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GUVENLIK

GUVENLIK SEMBOLLERi VE ACIKLAMALARI

Kisa slirede meydana gelebilecek riskli durumlari ifade eder. Gerekli énlemler alinmadig takdirde,
etkileri can kaybina veya ¢ok ciddi yaralanmaya neden olur.

Kisa slirede meydana gelebilecek riskli durumlari ifade eder. Gerekli énlemler alinmadig takdirde,
yaralanmaya veya can kayina neden olabilir.

& DiKKAT

Riskli olabilecek durumlari ifade eder. Gerekli 6nlemler alinmadigi takdirde, hafif veya kigik gapli
yaralanmalarin yani sira maddi kayiplara da neden olabilir.

o BILGILENDIRME

Kullaniciya tavsiyeler ve/veya ek bilgilendirmeler yapildigi anlamina gelir.

Urtnin kurulumunu yapmadan once, kullanim kilavuzunun okunmasi firma tarafindan
| | tavsiye edilir. Sagliginiz ve Grtintin Gzin 6murld kullanimi igin tim etiketlere ve glivenlik

onlemlerine uyunuz.

& Bu Urtin kullanim &mrint doldurduktan sonra ¢ope atilmamalidir. Elektrikli ve/veya
‘a elektronik cihazlar geri donisim tesislerinde geri donustirilmelidir.

Giivenlik uyarilari ve aciklamalari

Cihazi kullanmadan 6nce bu kilavuzu dikkatlice okuyunuz. Bu cihaz sadece uygun egitimi
almus ilgili personel tarafindan kullanilabilir. Glvenli bir kullanim icin cihazin nasil dogru

& bir sekilde kullanilabilecegi ve ne tip riskler icerdigi iyice anlasiimaldir. Dogru sekilde
kullaniimayan cihaz yilziinden olusabilecek her tirli olumsuz durum, yaralanma veya
vefat karsisinda Nuris Teknoloji herhangi bir ytikimlulik tagimaz.
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ELEKTRIK CARPABILIR

Kaynak makineleri islem sirasinda tehlikeli seviyede gerilim tretebilir. Kisisel elektriksel
izolasyon donanimi kullanmadan, korumasi olmayan teli ya da torg gibi gerilim tasiyan
kisimlara dokunmayin. Sadece izoleli kisimlarinda tutarak islem yapin. Zedelenmis
lazer fiber optik kablosu kullanmayiniz.

KAYNAK DUMANI ve GAZLARI TEHLIKELIDIiR

Kaynak yaparken mutlaka iyi havalandirilan yerde galisin. Kaynak sirasinda kullanilan
Ortlicti gazlar insan saghgini tehlikeye atabilir. Kaynak/kesme/temizleme islemleri
sirasinda ortaya cikan gazlar veya dumani solumayin. Bu duman ya da gazlar insan
saghgi agisindan tehlikelidir.

KAYNAK ARKI ISINLARI TEHLIKELIDiR

Kaynak arkindan ¢ikan isinlar son derece tehlikeli olup insan goziine kalici zarar verir.
Tehlikeli lazer isinlarinin yani sira ikincil isinlar da tehlikeli olabilir. Kaynak yapilan
alandan, malzemeden yansiyan isinlara karsi da dikkatli olunmalidir. Kaynak yaparken
mutlaka kisisel koruyucu donanim kaynak goézligi ve kaynak maskesi kullanilmalidir.
Kaynak arkindan c¢ikan isinlar insan derisinde yaniklara yol agabilir. Kaynak yaparken
mutlaka kisisel koruyucu donanimi (kaynak eldiveni, vb.) kullanin. Ortamda bulunan
gozlemci ya da yardimci olan kisileri bu konu hakkinda uyarin.

KAYNAK SICRANTILARI YANGINA NEDEN OLABILIR

Kaynak yaparken etrafa yiiksek 1sili kiiglik metal parcalar sicrayabilir. Ozellikle yakit
tanklari ya da benzeri parlayici/yanicc maddelerin depolandigi alanlarda yapilan
calismalarda bu parlamaya ya da patlamaya neden olabilir. Riski dikkate alarak uygun
guvenlik 6nlemlerini (yangin séndiiriici vb.) alin. Ayrica sigrayan metal pargalar kisisel
yaralanma ya da yaniklara neden olabilir. Bunu i¢in mutlaka uygun kisisel koruyucu
donanim (kaynak eldiveni, kaynak ayakkabisi, kaynak onltga vb.) kullanin.

