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CNC CUTTING TABLE  1200x1200
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OPERATING INSTRUCTIONS

 
  
 
  

IMPORTANT! 
Read these Operating Instructions Completely before attempting to use this machine. Save this manual and 

keep it handy for quick reference. Pay particular attention to the safety instructions we have provided for 
your protection. Contact your distributor if you do not fully understand anything in this manual. 
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The STRATA 1200 x 1200 Cutting Table is the perfect way to get the features of a professional CNC Plasma Table at a hobbyist price. A large 1250mmx1100mm 
cut area means you can handle material right from the steel mill. High precision rack and pinion design allows ±0.2mm accuracy of movement from the 
X & Y-axis stepper motors and combines with Automatic Torch Height Control for clean, accurate cuts. The CNC Cut Controller operates fully independent of a PC, 
and enables you to dimension and cut fifty pre-loaded shapes. Additionally, any CAD file post-processed in FLCAM can be loaded via USB Drive and modified as 
needed by the CNC Cut Controller. Limit Switches prevent machine limit collision, and the included Waterbed prevents heat soak, warping, and reduces spark 
& fume hazards. The CNC Cut Controller with Torch Height Control, Limit Switches, and Waterbed, features frequently unavailable, or only offered at an additional 
cost by competing units focused on home shop use, are all included with the STRATA 1200 x 1200 Cutting Table.
The optional CNC Plasma Cutters were specifically designed to connect directly to, and work flawlessly with
this Plasma Table. Our Machine Torch pairs perfectly for easy mounting to the Plasma Table and enables you to make clean cuts in 12mm thickness material 
and beyond. 

SPECIFICATIONS
Plasma Table Power Requirements: 230V±10% V AC, 50Hz, 3A

Plate Capacity: 1250mm x 1100mm x 54mm thick

Weight Capacity  
(Includes workpiece and full Waterbed): 215kg

Waterbed Fluid Capacity: 125L

CNC Torch Travel:
 X-Axis: 1250mm
 Y-Axis: 1100mm
 Z-Axis: 54mm

Assembled Waterbed Dimensions:
 X-Axis: 1335mm
 Y-Axis: 1340mm
 Z-Axis: 70mm

Overall Assembled Dimensions (W x D x H): 1955mm x 1800mm x 1270mm (1400mm with casters)

Overall Assembled Unit Weight: 161kg

Movement Accuracy: ±0.2mm

Cutting Accuracy: ±0.5mm
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COMPONENTS, HARDWARE/ACCESSORIES; CRATE

(2) Water Tray [A]

(2) Water Tray Sealing Plate [B]

(2) Water Tray Silicone Seals [C]

(20) M6x25 Stainless-Steel Bolts with Washers and Nuts [D]

(14) Water Tray Slats [E]

(3) Leg with Gantry and Control Panel Mount Arm Hardware installed [F]

(1) Legs with Gantry Hardware installed [G]

(1) Cut Controller Box with Hardware installed [H]

(1) Control Box with Hardware installed [J]

(1) Torch Height Motor Assembly with Mounting Bracket installed [K]

(1) Y-Axis Gantry Assembly with Hardware installed, Left [L]

(1) Y-Axis Gantry Assembly with Hardware installed, Right [M]

(1) Control Panel Cable [N]

(1) Power Cable [O]

(1) Y-Axis Gantry Cable, Right [P]

(1) Plasma Cutter Control Cable [Q]

(2) Spare Rollers [R]

(1) Allen Key Set [S]

(1) Double Ended Wrench [T]

(4) Lower Table Frame Square Tubes with Hardware installed [U]

(4) Gantry Bracing Rods with Hardware installed [V]

(1) X-Axis Gantry Beam Assembly [W]

(1) Control Panel Mount Arm [X]

(1) Y-Axis Limit Switch Bracket, Front [Y]

(1) Y-Axis Limit Switch Bracket, Rear [Z]

(4) Upper Table Frame Square Tubes with Hardware installed [AA]

(1) Y-Axis Gantry Track, Left [BB]

(1) Y-Axis Gantry Track, Right [CC]

(4) 4” Swivel Locking Casters [DD]

(1) Torch Height Motor Cable [EE]

(1) Caulking Gun [FF]

(1) Silicone Tube [GG]

EE

FF
GG
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  READ INSTRUCTIONS 
• Thoroughly read and understand these product instructions before using the STRATA 1200 x 1200 Cutting Table.

