8 3 1/4 6 135 55 1400 0.5

1/2 12 1/8 3 140 35 890

5/8 15 .157 4 145 25 635

3/4 20 3/16 5 150 20 510

Stainless Steel

100 amps • Air Plasma / Air Shield

This gas combination gives good cut speed, low dross and is very economical.  Some surface nitriding and surface
oxidation of alloying elements can occur.

Notes: Set air plasma gas inlet pressure to 90 psi (6.2 bar)

Set air shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 3/8" (10 mm) not recommended

Above Water

1/8 3 48 39 60 5/64 2 5/32 4 125 135 3400

3/16 5 (53.3 (44.9 (270 1/8 3 1/4 6 130 100 2520 0.5

1/4 6 SCFH) SCFH) SCFH) 1/8 3 1/4 6 135 65 1720 0.5

3/8 10 1/8 3 1/4 6 140 45 1120 0.5

1/2 12 1/8 3 145 25 670

3" Under Water

020448

Shield

120837

Retaining cap

020611

Nozzle

020607

Swirl ring

120547

Electrode
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (N2) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (H35 %) (H35 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

1/8 3 13 13 60 3/32 2.5 3/16 5 130 50 1260

3/16 5 (46.7 (46.7 (270 1/8 3 1/4 6 135 40 1060 0.5

1/4 6 SCFH) SCFH) SCFH) 3/16 5 3/8 10 140 35 890 0.5

3/8 10 3/16 5 3/8 10 140 30 750 0.5

1/2 12 3/16 5 3/8 10 145 25 630 1.0

Stainless Steel

100 amps • H35 Plasma / N2 Shield

Argon-Hydrogen Manifold (073109) Required*

This gas combination (Hypertherm recommends a mixture of 35% hydrogen and 65% argon  for the plasma gas)
gives good cut speed, but may result in excessive dross. Some surface nitriding and surface oxidation of alloying
elements can occur.

*See Section 7 for installation and operation with Argon-Hydrogen Manifold.

Notes: Set argon-hydrogen plasma gas inlet pressure to 120 psi (8.3 bar)

Set nitrogen shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 3/8" (10 mm) not recommended

Above Water Only

020448

Shield

120837

Retaining cap

020611

Nozzle

020607

Swirl ring

020415

Electrode

WARNING

Do not use water muffler
when cutting with argon-hydrogen
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (Air %) (Air %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

.050 (18 GA.) 40 20 60 3/32 2.5 3/16 5 120 145 3700

1/16 1.5 (46.0 (23.1 (275 3/32 2.5 3/16 5 120 120 3050

1/8 3 SCFH) SCFH) SCFH) 3/32 2.5 3/16 5 125 75 1900 0.5

1/4 6 1/8 3 135 24 610

3/8 10 1/8 3 140 12 300

Stainless Steel

40 amps • Air Plasma / Air Shield

This gas combination gives good cut speed, low dross level and is very economical. Some surface nitriding and
surface oxidation of alloying elements can occur.

Notes: Set air plasma gas inlet pressure to 90 psi (6.2 bar)

Set air shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 1/8" (3 mm) not recommended

Above Water Only

020688

Shield

020423

Retaining cap

020689

Nozzle

020613

Swirl ring

120667

Electrode
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (Air %) (Air %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (Air %) (Air %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

3/16 5 54 65 60 1/8 3 1/4 6 130 220 5600 0.5

1/4 6 (62.3 (75.0 (270 1/8 3 1/4 6 140 190 4800 1.0

3/8 10 SCFH) SCFH) SCFH) 1/8 3 1/4 6 140 145 3700 2.0

1/2 12 1/8 3 1/4 6 145 110 2800 2.5

5/8 15 .157 4 .314 8 150 85 2200 2.5

3/4 20 3/16 5 3/8 10 155 65 1650 2.5

7/8 22 1/4 6 1/2 12 160 50 1300 2.5

1 25 1/4 6 165 35 900

1-1/4 32 ` 1/4 6 170 20 500

1-1/2 38 1/4 6 175 12 300

Aluminum

200 amps • Air Plasma / Air Shield

This gas combination gives good cut speed, low dross levels and is very economical.