ELEKTRIK VE MANYETiK ALANLAR TEHLIKELi OLABILIiR

Kaynak yaparken siddetli elektrik ve manyetik alanlar olusabilir. Bu alanlar kalp pilinin
ya da isitme cihazinin ¢alismasini engelleyebilir. Eger benzeri cihazlar kullaniyorsaniz
mutlaka doktorunuzdan uyumlulukla ilgili bilgi alin.

KAYNAK MALZEMELERI YAKABILIR

Kaynak sirasinda is parcasi tizerinde yiksek isi olusur. Bu s insan hayati icin tehlikelidir
ve ciddi yaniklar olusturabilir. Kaynak yaparken mutlaka kisisel koruyucu donanimi
(kaynak eldiveni, kaynak ayakkabisi, kaynak onligu gibi) kullanin.

HAREKETLi PARGCALAR YARALANMALARA NEDEN OLABILIR

Butlin panellerin ve kapaklarin kapali ve emniyetli bir sekilde yerinde oldugundan emin
olun. Servis islemi bittiginde, motoru calistrmadan 6nce panelleri veya kapaklari
yeniden takin ve kapatin.
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KAYNAK YAPILIRKEN DIKKAT EDILMESIi GEREKENLER

Asagidaki  koruyucu gerecler kullanilmadan kaynak makinesi calistinimamali ve kaynak
yapilmamalidir:

Kaynakgi el maskesi veya bas maskesi: Kullaniimadigi takdirde i1sinlar gdze zarar verebilir.

Kaynakg eldiveni: Isi ve sicramalara karsi koruma saglamak amaciyla, bilekleri de koruyacak sekilde
uzun konglu ve deriden yapilmis eldiven kullanilmalidir.

Kaynakg elbisesi: Kaynak sicramalari nedeniyle ¢abuk yanabileceginden, sentetik malzemelerden
Uretilmis kaynak elbisesi kullaniimamalidir.

is ayakkabisi: Agir cisimlerin diisme olasiligina karsi, metal burunlu ayakkabi kullaniimalidir.

e Makine ayarlarini degistirirken ya da kaynak/temizlik/kesme islemi yapmiyorken, giivenlik icin lazer
etkinlestirme ayarini KAPALI konumunda tutun.

e Tel sirme Unitesinin ve makinenin kapak veya panelleri agikken kesinlikle islem yapilmamalidir.

e  Bitun kaynak islerinde calisilan ortamin havalandirilmasi gereklidir. Bununla birlikte kaynak yapilan
yerdeki asiri hava dolasiminin, koruyucu gaz tabakasini bozabilecegi unutulmamalidir. Gozlerde,
burunda ve bogazda meydana gelen yanma hissi ve/veya tahrisler yetersiz havalandirmanin temel
belirtileridir. Bdyle bir durumla karsilasildiginda, ortam havalandirilmali sorunun devam etmesi
halinde kaynak islemi durdurulmahdir.

e  Tamamen kapali tiiplere ya da borulara kaynak veya kesme islemi yapilmamalidir. Bu tir cisimlere
kaynak yapilmadan énceden bunlar; acilmali, bosaltimali ve temizlenmelidir. icinde daha énce
patlayici veya yanici maddeler olan tiip ve borulara, bos olsalar dahi kaynak yapilmamalidir.

e Yagmur altinda makinenin kaynak islemi durdurulmali ve sebekeyle baglantisi kesilmelidir. Aksi
halde elektrik garpmasi veya makinenin arizalanmasi séz konusu olabilir.

e  Kaynak isleminin yapilacagi yer, kaynak yapan kisiye rahat hareket olanagi saglayacak kadar genis
olmalidir. Kaynak yapilacak parcalarin yizeyleri, celik firca veya taslama ekipmani ile
temizlenmelidir.

e  Kaynak torcunun ucu gorilebilecek ve kaynak banyosu kontrol edilebilecek sekilde kaynak
yapilmalidir.

e Uzunsire ara verilmeden kaynak yapilmasi durumunda kaynak yapan kiside fazla su kaybi meydana
gelebilir. Bu nedenle uzun siireli kaynak yapiimamalidir.

