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Torchmate 4000 Series Plasma Table - 4x4, 5x5, 4x8, and 5x10 CNC Plasma Cutting Tables

These industry leading plasma tables are the premier option in their class. These unitized systems are designed and built by Lincoln Electric and include everything you need to start cutting. Fully assembled, Torchmate tables come ready to run to get you started cutting quickly! Make the right choice by adding automation to your shop with a brand new Lincoln Electric® machine today.

Check out the latest versions of our CNC tables including an all new 5x5 plasma table! New features and enhancements are included!

Learn More

Torchmate 4000 Series
	[image: Education Packages][image: Education Packages]Education Packages
The Torchmate 4400 (4x4) and 4505 (5x5) are ideal for all educational environments.

 We include a Master license of our CAD design software with every educational purchase, and unlimited student licenses! This allows you to easily teach to as many students as needed.

We also offer a complete curriculum to allow you add this new machine to your program immediately.

Learn More

Education Packages
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The Lincoln Electric® Torchmate® 5100 is our flagship industrial CNC plasma cutting table. This machine is built for all day production and is capable of running any of our HD plasma cutters.

The machine is built with the most rugged components to our highest specifications for unmatched reliability and consistency. 

The machine is also configurable with a bevel head, giving you the ability to create parts that are ready to weld right off the table.

Learn More

Torchmate 5100
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The Torchmate X Table is our light industrial CNC plasma cutting machine. This machine has been refreshed with a new unitized design and touchscreen interface for all 5x10 models.

This machine is also available in larger sizes of 6x14, 6x22, 8x14, and 8x22 with our standard control system.

Learn More

Torchmate X
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Lincoln Electric offers a range of plasma cutters for your machine.

Our air plasma units are the FlexCut® 80 and FlexCut 125. 

We also offer High Definition plasma cutters with our line of FineLine® Plasma Cutting Systems. These units are designed to maximize cut quality and are capable of cutting thicker material with extremely low amounts of dross. 

Learn More

Plasma Cutters


	Pipe Cutting	[image: Torchmate 4000 TC][image: Torchmate 4000 TC]Torchmate 4000 TC
The Torchmate 4000 TC is your entry into pipe and tube cutting. Designed to work as an attachment to the Torchmate 4000 series CNC plasma tables, this machine is plug and play and interfaces seamlessly with your existing machine. This machine can cut 1.5 in to 6 in schedule 40 pipe - and can handle a maximum pipe length of 7 ft. The head is capable of cutting pipe with a bevel angle up to 45 degrees.

Learn More

Torchmate 4000 TC
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The MasterPipe Compact Profiler is an excellent machine for light duty pipe profiling.

This machine is built for pipe in 1-8 inches in diameter.*

Learn More

MasterPipe Compact Profiler
	[image: Vernon Tool MPM][image: Vernon Tool MPM]Vernon Tool MPM
The Vernon Tool MPM is a robust and proven pipe profiling solution that has been known to last 50+ years in the field. The build and design of this industrial CNC pipe cutting machine will be sure to stand the test of time in some of the harshest cutting environments on the planet. Whether your pipe cutting application requires oxy-fuel or high definition plasma cutting, you can rely on the Vernon Tool MPM to consistently provide high quality beveled cuts. Machines are available in 4 and 5 axis configurations, with expandable machine beds and conveyor lengths to fit your business’s unique layout. 

Learn More

Vernon Tool MPM
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Torchmate Driver Software Version 3 Operation Guide







	The driver software is now ready to operate the table.  The following section will discuss basic operation of the driver software and methods to test cut in order to maximize cut quality.  Most plasma cutters will include a chart of cut speeds and voltage settings for various materials, from general experience it is best to think of these charts as a guide and not as the end all of settings.  Spending a few moments and a few scraps of material to optimize cut quality can prevent problems and excessive clean up in the future as well as increase the understanding of the plasma cutting process.  




Test cutting

For plasma cutting there are generally three main components of a quality cut; amperage, speed, and height.  When finding the best cut settings amperage is found first, then speed, then height, changing one will change the subsequent settings.  For each thickness and type of material the settings will be different.  Amperage is set with a dial on the power supply of the plasma cutter; each amperage covers a broad range of thicknesses and overlap on certain ones.  The speed is set in the driver software and this number is determined by using a cut file called a Line Speed Test.  The last component is height this is controlled either by an AVHC or a manual adjustment crank. 

►When Cutting ensure that the ground clamp is attached to the material or cutting table at all times◄ 

Amperage - To establish the optimal setting for a certain material begin with amperage, the thicker the material the more power will be needed to pierce it.  The chart provided with the plasma cutter gives a good indication of what setting should be used.  Ensure that the amperage rating of the cutting tip matches the amperage setting on the plasma cutter. 