• Keep these product instructions for future reference.

 SPARKS CAN CAUSE FIRE OR EXPLOSION!
• Plasma cutting produces sparks which can be discharged considerable distances at high velocity igniting flammable or explosive vapors 

and materials. Keep flammables a minimum of 1.8m away from the edge of the STRATA 1200 x 1200 Cutting Table.

• DO NOT operate electric arc Plasma Cutter in areas where flammable or explosive vapors are present.

• Always keep a fire extinguisher nearby while plasma cutting.

 FIRE HAZARD!
• The heat and sparks of plasma cutting operations can easily start a fire. DO NOT allow the CNC Plasma Table to operate unsupervised.

• Always disconnect the CNC Plasma Table and Plasma Cutter from the electrical power supply before leaving them unattended for long 
periods of time.

• Pressurized air discharge can eject metal particles, dirt and debris at high velocity. Always wear ANSI approved eye protection when 
operating the Plasma Table.

 ELECTROMAGNETIC FIELDS CAN BE A HEALTH HAZARD!
• The electromagnetic field that is generated during plasma cutting may interfere with various electrical and electronic devices such as 

cardiac pacemakers. Anyone using such devices should consult with their physician prior to performing any plasma cutting operations.

• Exposure to the electromagnetic fields generated while plasma cutting may have other health effects which are not known.

 ARC RAYS CAN INJURE EYES AND CAUSE BURNS!
• Arc rays emit intense ultraviolet radiation that can burn exposed skin and cause eye damage. Use a shield with the appropriate filter 

(at least #5 shade) to protect your eyes from sparks and arc rays during plasma cutting or when observing plasma arc cutting.
 

 

• Use suitable clothing (long pants, long sleeves, closed toe shoes, gloves) made from durable flame-resistant material for skin protection.

• If other persons or pets are in the area of plasma cutting, use welding screens to protect bystanders from sparks and arc rays.

 INJURY HAZARD!
• Plasma cutting can generate excessive noise. Wear appropriate hearing protection while operating a plasma cutter.

 
DANGER indicates a hazardous situation which, if not avoided, will result in death or serious injury.

 
WARNING indicates a hazardous situation which, if not avoided, could result in death or serious injury.

 
CAUTION indicates a hazardous situation which, if not avoided, could result in minor or moderate injury.

 
NOTICE is used to address practices not related to personal injury.

SAFETY INFORMATION
The following explanations are displayed in this manual, on the labeling, and on all other information provided with this product:
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 INHALATION HAZARD!
• Fumes, vapors and gases released during plasma cutting are hazardous. Do not breathe fumes that are produced by the plasma cutting 

operation. Make sure work space ventilation is adequate.

• Use an OSHA approved respirator when plasma cutting.

• Use extreme caution when plasma cutting coated materials including but not limited to: cadmium plated, galvanized, lead based paints, 
powder coat.

 ELECTRICAL SHOCK HAZARD!
• DO NOT touch workpiece or Waterbed while operating. Only the control panel may be accessed during operation.

• Improper use of a Plasma Cutter can cause electric shock, injury and death!

• Disconnect Plasma Cutter from power supply before assembly, disassembly or maintenance of the torch and when installing nozzles 
and electrodes.

• The electrode, workpiece and Waterbed (or ground) circuits are electrically “hot” when the Plasma Cutter is on. Do not allow these 
“hot” parts to come in contact with bare skin or wet clothing.

• Be sure that the workpiece is properly supported and grounded prior to beginning a plasma cutting operation.

 PINCH AND CRUSH HAZARD!
• The STRATA 1200 x 1200 Cutting Table is a heavy assembly weighing 150kg and has several large, heavy  

components which can cause serious injuries if allowed to drop.

• Obtaining the assistance of a capable helper during assembly is strongly recommended.

• Avoid pinching hands while handling parts and during assembly. The use of thick, well-fitting work gloves is strongly recommended.

• The wearing of approved safety shoes is strongly recommended when uncrating, assembling, and operating the Plasma Table.

 INJURY HAZARD!
• Wear protective work gloves when handling metal. It may be sharp and, when cut, will be extremely hot. Allow sufficient time for  

cooling before handling.

• Plasma cutting torch and ground leads, and the Plasma Table cables pose a tripping hazard. Secure cables with cable ties where  
possible, exercise caution when moving around the table, and always make sure you are sure-footed.

