








How to use air regulator

Clockwise increase air pressure Anti-Clockwise Reduce air pressure

Pull up Pull down

Air regulator

Air / Water filter

Water release

Machine Dimensions

234mm

[ _ 348mm _ .
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Standard rule of thumb is the thicker the material the more amperage required.
On thick material, set the machine to full output and vary your travel speed.

On thinner material, you need to turn down the amperage and change to a
lower-amperage tip to maintain a narrow kerf. The kerf is the width of the cut
material that is removed during cutting.

Amperage and speed are critical to producing a good quality cut. The faster you
move (especially on aluminium), the cleaner your cut will be. To determine if
you're going too fast or too slow, visually follow the arc that is coming from the
bottom of the cut. The arc should exit the material at a slight angle away from
the direction of travel. If it's going straight down. that means you're going too
slow. and you'll have an unnecessary buildup of dross or slag. If you go too fast, it
will start spraying back onto the surface of the material without cutting all the
way through. Because the arc trails at an angle, at the end of a cut, slow your
cutting speed and angle the torch in to cut through the last bit of metal.

It is easier to pull the torch towards you than push it. The plasma stream swirls
as it exits the tip, biting one side and finishing off on the other leaving a bevelled
edge and a straight edge. The bevel cut effect is more noticeable on thicker
material and needs to taken into consideration before starting your cut as you
want the straight side of the eut to be on the finished piece you keep.

Torch tip height & position

The distance and postion of the plasma torch cutting tip has an affect on the
quality of the cut and the extent of the bevel of the cut. The easiest way to reduce
bevel is by cutting at the proper speed and height for the material and amperage

that is being cut.

Correct torch height and Torch Angled to the
Square to the material material unequal bevel,
Minimum bevel & equal one side may be

bevel Longest excessively beveled.

consumable life
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Torch height too high Torch height too low Reverse
excessive bevel; plasma bevel. Tip may contact the work
Stream may not cut all the piece and short out or damage
way through the material the tip.

Tip size and condition

The tip orifices focus the plasma stream to the work piece. Il is important to use
the correct size tip for the amperage being used.for example a tip with a 3/64"
orifice is good for 0-40 amps whereas a 1/16" orifice is better for 40-80 amps. The
low-amp tip has a smaller orifice which maintains a narrow plasma stream

at lower settings for use on thin-gauge material. Using a 25 amp tip at an 60 amp
setting will blow out and distort the tip orifice and require replacement.
Conversely. using an 80-amp tip on the lower settings will not allow you to focus
the plasma stream as well and creates a wide kerf.The condi Lion of the tip orifice
is critical to the quality of the cut result. a worn or damaged tip orifice will
produce a distorted plasma stream resulting in a poor cut quality.

Electrode condition

A fixed gap is established between the electrode and the inside of the cutting tip.
Electrons arc across the gap, ionizing and super heating the air creating the
plasma stream. The electrode contains an insert in the end made of a highly
conductive material called hafnium. This insert erodes with use and develops a
pit in the end of the electrode, when the pit becomes too much poor quality cuts
will result and necessitate replacement of the electrode.

Air pressure and volume

Air pressure, flow rate and air quality are critical to quality plasma cutting and
consumable life span.The required air pressure and volume can vary from model
to model and the manufacturer will provide the specs.The primeweld cut50 air
pressure is pre-set at 4.5 psi and requires a flow rate of 6.0 CF/M. The volume
capacity of your compressor is important. if you have a small compressor with
exactly the same I/min rating as the plasma, then the compressor will run
continuously when you are plasma cutting. a compressor with a I/min rating
slightly higher than the plasma would be more adequate. If you are doing a lot of
cutting, cutting thick plate (same air consumption but slower cut speeds = longer
cut time) then choose a compressor at 1.5 to 2 times the plasma system
requirement.
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Good air quality is essential to quality plasma cutting and consumable life span.
Compressors take in air at atmospheric pressure and increase the pressure and
store it in a tank. Humidity in the air is condensed in the tank and in the airlines
producing water, more so in humid environments. Moisture that forms in air
lines has a tendency to condense into larger drops when the air pressure
decreases as it is entering the plasma torch. When these droplets enter into the
high temperatures (as much as 19832°f) in the plenum of the torch, they immedi-
ately break down into oxygen and hydrogen, which alters the normal chemical
content of air in the torch. These elements will then dramatically change the
plasma arc which causes the torch consumable parts to wear very quickly, alters
the shape of the nozzle orifice, dramatically affecting cut quality in terms of edge
squareness, dross formation, and edge smoothness. Minimising the moisture in
the air supply is absolutely critical to quality plasma cuts and longevity of
consumable parts. As a minimum be sure to drain the receiver (tank) on the air
compressor at least daily. Most air plasma systems from reputable manufactur-
ers have an on board particulate filter and or a coalescing filter with an auto
drain that will remove some moisture from the air supply. For home workshop
and light industrial users the on board air filter is adequate. Most situations
however will require additional filtration to prevent moisture from affecting the
quality of the plasma cutter and in most cases it is recommended to install a sub
micronic particulate filter that is designed to trap water through absorption. This
style of filter has a replaceable filter cartridge that absorbs water and must be
changed after it is near saturation, it should be installed close as possible to the
air intake of the plasma cutter.