Notes: Set plasma gas inlet pressure to 90 psi (6.2 bar)
Set shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 7/8" (22 mm) not recommended

Above Water

3/16 5 54 65 70 1/8 3 1/4 6 135 210 5300 0.5

1/4 6 (62.3 (75.0 (280 1/8 3 1/4 6 140 170 4300 1.0

3/8 10 SCFH) SCFH) SCFH) 1/8 3 1/4 6 145 125 3150 2.0

1/2 12 1/8 3 1/4 6 150 90 2240 2.5

5/8 15 .157 4 .314 8 155 65 1650 3.0

3/4 20 3/16 5 3/8 10 160 45 1150 3.0

3" Under Water

020424

Shield

120837

Retaining cap

020608

Nozzle

020679

Swirl ring

120667

Electrode
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (N2 %) (N2 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (N2 %) (N2 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

3/16 5 50 60 60 1/8 3 1/4 6 130 180 4570 0.5

1/4 6 (66.4 (79.6 (270 1/8 3 1/4 6 135 160 4060 1.0

3/8 10 SCFH) SCFH) SCFH) 1/8 3 1/4 6 135 120 3050 1.5

1/2 12 1/8 3 1/4 6 140 80 2030 2.0

5/8 15 .157 4 .314 8 140 70 1780 2.0

3/4 20 3/16 5 3/8 10 150 50 1270 2.5

7/8 22 1/4 6 1/2 12 160 35 890 2.5

1 25 1/4 6 165 25 635

1-1/4 32 ` 1/4 6 175 20 510

1-1/2 38 1/4 6 185 10 250

Aluminum

200 amps • N2 Plasma / Air Shield

This gas combination is used when cut edge quality is less important. Electrode life is extended when this
combination is used.

Notes: Set plasma gas inlet pressure to 120 psi (8.3 bar)
Set shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 7/8" (22 mm) not recommended

Above Water

3/16 5 50 60 70 1/8 3 1/4 6 135 170 4350 0.5

1/4 6 (66.4 (79.6 (280 1/8 3 1/4 6 140 140 3650 1.0

3/8 10 SCFH) SCFH) SCFH) 1/8 3 1/4 6 140 100 2600 1.5

1/2 12 1/8 3 1/4 6 145 65 1620 2.0

5/8 15 .157 4 .314 8 145 55 1350 2.5

3/4 20 3/16 5 3/8 10 155 35 890 3.0

7/8 22 1/4 6 1/2 12 165 25 620 3.0

3" Under Water

020424

Shield

120837

Retaining cap

020608

Nozzle

020607

Swirl ring

020415

Electrode
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (CO2) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (N2 %) (N2 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (CO2) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (N2 %) (N2 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

3/16 5 50 60 60 1/8 3 1/4 6 130 185 4700 0.5

1/4 6 (66.4 (79.6 (210 1/8 3 1/4 6 135 160 4050 1.0

3/8 10 SCFH) SCFH) SCFH) 1/8 3 1/4 6 135 120 3050 2.0

1/2 12 1/8 3 1/4 6 140 95 2400 2.5

5/8 15 .157 4 .314 8 140 70 1800 2.5

3/4 20 3/16 5 3/8 10 150 55 1400 3.0

7/8 22 1/4 6 1/2 12 160 42 1050 3.0

1 25 1/4 6 165 33 840

1-1/4 32 ` 1/4 6 175 20 510

1-1/2 38 5/16 8 185 11 280

Aluminum

200 amps • N2 Plasma / CO2 Shield

This gas combination is used when cut edge quality is less important. Electrode life is extended when this
combination is used.

Notes: Set plasma gas inlet pressure to 120 psi (8.3 bar)
Set shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 7/8" (22 mm) not recommended

Above Water

3/16 5 50 60 60 1/8 3 1/4 6 130 175 4450 0.5

1/4 6 (66.4 (79.6 (220 1/8 3 1/4 6 135 145 3650 1.0

3/8 10 SCFH) SCFH) SCFH) 1/8 3 1/4 6 140 100 2600 2.0

1/2 12 1/8 3 1/4 6 145 75 1820 2.5

5/8 15 .157 4 .314 8 145 55 1350 2.5

3/4 20 3/16 5 3/8 10 155 40 980 3.0

7/8 22 1/4 6 1/2 12 165 30 750 3.0

3" Under Water

020424

Shield

120837

Retaining cap

020608

Nozzle

020607

Swirl ring

020415

Electrode



HySpeed HT2000 Instruction Manual 6-31

OPERATION

22

Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (N2) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (H35 %) (H35 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