• Use on a flat, level, and sturdy surface only. The Plasma Table fully loaded can exceed 354kg. DO NOT use on sloped  
surfaces. 

 
• DO NOT lift from the table gantry or gantry mounts. Doing so will result in damage to the table gantry.

• Dispose of Plasma Table fluid and waste only in accordance with your local laws and regulations.
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CONNECTING OTHER MANUFACTURERS’ PLASMA CUTTERS
The following section describes the inputs required by the Plasma Table for control of the plasma cutter. Consult your plasma cutter manufacturer or a licensed 
electrician on how to connect your plasma cutter to the Plasma Table.
Please be aware that as per our warranty terms and conditions, should you wish to retrofit a non Strata plasma cutting machine to your table, this will void the 
warranty coverage on the entire table. The STRATA 1200 x 1200 Cutting Table can be used with other manufacturers’ plasma cutters if they feature blowback 
(low frequen cy) start.
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DESCRIPTION OF MAIN CUT SCREEN DURING CUTTING (FIG 43)
A - Status of THC sensors and programs. Useful to troubleshoot if, for example, the arc is breaking due to height. If the “THC En” indicator is red, it is likely 
breaking because the torch height is locked due to one of the plasma cutting settings.

• Torch Up - Green indicates the torch height motor is adjusting upward.

• Torch Down - Green indicates the torch height motor is adjusting downward.

• Pierce - Lights up green when the plasma cutter is being triggered on by the computer.

• THC En - Lights up green when the automatic torch height control program is running. Red when disabled, which may mean torch height control is fully 
disabled or locked by a setting.

• ARCFeed - Lights up green to indicate arc voltage is being received.

• IHSDete - Unused in current configuration.

B - Quick access settings that can be changed when cutting is paused or not running.

• [X] ManuaSpd - Press X to alter the speed when moving the torch manually (mm/min).

• [G] Mode - Press G to quick change between Plasma and Demo modes.

• [F] CutSpeed - Pressing F will let you set the unmodified speed the torch moves when cutting parts (mm/min).

• [N] Set Kerf - Use N to input the kerf width (mm) for compensation to improve part accuracy. Kerf width is the width of the material removed by the 
plasma arc as it cuts. See CNC PLASMA CUTTING GLOSSARY OF TERMS and DETERMINING MACHINE SETTINGS for additional description and  
guidelines on kerf.

• [T] PierTime - Press T to quick access the pierce time setting. Pierce time is the time the torch is stationary at the beginning of the cut to allow the arc to 
fully pierce the material.

• [0] KeepMove - Pressing 0 toggles keep moving mode off/on. For normal movement you must hold the arrow key down to move the torch in a direction. 
Turning on KeepMove will let you click the direction to move, and it will keep moving the torch in that direction until a limit is hit or you press the key again 
to stop it.

• SteAngle - If using Rotate steel plate it will show the angle currently set here. Typically not used.

C - Torch Height Controller specific quick access settings.

• [1/2] Set Arc - This is the arc voltage the Torch Height Controller is targeting when cutting and torch height is not locked. Change by pressing 4 and 5.

• ActuaArc - Live display of the actual arc voltage as measured by the CNC table. Will display 0 or 255 if there is no arc voltage or an input error.

• [4/5] IHS Time - This is the Initial Height Setting (IHS) in seconds. When a cut is starting it will zero the torch height by touching the material, then it will 
run the motor up for this amount of time to set the start height. Change with keys 1 and 2.

• [6] IHS Test - Pressing 6 will run the Initial Height Setting program without cutting so you can verify the starting height is correct visually.

• ThcState - Displays what the THC is currently doing.

D - This window shows the G-Code live stream on the left side. The top right will show any timer that is running and its’ countdown. The bottom right will show 
what the Cut Controller is currently doing.

E - The part view will be shaded in real time as the cut progresses. Completed sections will be shaded green. Torch travel lines are red dotted. The red crosshairs 
are the zero point and the current torch location.

MAINTENANCE
• The gear rack and pinion of the CNC table should be kept clear of debris and dust build up. Regular lubrication of the racks, pinions, and guide rails  

promote smooth travel and prevent corrosion.

• Consumables should be replaced as needed. For best performance replace the Nozzle & Electrode in pairs, but usually the Nozzle life can be stretched 
longer than that of the Electrode.

• To drain the Waterbed: Each half has a silicone plug in the drain bolt. This plug is simply pulled out from the top for draining.