Pierce / Cut Height – Set the Initial Pierce Height for the thickness of material being cut.  In most cases this will vary only slightly between materials.  The Initial Cut Height will be used to initially as the height that the test cuts are made, this should be set about 1/8” off of the material, that does not necessarily mean a setting of 0.12 or 0.13 as this height is based off of where the torch senses the material.  For initial testing it is OK to leave it at 0.12 inches.  

Speed - Contained in the Driver and Assembly Instructions CD is a g-code file called Line Speed Test to open this file go to File > Open G-Code.  Select the Line Speed Test file and choose Open The file will open in the driver software and display a graphical representation on the main grid along with the g-code listed below.  

[image: Line speed test loaded in the software] 

This file is designed to cut thirteen lines each line at a different speed.  The first line is cut at 130 inches per minute, each line after is 10 in/min slower with the last line being 10 in/min.  When this file is cut each line can be visually examined to see which one gives the best cut quality.  

To cut this file jog the torch to a position on the material that allows for 2 ½ inches of travel in the X direction and 3 ½ inches in the Y direction.  Once the torch is positioned select the Set pull down next to the Program coordinate box and choose Zero All.  Program zero is the lower left of the cut path, when the torch is positioned here and Zeroed the driver software proceeds from that point.  This point can be defined anywhere on the table. 

There is a simple way to ensure that the torch will travel correctly, if using an AVHC press the Cut button until the red light turns off, this will allow the program to run without firing the torch and can be used to verify the proper motion of the table.  Similarly without an AVHC just turn the plasma cutter off and the program will proceed without cutting.  This method can be useful not just in familiarizing oneself with the operation of the table but for ensuring that a part will fit on a piece of scrap or similar situations.  

For the initial line speed test ensure that the AVHC is in Manual mode.  Once the Program coordinates are Zeroed go to the G-code tab and select Start either with Cut Enabled or Cut Disabled the program will begin to run. 

[image: Running the line speed test] 

Once the program is finished running visually inspect the part that was cut. If the part was not cut completely out most likely the amperage was set too low, change the amperage dial and the tip to a higher setting and then repeat the line speed test.  If the part continues not to be cutting there may be a few other factors contributing refer to the Troubleshooting section for additional help.   If the part is cut out and can be picked up (it will be hot) inspect the cut lines.  There will be one or two lines that are the best cut quality, little to no slag and a clean cut.  To identify the speed that the best line was cut at either count up from the last line 10 in/min at a time or down from the first line cut.  Again the first line cut is 130 in/min and each line after is 10 in/min slower so the third line cut is 110 in/min and so forth with the last line cut being 10 in/min.  

Once the best speed is found the last step is to determine the height.  There is another file located on the Driver and Assembly Instructions CD, this file is called Voltage Test and is a DXF file type.  Import this file by going to File > Import DXF.  Select the Voltage Test file and select open.  The first screen that will come up is asking where to save the G-Code, anytime a file is imported a g-code is written of the cut commands.  Select Save on this option, the next screen is the Import Configuration.  The Configuration screen is where the cut speed is set for any file that is imported in.  From the line speed test change the XY Feedrate to the best cut quality’s speed, and press OK. 

The Voltage Test file is two six inch lines with one inch of separation.  Position the torch so that these two lines can be cut on a piece of material.  Again in Manual mode for the AVHC run this program.  While this program is running monitor the AVHC screen where it is displaying Current Voltage.  The Current Voltage is related directly to the height the torch rides off of the material. 

As this path is cut the Current Voltage will settle on an average number after the torch moves from the pierce area.  On the main screen of the AVHC press the OK button, this allows the Set Voltage to be changed, change the Set Voltage to the average number displayed under Current Voltage.  Next change the mode from Manual to Automatic.  Reset the program and jog the torch to an area of metal so that the two lines can be cut again.  Set the Program zero once the torch is moved.  This time the cut will be run in Auto mode with the correct Set Voltage during this cut monitor the height that the tip is traveling at (wear eye protection while watching the plasma arc).  Height is related directly to the Set Voltage to bring the torch closer to the material decrease the Set Voltage, and likewise to raise the tip higher increase the Set Voltage.  Repeat the line test as necessary to find a Set Voltage that gives the best cut quality; the height will generally be about an eighth of an inch from the material.  Once the set voltage is found parts are ready to be cut for this thickness and type of material.  

 

Test Cutting Checklist

This list is a step by step quick guide for finding optimal cut settings for a particular type and thickness of material.

	
Procedure

	
Goal

	
AVHC Mode


	
Set the amperage dial on the plasma cutter to the prescribed setting for the thickness of material.

	
Set the plasma cutters amperage.

	
Manual


	
Set the ‘Pierce Height’ in the AVHC for the thickness of material being cut.

