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Depending on which version of the Torchmate driver software you are using,
either V1.61 or V 2.09, you will locate the setup file as follows.

Version 1.61; Setup, Output Lines.

Version 2.09; Configuration, Custom M Codes.

Click on the appropriate heading and select the folder. Toward the bottom half of
the page you will see the M Codes area. As you can see there are two areas for
setting your dwell times, under the headings of M50 and M51. The delay times
are shown at the end of each column, and these are the areas where you may
change the dwells for your machine.

Check with your Plasma Cutter Manual for more information about dwell times
and suggestions.

If you are using the height control unit to maintain the arc voltage during your
cutting, your M50 dwell will be closer to 3 to 5 seconds. If not you may use the
default setting of 1.5 sec. This will depend on the thickness of material, federate
or speed of cutting, and amperage used. You may want to start at 3 seconds,
then +/- .25 seconds depending on how the cut actually performs. Try .25 sec
intervals until you see your desired cut achieved. The M51 is the time after the
torch turns off that it will remain idle while the compressed air cools off the tip of
the torch, before moving to the next cut. If you are using the height control unit
you may wish to adjust this to 1.5 sec., if not use these default settings for
manual cutting.

These are the only areas you will need to change on this page, everything else
should remain as is.

For more information, please call Tech Support @ 775-673-2204.