• If sheets are frequently being loaded to the table or other equipment is being operated nearby, inspect the wiring harnesses regularly. Damaged wiring 
could cause degraded or erratic performance and present a fire hazard. Discontinue use immediately and contact STRATA for replacement harnesses  
if damaged wiring is noticed.
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PROBLEM CAUSE CORRECTION

Cut Controller 
Will Not  
Power On

No Power Check 230V±10% VAC, 50Hz, 3A power source and connection to CNC Plasma Table.

Power supply circuit breaker tripped Reset circuit breaker.

Emergency Stop Triggered Rotate Emergency Stop clockwise to release it outward.

Computer malfunction Contact STRATA Technical Assistance:  
www.euroquip.co.nz or 0800 387 678 

Plasma Arc 
Will Not Start

No power Power supply circuit breaker tripped.

Workpiece Not Grounded Verify the plasma cutter ground clamp has good, bare metal contact with the 
workpiece and is installed to the plasma cutter.

Plasma Cutter Control Cable Not Plugged In
Plug cable and make proper connections at the plasma cutter so it can be triggered  
by the table.

Power Supply Circuit Breaker Tripped Reset circuit breaker.

Plasma Cutter Unit Overloaded Check for overload indicator. Allow unit to cool. Ensure the duty cycle is not 
exceeded

Consumable Failure Check consumable condition and replace if necessary.

Torch Height Too High Lower Arc Voltage and/or Initial Height Setting (IHS).

Incorrect Mode Cut Controller must be in Plasma mode.

Settings Altered Too Far, Making  
Plasma Cutting Difficult

Reference the CUT SPEED REFERENCE TABLE on Page 40, particularly the cut 
speed and pierce time, for good baseline settings on your material thickness.
Refer to FIG 36, 37, 38, 40 for safe default settings. If the machine is still not 
functional contact STRATA Technical Assistance: www.euroquip.co.nz or 
0800 387 678 

Plasma Arc 
Repeatedly 
Breaks

Gap traversed is too large Modify pathing so the Torch does not attempt to cross large gaps in the  
workpiece.

Workpiece Not Grounded Verify the plasma cutter ground clamp has good, bare metal contact with the 
workpiece and is installed to the plasma cutter.

Arc Start Detect Time Too Low Increase Arc Start Detect time so there is sufficient time for the height to set 
and the arc to fire.

Consumable failure Check consumable condition and replace if necessary.

Torch height too high Lower Arc Voltage and/or Initial Height Setting (IHS).

Torch height is locked

Check lock indicator THC En during the cut. If the Torch height is being locked 
(red indicator) change the setting that is locking the height (eg. Time to lock 
THC (S), Distance to lock THC (mm), Speed to lock THC (mm/min)) or 
verify the THC is enabled.

Settings Altered Too Far, Making  
Plasma Cutting Difficult

Reference the CUT SPEED REFERENCE TABLE on Page 40, particularly the cut 
speed and pierce time, for good baseline settings on your material thickness.
Refer to FIG 36, 37, 38, 40 for safe default settings. If the machine is still not 
functional contact STRATA Technical Assistance: www.euroquip.co.nz or 
0800 387 678 

    

TROUBLESHOOTING
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Poor  
Dimensional 
Accuracy

Improper Kerf

Before cutting an important piece, run a test piece without any kerf compensa-
tion. Measure the kerf by subtracting the measured size from the set size and 
dividing by two if you measured across two cut faces. Use this calculated kerf 
as your new kerf setting. Remember, CNC plasma cutting has inconsistencies 
which make it difficult to get better tolerance than ± 0.5mm consistently.
Furthermore, there will always be some positive bevel, the thicker the 
material the more noticeable the bevel is.

CNC System is Not Calibrated Check Pulse Distance Equivalent setting is correct (Pg. 27). Contact STRATA
Technical Assistance: www.euroquip.co.nz or 0800 387 678

Limit Alarm 
Triggers  
Randomly

Faulty Computer Setting or  
Internal Error

Press F5 to open the Diagnose menu. The status of the limit switches will be 
shown in the top left. Green dot means they are activated, nothing means they 
are not active. Press them and watch the screen indicator to verify function.
Contact STRATA Technical Assistance (www.euroquip.co.nz or 
0800 387 678) for further troubleshooting and replacement parts.

Failed Wiring Check for damaged wiring to the problem sensor.

Debris Buildup Check that the sensor is clean from buildup of debris and is not being  
mistakenly triggered.