Technique Tips

*It is easier to pull the torch through the cut than to push it.

*To cut thin material reduce the amperage until you get the best quality cut.

*Use the correct size tip orifice for the amperage being used.

For Straight cuts use a straight edge or cutting buggy as a guide. For circles, use
a template or circle cutting attachment.

*Check that the front end consumable parts of the plasma cutting torch are in
good condition.

TOI"Ch Connector COVEI"
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Problems

Analysis

Solution

1. Power indicate not
lighting when power up
, the fan not working,
torch also not working
while press torch trigger

No power go into
machine through power
cable(AC220 orAC110)
no input

2.Power cable, switch or
other wire loosen
3.Power cable inside of
machine connect not
well

4.Power board problem

2.Check the power
cable: power switch,
power plug and all wires
inside of machine if any
loosen, check if any
wires loosen from
power switch to main
board.

3 Change the board

2. power indicator not
lighting up after switch
on, fan stop working
only works some
seconds, machine stop
working once the torch
touch the metal get arc
starting.

1.The starting circuit
problem, or relay
problem.

2.Too many times
switch on and off cause
machine over heat can
not get working

1 Check the power
components or change
the main board,.

2.Let the machine rest
some time restart it
again.

3. power indicator
lighting after switch on
machine, fan works, but
machine not working
while press torch trigger

1.Check the torch switch
or if any torch wires
loosen from torch
connection;

2.The torch switch
loosen or any wires
loosen

3. The switch wires
loosen inside of
machine for the torch

1 Check if any torch
wires loosen;
2.Check if any wires
loosen on torch
3.Check if any wires
loosen inside of
machine

4. the power indicator
lighting, the fan works,
HF spark while press
torch trigger but no air
blow out of torch head
or the air keep blowing
out ) The electric valve
not working

1.The electric valve
problem it is DC24V)
2.Maybe the air hose
stuck

3.The circuit for air valve
control problem

1.Check it or replace it;
2.Check or replace;
3.Check it:

4.Change the board,

PrimeWeld

OPERATION MANUAL




\

Problems

Analysis

Solution

5. Power indicator
lighting up, 0.0
indica-tor not lighting,
Fan works, The gas blow
out of torch after
pressure torch trigger

( gas valve works )No
HF, There is arc between
metal and electrode

1Arc striking coil loosen;
2 HF capacitor 102-10KV
broken

1.Check if any wires
loosen

2.Replace the HF
capacitor.

6. Power indicator
lighting up, Fan works,
Gas blow out of torch
while pressing trigger,
0.0 lighting while
pressing torch trigger

1.Diode problem:
2.IGBT problem ;

al.Check every diode,
replace it if any
damaged 2.Check every
IGBT to see If any one
damaged

, Regisistor. Diode,
Replace it if any one
damaged

7. Power indicator
lighting , Fan works, Air
can blow out of torch
head after press torch
trigger, 0.0 indicator not
lighting, But it is lighting
up while cutting.

1.Circuit problem ;
Check IC3140 and other
compoents

1.Check the coil 5:5, fix it
if any wires loosen.
2.Does the feedback
wire loosen or broken,
Check and replace.
3.Replace the board.

8. The cutting current
can not be adjust

1.The wires loosen or
potentiometer
damaged°

2.The setting circuit
problem.

1. Check the
potentiome-ter if
middle pin to earth get
0-5V voltage. Replace it
if any damaged

2. Check if any wires
loosen from front board
to main board

3. Boards problem?®
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Problems

Analysis

Solution

9. Machine auto shut
down after switch it on.

1.Maybe Power cable or
circuit board short
circuit

2.Silicon bridge prob.
lem

1.Fix or replace it0
2.Check and replace it
3.Replace silicon bridge

10. After pressure torch
trigger, there is HF
sound and spark, but
can not get arc start

1.Welding torch broken
or loosen or Earth
clamp and cable
connecting not good
enough to the earth and
metal piece;

2.The connector for
positive or negative
loosen

1.Check them and fix;

11. HF works but arc
starting not good
enough

0

1.The Gap for tip to the
metal not in good range,
The tip and electrode
damaged or oxidate
2.HF weak because the
board leakage;
3.GAS/AIR connector
damaged, power
leakage between
connector and front
panel

1.Adjust the tip to metal
in right gap;

2.Check and fix

3.Check and fix

12. HF keep sparking
after press torch switch

1 .H F signal going to
torch switch board and
disturb it.

1.Check the GAS/AIR
torch connector, earth
female socket and torch
switch connector, if
there any HF spark
between them to front
metal
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Connect your plasma cutting torch and ground cable to the front
panel of the machine

Torch connector

Torch switch

Grund Cable

For Pilot arc
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Head Electrode Tip Cup

™

Parts # Description

Parts # Description

Parts # Description

Parts # Description
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