	
Set the AVHC’s Piece Height,

	
Manual


	
Open the G-code file called ‘Line Speed Test’.  Position the torch at a suitable cut area and ‘Set’ the ‘Program Coordinates’ to zero. 

	
Preparing to cut the line speed test.

	
Manual


	
Cut the line speed test file.  Examine the cut to see which line gives the best cut quality.  The first line cut is 130 in/min and each line after slows down 10 in/min.

	
Determine the best cutting speed.

	
Manual


	
Import the DXF file called ‘Voltage Test’. Set the ‘XY Feed Rate’ to the best cutting speed found.  Position the torch at a suitable cut area and ‘Set’ the ‘Program Coordinates’ to zero.

	
Preparing to cut the voltage test.

	
Manual


	
Cut the voltage test.  Watch the ‘Current Voltage’ displayed on the AVHC to see what the arc voltage is when the torch cuts at the ‘Cut Height’

	
Determine the initial Set Voltage.

	
Manual 


	
Change the ‘Set Voltage’ to the voltage found when running the voltage test.

	
Setting the Set Voltage

	
Manual


	
Reset the voltage test program.  Position the torch at a suitable cut area and ‘Set’ the ‘Program Coordinates’ to zero. Change the AVHC mode to ‘Auto’

	
Preparing to cut the voltage test

	
Auto


	
Cut the voltage test.  Inspect the cuts, repeat as necessary varying the ‘Set Voltage’ until an optimal cut quality is established.

	
Fine tuning the Set Voltage

	
Auto


	
Cut Parts as needed, generally a notebook or settings sheet is kept to record the settings found from test cutting procedure.

	
Cut parts.

	
Auto




 
 

Importing Files and Cutting

Now that the cut quality settings have been found parts can be cut for the thicknesses calibrated.  The process for importing a drawn file is exactly the same as the Voltage Test DXF file.  Go to File > Import DXF select any drawn file.  Select Import and then save the g-code, for the XY Feedrate enter the optimum cut speed. 

[image: Imported File] 

With the file imported jog the torch to a position that the part will be able to cut in, then Set the Program coordinates to Zero.  The program can then be started either with Cut Enabled or Disabled.

The table is now ready to run; parts can be drawn and cut.  For additional troubleshooting refer to the troubleshooting section of this guide.  For any questions please feel free to contact Torchmate technical support. 

>> Printable PDF with Screen Shots




Return


      
      
    


    
            
        
	Training Schedule | Sign Up
	Torchmate Academy



      

      
      
        
          Contact Torchmate

          775-673-2200

        

        
          



				
		








  
     There are some errors in your form.
  

	




	
									
						 Choose a Destination
Sales Contact Submission
Support Contact Submission



		
						First Name*

		
						Last Name*

		
						Company

		
						Phone*

		
						Email*
Please enter a valid email address.
		
						Zip Code*

		
						State*

		
						website

		
						Comments*
		
						You are about to provide us with your personal information. Please review our Website Privacy Policy here on how we collect, use, and retain personal information. By clicking “Contact Us,” you (1) agree to the manner in which we process your personal information, as described in our Website Privacy Policy, and (2) confirm that you are at least sixteen years (16) of age.
		
			
				

      


		

	

	



        

      

      

    


  


  
  
    
      
        
	Plasma Tables	Products
	Torchmate 4000 Series
	Education Packages
	Torchmate 5100
	Torchmate X
	Pipe Cutting Machines
	Accessories
	Plasma Cutters
	Consumables
	Software
	Welding





      

      
        
	How to Choose	How to Choose
	Customer Success Stories





        
	Learn More	Learn More
	Distributors
	News
	Photo Gallery
	Design Cut Build
	Success Stories
	Event Schedule
	FAQs






      

      
        
	Training	Support Request
	Training Schedule | Sign Up
	Support Manuals and Downloads
	Torchmate Academy





      

      
        
	Resource Center	Resource Center
	Video Tutorials
	Featured Videos
	Demo Videos
	Reference Tables
	White Papers
	Consumable Cost Calculator
	Safety





      

      
        
	About Us	About Us
	Job Opportunities





        
	Contact Us



      

    


    
      
      
        [image: Lincoln Electric Cutting Systems]

        [image: Vernon Tool Pipe Cutting]

        [image: Call Us]

      


      
        
          	[image: Torchmate LinkedIn]
	[image: Torchmate Twitter]
	[image: Torchmate Facebook]
	[image: Torchmate YouTube]


        

      

    

    


    
      
        © Copyright 2013-2024 Torchmate.
      

      
          Terms & Conditions
          |
          Privacy Policy
          |
          Sitemap
      

    

  

  
     Request a Quote
     Support
  


  
    
      
    
  

  
  
  
  
      

  





[image: pixel]








  
  