TROUBLESHOOTING
PROBLEM CAUSE CORRECTION

Poor Cut  
Quality

Low Supply Air Pressure to Plasma Unit Make sure your plasma cutter has adequate air pressure flowing to the Torch. 
Most require 60 psi [4.14 bar] while air is flowing.

Air Leak at Fittings, Lines, Hose, or 
Plasma Cutter Stop plasma unit, locate leak, and perform repair.

Improper Arc Voltage

Adjust arc voltage. Scan the code to see our YouTube  
playlist for best guidance setting these parameters:  
Torch height should be 2-5mm above workpiece  
during cut.

Consumable Failure

Check consumable condition and replace if necessary. Check that consumables 
are properly installed. Consumables can touch and cause an air blockage or 
poor arc in some circumstances. Observe that good air is flowing through the 
Torch and the arc is a tightly formed vertical beam.

Improper Amperage Reference cut setting tables for optimal amperage.
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TROUBLESHOOTING
PROBLEM CAUSE CORRECTION

    

USB Drive 
Not Detected 
Or Files Load 
Incorrectly

Incorrect File Type

The table can only load machine Gcode in the form of a “.cnc” text file.
Unfortunately, “.dxf”, “.pdf”, “.dwg”, “.jpg”, “.png”, etc.
cannot be loaded directly into the table. You must first load 
these into FLCAM for machine pathing and G-code creation.
Refer to the sections on creating and cutting G-code files 
using FLCAM, and converting images or PDFs to DXF for 
cutting, for more information.

 
 
 
 

 

File Unsmoothed or Too Many Vertices

If your post loads with “hairs” or random small loops on the cut path the file might too 
detailed for the computer to properly register the path.

Make sure smoothing option is checked if using FLCAM. If using 
another program try to reduce the precision of the Gcode.

USB Drive is Too Large Maximum USB drive size supported is 16GB.

USB Drive is Not Formatted to the  
Correct File System

Reformat to FAT or FAT32 file system, this can be done on a Windows PC by 
right clicking the USB drive in File Explorer and selecting Format.

USB Drive File System is Corrupted

Reformat the USB drive as described above. USB drive file systems can corrupt 
over time, especially in usage with the CNC Plasma Table where the drive is 
frequently connected and disconnected. This usually results in a distorted part 
or missing segments.

Erratic  
Movement 
From Stepper 
Motors

Failing Stepper Motor Driver Contact STRATA Technical Assistance (www.euroquip.co.nz or 0800 387 678 ) 
for troubleshooting and replacement part.

Gear Not Fully Meshed in Rack
The stepper motor carriers are slotted for adjustment. Verify the stepper motor is 
adjusted so the gear is tight and fully in mesh with the rack.

Bad Stepper Motor Wiring Connection
Verify all stepper motor wiring is undamaged and connections are secure.  
Contact STRATA Technical Assistance (www.euroquip.co.nz or 
0800 387 678 ) for troubleshooting and replacement parts.

Display is  
Not English Bad Factory Setting

From the main cut screen, press key F5 > F4 > input password “1928” in  
the popup window and press   > F4 >use arrow keys to select English  
and press   . Use ESC to exit back.

Table Cutting 
During Travel 
or Not Stop-
ping After Cut 
Completion

Plasma Cutter in 4T Mode

Switch plasma cutter to 2T mode.
For operating cutting preloaded shapes and custom files from FLCAM with 
STRATA’s post processor the plasma cutter must be in 2T mode. 4T mode will 
not function correctly and should only be used while hand cutting or if your post 
processor specifies it.

CNC Table 
Units in Metric This CNC Table is Configured to Metric

From the main cut screen press F4, followed by F3, then enter “1928” on the 
key pad (this screen is blank or has import/export Cut Paras options, depend-
ing on firmware version). This will open a pop up window that has the option to 
swap the machine’s units from millimeters and mm/min to inches and inches 
per minute (IPM). Use the arrows keys and  to select.

    

Scan the code to see guides on our CNC plasma YouTube playlist.
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QUICK GUIDES
START CUTTING A LIBRARY SHAPE

• To make sure the table is properly set up, refer to UNCRATING AND ASSEMBLY and CNC PLASMA TABLE SET-UP before proceeding.

• Verify table and the cutter have power supplied and are switched on. Verify the plasma cutter air pressure regulator is set to 60 psi (0.4MPa) while flowing.

• Verify the workpiece is grounded.