3/16 5 25 25 60 3/16 5 3/8 10 130 170 4300 0.5

1/4 6 (89.9 (89.9 (275 3/16 5 3/8 10 130 155 4000 1.0

3/8 10 SCFH) SCFH) SCFH) 1/4 6 1/2 12 135 120 3000 2.0

1/2 12 1/4 6 1/2 12 140 100 2550 2.0

5/8 15 1/4 6 1/2 12 145 80 2000 2.5

3/4 20 5/16 8 5/8 16 150 60 1500 2.5

7/8 22 5/16 8 5/8 16 155 50 1250 2.5

1 25 5/16 8 155 40 1000

1-1/4 32 ` 5/16 8 165 26 660

1-1/2 38 5/16 8 170 18 460

1-3/4 44 5/16 8 180 12 300

2 50 5/16 8 185 7 180

Aluminum

200 amps • H35 Plasma / N2 Shield

Argon-Hydrogen Manifold (073109) Required*

This gas combination (Hypertherm recommends a mixture of 35% hydrogen and 65% argon for the plasma gas)
gives maximum thickness cutting capability, excellent cut quality and excellent weldability. Electrode life is
extended when this combination is used.

* See Section 7 for installation and operation with Argon-Hydrogen Manifold.

Notes: Set plasma gas inlet pressure to 120 psi (8.3 bar)

Set shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 7/8" (22 mm) not recommended

Above Water Only

020602

Shield

120837

Retaining cap

020608

Nozzle

020607

Swirl ring

020415

Electrode

WARNING

Do not use water muffler
when cutting with argon-hydrogen
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (Air %) (Air %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (Air %) (Air %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

1/8 3 48 39 60 3/32 2.5 3/16 5 135 110 2800

3/16 5 (55.3 (44.9 (270 1/8 3 1/4 6 140 90 2290 0.5

1/4 6 SCFH) SCFH) SCFH) 1/8 3 1/4 6 145 70 1780 0.5

3/8 10 1/8 3 1/4 6 145 50 1270 0.5

1/2 12 1/8 3 150 40 1010

5/8 15 .157 4 155 30 760

3/4 20 3/16 5 160 25 635

Aluminum

100 amps  •  Air Plasma / Air Shield

This gas combination gives good cut speed, low dross levels and is very economical.

Notes: Set plasma gas inlet pressure to 90 psi (6.2 bar)

Set shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 3/8" (10 mm) not recommended

Above Water

1/8 3 48 39 70 5/64 2 5/32 4 135 100 2650

3/16 5 (55.3 (44.9 (280 1/8 3 1/4 6 140 80 2050 0.5

1/4 6 SCFH) SCFH) SCFH) 1/8 3 1/4 6 145 60 1510 0.5

3/8 10 1/8 3 1/4 6 150 40 1000 0.5

1/2 12 1/8 3 155 30 750

3" Under Water

020448

Shield

120837

Retaining cap

020611

Nozzle

020607

Swirl ring

120547

Electrode
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (N2) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (H35 %) (H35 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

1/8 3 13 13 60 3/32 2.5 3/16 5 135 95 2440

3/16 5 (46.7 (46.7 (270 1/8 3 1/4 6 140 85 2200 0.5

1/4 6 SCFH) SCFH) SCFH) 1/8 3 1/4 6 145 80 1980 0.5

3/8 10 1/8 3 1/4 6 145 60 1530 0.5

1/2 12 1/8 3 150 50 1280

Aluminum

100 amps • H35 Plasma / N2 Shield

Argon-Hydrogen Manifold (073109) Required*

This gas combination (Hypertherm recommends a mixture of 35% hydrogen and 65% argon for the plasma gas)
gives good cut speed, low dross levels and is very economical.

* See Section 7 for installation and operation with Argon-Hydrogen Manifold.