• At the STRATA logo screen press any key to continue to the main cut screen.

• You are now at the main cut screen. Press key F1 for the shape library. Use the arrow keys to change selection and F6 to select.

• Input desired dimensions. Each dimension is shown on the part below the dimension input area. The units are the same as the machine is configured for 
(inches or millimeters, this is indicated on the main screen where the overall part dimensions are shown).

• Lead In and Lead Out are used to help smooth the cut where the machine starts and finishes cutting. Generally, at least 5mm should be used.  
More lead in will make a smoother entry cut with thick materials.

• Press F7 when finished dimensioning. Press G to cycle between Plasma and Demo mode.

• Before starting the operation, go to the CUT SPEED REFERENCE TABLE and make sure your settings will work with the material at hand. If not, alter them 
by using the F4 key for settings. F1, F4, and F6 keys for Speed, Plasma, and THC settings, respectively. Double clicking F7 will save settings, and ESC will 
return you to the main cut screen.

• Additionally, check the quick access settings on the main cut screen (FIG 29): [E], [F].

• Now that the machine is set up, to run the operation jog the torch to the desired start location using the arrow keys. Press F7 for manual movement con-
trols mode and press F3 to zero. Pressing F7 will run a frame around the part for a rough idea if you have enough space or not. This is covered in greater 
detail below in HOW TO UTILIZE DEMO MODE.

• If torch path needs to be changed move the torch, zero again, and repeat the frame test.

• When ready to cut, press the green Start button followed by the  key to initiate the cut. This will also zero out the coordinates at the torch’s current 
location again. The torch will move to the cut start point, level the torch, and then start the arc.

• The operation can be paused at any time by pressing the red Stop button and restarted by pressing the Start button.

• If you stop and manually jog the torch when you press Start a prompt will list several options for returning the torch to the cut path. Typically, for best cut 
continuity Return Only should be used. With the torch returned press Start again to continue cutting. This is described in more detail in the MAIN CUT 
SCREEN DURING CUTTING section of this manual.

• To exit a cut press ESC then  .

HOW TO UTILIZE DEMO MODE
• There are multiple ways to run parts in demos on the CNC Table: The Dedicated Demo Mode, Frame in manual movement, and Demo during cutting.

• The first option is the dedicated Demo Mode. It is accessed on the main cut screen by cycling to it with G. This mode simply runs the Torch through the cut 
path or to a certain point without activating the plasma cutter or Torch Height Controller.

• The other demo method is useful for quick access while cutting. You can stop the cut in progress and press F2 to run the demo, then stop it and restart 
cutting.

• The last method is Frame which is accessed through the F7 manual movement key and pressing F7 Frame. It will move the Torch around the cut extremes 
in a rectangular manner. This gives a quick idea if a cut will have any interference with objects, existing cut outs, and table limits. When running the  
machine, we highly recommended running the Frame function before every cut. Frame always starts from the part’s origin, even if you changed the start 
location  in F3 Part Option. If the location of the origin makes it difficult to effectively utilize the frame function, change the work coordinate system origin 
in the post processor.
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CREATING AND CUTTING G-CODE WITH FLCAM

 

Please read the FLCAM instruction manual carefully. Because FLCAM has its own separate user guide, detailed steps are not repeated in this manual.

       To cut an image file or PDF, it must be converted to a .DXF file format so FLCAM (or similar CAM/Nesting software) can open it for path generation.
       Websites like https://convertio.co/ can convert many file types to .DXF for free.
       If the image-to-DXF conversion isn’t clean, you may improve results by adjusting contrast, simplifying colors, or removing noise using a photo or image editor. 
      Unwanted line segments can be cleaned up within FLCAM.
       On convertio.co, select your file → set output format to CAD > DXF → press Convert → download the converted file.
       Open the .DXF file in FLCAM via its “Import” function or “Open Part” menu.
       Follow instructions in your FLCAM manual for nesting, setting lead-in/lead-out, path ordering, and cutting parameters.

CONVERTING AN IMAGE OR PDF TO DXF FOR CUTTING
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RECOVERING AN INCOMPLETE/FAILED CUT
If for any reason a cut does not complete, the steps below can be taken to rerun a cut segment. These steps can also be used if a setting must be changed 
before continuing to cut, as some settings cannot be changed during a cut. Note that restarting the cut mid segment is never as smooth as a continuous cut;  
for best results only stop the machine between cuts.

IF THE INCOMPLETE CUT IS NOTICED BEFORE PROGRAM ENDS
• When you notice the incomplete cut, press the red Stop button. The F1 button will serve as a back button to run G-code segments in reverse.  

Pressing it will travel the Torch back to the last cut start point.

• Return to a point prior to the incomplete section and, if you need to, press F2 to run the torch forward without cutting and stop it where the fail starts.  
Using F  to slow movement speed can be helpful for precise alignment.

• Press the green Start button to restart the cut.

IF THE INCOMPLETE CUT IS NOTICED AFTER PROGRAM FINISHES
• When you notice the incomplete cut after the program has finished, move the Torch back to the start point (0.000, 0.000). Typically, after a program ends 

the machine will prompt you asking if you would like to automatically return to start. DO NOT re-zero.

• Use G to switch to Demo Mode. Now press Start and  , then before the incomplete section hit the red Stop button.

• Use G again to switch back to Plasma Mode, and press Start.

CHANGING SETTINGS DURING CUTTING
• To alter settings during a cut, the same basic idea is used, but press F3 GoBack and  to return the Torch to the zero point of the file and exit.  

Make the setting changes and do not re-zero the table.

• Now switch to Demo Mode and run up to the point where the program was stopped and switch back to Plasma Mode to then resume cutting.
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Thickness 
mm

Amperage 
(A)

Cut Speed 
mm/min

Pierce Time 
(sec)

Acc Time 
(sec)

Arc Volts 
(V)

IHS Time 
(sec)

1.0 mm

40

3500 0.1

1.3 mm 2500 0.3

1.6 mm 1700 0.5

2.8 mm 1300 0.8

3.2 mm 1200 0.9

6.4 mm 1000 1.2

DETERMINING MACHINE SETTINGS
AMPERAGE - For metals thicker than 1.59mm, 40A output  CNC Plasma Cutter is optimal for max speed and is required for thicker materials.
Thinner gauge steels may be cut with lower amperage. The 60A CNC Plasma Cutter will need full 60A output to cut beyond 12mm.

Lower amperage will allow you to reduce heat into the workpiece, therefore minimizing warp. It will also require lower speeds which can make for a smoother 
cut; the computer may struggle to keep up with high speeds (eg. 120ipm or 3000mm/min) on a complicated file may result in jumpy motion.

CUT SPEED - To get a cut speed, first start with a suitable speed for your material thickness from the CUT SPEED REFERENCE TABLE. Depending on a multitude 
of factors, such as condition of consumables, amperage, and material quality, the speed should then be fine-tuned.

The best speed is the fastest possible with minimal dross on the finished piece. Large, chunky dross means speed is too low and a small, hard dross bead means 
speed is too fast. When cutting in the optimal speed range, it is typical for a narrow spray of sparks to shoot out over top the sheet and for the plasma spray  
exiting the bottom to slightly lag behind the torch position. It will leave a shallowly curved line on cut edges.

RADIUS SPEED - Using Small Arc Limit and Limited Speed Below Radius to reduce tight radius speed does not have a drastic effect,  
but generally a slight reduction is optimal for good quality, especially at high cut speeds.

PIERCE TIME - Improper pierce time can cause two things: failure to penetrate, resulting in a spark and slag shower with poor initial cut; or arc failure and 
sputtering at the beginning of a cut. Thick metal may require nearly a second of pierce time or more, while thin gauge may not require any. See the CUT SPEED 
REFERENCE TABLE for a start point based on material thickness.

Pierce time being too short will mean the plasma arc has not fully penetrated the material before movement starts. This results in slag and sparks being showered 
across the table, increased consumable wear, and an incomplete cut. Optimal pierce time will allow for full penetration of the material before movement occurs.

When the pierce time is too long the plasma arc will have fully penetrated the material, resulting in a hole beneath the torch. The plasma cutter will have trouble 
maintaining the arc because there is no material to conduct it. This results in sputtering as it switches between the pilot arc and cutting arc or simply an arc 
break alarm that pauses the cut.

THC LOCK TIME - Time to lock THC (S) is the time the THC will be locked after starting the cut. On thick material this setting can improve initial stability of  
the arc, where extreme variations in arc voltage cause unstable automatic torch height control.

ACCELERATION - The jumpiness of the movement is predominately controlled by Acceleration (S) time setting. At high speeds increasing it may make  
movement smoother.