Notes: Set plasma gas inlet pressure to 120 psi (8.3 bar)

Set shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 3/8" (10 mm) not recommended

Above Water Only

020448

Shield

120837

Retaining cap

020611

Nozzle

020607

Swirl ring

020415

Electrode

WARNING

Do not use water muffler
when cutting with argon-hydrogen
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (Air %) (Air %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

3/32 2.5 40 20 60 3/32 2.5 3/16 5 120 140 3550

1/8 3 (46.0 (23.1 (275 3/32 2.5 3/16 5 130 100 2550 0.5

1/4 6 SCFH) SCFH) SCFH) 1/8 3 140 35 900

3/8 10 1/8 3 150 15 350

Aluminum

40 amps • Air Plasma / Air Shield

This gas combination gives good cut speed, low dross levels and is very economical.

Notes: Set plasma gas inlet pressure to 90 psi (6.2 bar)

Set shield gas inlet pressure to 90 psi (6.2 bar)

Production cutting above 1/8" (3 mm) not recommended

Above Water Only

020613

Swirl ring
120667

Electrode

020689

Nozzle

020423

Retaining cap
020688

Shield
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Shield Arc Approx.

Material Plasma Gas Flow Rate % Gas (Air) Torch-to-work Initial Torch Voltage Motion

Thickness Preflow Cutflow Pressure Distance Piercing Height Setting Travel Speed Delay Time

(inches) (mm) (O2 % N2 %) (O2 % N2 %) (psi) (inches) (mm) (inches) (mm) (volts) (ipm) (mm/min.) (sec)

1/4 6 12 38 64 0 60 1/8 3 1/4 6 115 160 4060 0.5

.315 8 (14.9 / 50.4 (79.6 / 0 (270 1/8 3 1/4 6 120 120 3000 0.5

3/8 10 SCFH) SCFH) SCFH) 1/8 3 1/4 6 120 100 2540 1.0

1/2 12 .157 4 .314 8 120 80 2030 2.0

5/8 15 .157 4 .314 8 125 70 1780 2.0

3/4 20 3/16 5 3/8 10 130 55 1400 2.5

7/8 22 1/4 6 1/2 12 135 45 1140 2.5

1 25 1/4 6 1/2 12 135 35 890 2.5

1 1/4 32 1/4 6 140 22 560

1-1/2 38 1/4 6 150 15 380

1-3/4 44 5/16 8 160 10 250

2 50 5/16 8 170 7 180

Mild Steel - Beveling Consumables

200 amps • O2 Plasma / Air Shield

Notes: Set oxygen plasma gas inlet pressure to 120 psi (8.3 bar).

Set nitrogen plasma gas inlet pressure to 120 psi (8.3 bar).

Set shield gas inlet pressure to 90 psi (6.2 bar).

Production cutting above 1" (25 mm) not recommended

Beveling cuts should be made between 45° and 90° to the work surface.

Above Water Only

120833 (cw) 

120834 (ccw) 

Swirl ring

120258

Electrode

120257
Water Tube

120259

Nozzle

120837 (cw) 

120838 (ccw) 

Retaining cap

120260

Shield
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Shield Arc Plasma Gas Shield Gas
Plasma Gas Flow Rate %

Gas (N2) Current (H35) Inlet (N2) Inlet

Preflow Cut Flow Pressure Setting Pressure Pressure

(H35 %) (H35 %) (psi) (amps) (psi) (psi)

Shield Arc Plasma Gas Shield Gas
Plasma Gas Flow Rate %

Gas (Air) Current (Air) Inlet (Air) Inlet

Preflow Cut Flow Pressure Setting Pressure Pressure

(Air %) (Air %) (psi) (amps) (psi) (psi)

71 71 50 200 90 90

(81.8 SCFH)

Mild Steel Gouging

200 amps • Air Plasma / Air Shield

*See Section 7 for installation and operation with Argon-Hydrogen Manifold.

29 29 50 200 120 90

(81.8 SCFH)

Stainless Steel or Aluminum Gouging

200 amps • H35 Plasma / N2 Shield

Argon-Hydrogen Manifold (073109) Required*

Hypertherm recommends a mixture of 35% hydrogen and 65% argon for the plasma gas. 

020607

Swirl ring
120667

Electrode

020615

Nozzle

120837

Retaining cap
020485

Shield

020607

Swirl ring
020415

Electrode

020615

Nozzle

120837

Retaining cap
020485

Shield