ARC VOLTS - Arc volts is the measured voltage drop across the arc, which is useful for controlling height. The Torch Height Controller  
(THC) will attempt to keep the arc volts at Set Arc; the optimal range will vary slightly depending on the plasma cutter used and can even  
vary depending on material and thickness. For best guidance on setting the automatic torch height control, scan the code to see our  
CNC plasma YouTube playlist.
IHS TIME - The Initial Height Setting is defined by seconds of motor run time upwards. Ideally, the initial height is slightly higher than  
the cutting height. With thick material, good initial height is critical because damage to the consumables can occur from slag being  
shot back into the Plasma Torch.

KERF - The kerf varies depending on numerous factors, and even varies slightly as the table cuts. However, it is typically close to your Plasma Torch nozzle  
orifice diameter. To get the most accurate kerf width, measure a cut piece with zero kerf compensation applied and subtract the actual size from the set size.  
If both sides being measured have been cut, divide by two. Due to the nature of plasma cutting there will almost always be a positive bevel that is most evident 
on thicker materials. This means, from top to bottom, inside features will slope smaller and outside features will slope larger.

CUT SPEED REFERENCE TABLE
This table provides a starting point when CNC Plasma Cutting. It is applicable when using the 40A CNC Plasma Cutter with Machine Torch, Note that depending 
on amperage being used, consumable condition, material, and a multitude of other factors you may need to fine tune these parameters for the best cut possible.

For best guidance on setting these  
parameters, scan the code to see our  
CNC plasma YouTube playlist.



  

As part of an on-going commitment to excellence in prod-
uct support, Euroquip offers a comprehensive product 
warranty program.

Warranty period for the Strata Workshop Series WS1212:

Commercial Use:  12 Months

Domestic Use:  12 Months

Warranty covers failure caused by manufacturing and ma-
terial defects in the product, during the warranty period 
specified. The warranty period begins when the product is 
purchased by the end user. Warranty is not transferrable 
and is only claimable by the original purchaser.

Warranty does not cover parts that are subject to wear and 
tear from usage, such as cables, torch consumables, moving 
parts, table parts, motors, etc.

Warranty covers failure of a product caused by defective 
materials and/or manufacturing for the period given and 
the usage specified by Euroquip.  The warranty period 
begins when the product is purchased by the end user. 
Warranty is not transferrable and is only claimable by the 
original purchaser. 

Warranty also does not cover failure caused by the untime-
ly replacement or service of the above wearing parts. Evi-
dence must be provided that the product has been main-
tained and serviced suitably for a claim to be considered 
under warranty.

Failure caused by incorrect operation of the product, lack
of proper care and maintenance of the product, external 
damage, external circumstances such as rust, moisture, 
poor power, abrasive surfaces, overweight items, use of a 
non Strata plasma cutter with the machine, modifications
to the product, attempted  repair / service by a party other

 than an Approved Service Agent, is not covered under

Warranty does not cover pre delivery service and adjust-
ment, or failure that may occur as a result of lack of/ incor-
rect pre delivery service and adjustment.

Warranty does not cover any incidental, indirect or conse-
quential loss, damage or expense that may result from any 
defect, failure or malfunction of a product.

Should any issue be found to be a combination of a war-
ranty failure and a non-warranty issue, the repair cost com-
ponent to rectify and repair the non-warranty failure is the 
customers’ full responsibility.

The decision that an issue with a product qualifies as a 
warranty claim is made at the sole jurisdiction of Euroquip.

No costs incurred will be considered under warranty if re-
pairs are carried out by a party other than a Euroquip Ap-
proved Service Agent, unless with prior consent in writing 
from Euroquip. 

It is the responsibility of the purchaser to deliver a prod-
uct under warranty to the nearest relevant service agent or 
product reseller. Warranty does not cover call outs, mile-
age and freight costs. 

If a product is repaired under warranty, parts and labour re-
quired for the repair will be supplied at no charge. Warranty 
assessment and repair will be scheduled and executed ac-
cording to the normal work flow at the service location and 
depending on the availability of suitable replacement parts.

This warranty policy is an additional benefit and does not 
affect the legal rights of any end user, reseller or service 
agent.

Warranty

warranty.
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www.strata.co.nz

Congratulations on your new STRATA product. 
We are proud to have you as our customer and 
will strive to provide you with the best service 
and reliability in the industry. This product is 
backed by our extensive warranty and world-wide 
service network. To locate your nearest distributor 
or service agency visit www.strata.co.nz, or email 
us at customerservice@euroquip.co.nz