. Kullanici ergonomisi agisindan uzun siire ara vermeden kaynak islemi yapilmasi dnerilmez.
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LAZER KORUMASI

insan géziine zararl olan lazer iginlan icin lazer koruyucu gézlik kullaniniz. Koruyucu gézlik, lazer
kaynagi tarafindan yayilan lazerin dalga boyuna gére secilmelidir. Cihazi calistirmadan énce mutlaka
koruyucu goézlugu takiniz. Koruyucu ekipmanlarin tzerindeki giivenlik etiketlerini kontrol ediniz. Cikis
glcl ve dalga boyu icin yeterlilige bakiniz.

e  Standart kaynak yontemlerinde kullanilan kaynak baslidi lazer isinlari igin koruyuculuk saglamaz.
Lazer kaynak makinesi icin uygun olan koruyucu gozligi takiniz.

e Lazer kaynak makineleri gériinmez lazer isinlari nedeniyle tehlikeli olarak siniflandirilir. Bu cihazlar
1080 nm dalga boyuna sahip isin yayar. Bdyle bir i1sik yogunluguna dogrudan veya dolayh olarak
maruz kalmak goze ve cilde ciddi zararlar verebilir. Bu kizilotesi isinlar gozle goriinmezler fakat
korneada veya retinada kalici hasara yol agabilir. Makine kullanilmadan énce mutlaka 1080 nm
dalga boyuna uygun ve sertifikali lazer koruyucu goézlik takilmalidir.

Koruyucu gozlik seciminde kaynak islemi sirasinda ikinci dereceden radyasyon tehlikeleri de g6z 6niinde
bulundurulmalidir. Gozle gorilmeyen bu isinlara maruz kalan kisilerde gbzde kalici hasar meydana
gelebilir. Kaynak sirasinda kizilétesi ve ultraviyole radyasyona maruz kalmak deriye zarar verebilir. Bu
isinlar cilt yaniklarina neden olabilir.

Makineyi kullanmadan 6nce asagidaki maddeleri dikkatle okumaniz énerilir.

. Lazer isinina dogrudan bakmayiniz.

e Lazer kaynak makinesinin optik ¢ikisiyla g6z temasindan kagininiz.

e  Koruyucu ekipmanlari glg, dalga boyu ve operatdriin giivenligine gore seginiz.

. Lazerin calistinlacagi guvenli alani sinirlandirmak igin lazerin bulundugu bolgeye uyari isareti
yapistiriniz.

e  Karanlik ortamda kullanmayiniz.

e Koruyucu lens ve bakir ug yapisi kurulurken veya temizlenirken makinenin kapali oldugundan
ve gi¢ baglantisinin kesildiginden emin olunuz.

e Ariza giderirken ve kalibrasyon yaparken lazeri kapatiniz. islem tamamlandiktan sonra lazeri
aginiz.

e  Koruyucu lens temizleme surecini kilavuzdaki adimlara uygun olarak yapiniz.

Genel Giivenlik Uyarilan

. Elektrik baglantilar kesinlikle yetkili kisiler tarafindan yapilmalidir.

. Koruyucu ekipmanlar “Guivenlik Uyarilari ve Agiklamalar” kisminda belirlenen uyari ve risklere gére
tedarik edilmeli ve kullaniimalidir.

e Bazi ekipman ve islemlerin olusturacagi gurdiltd, isitme kaybina neden olabilir. Gurdiltl seviyesi
yiksek ise, ilgili standartlara uygun, kulak tikaci veya kulaklik gibi isitme koruyucu donanimlar
kullaniimahdir.

e Sicak parcalara ¢iplak elle dokunulmamalidir. Sicak parcalari tutmak igin masa ve koruyucu eldiven
kullaniimahdir.
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. Bakim veya onarim yapmak icin makineye temas ederek calisilacagi zaman, makinenin tamamen
sogudugundan emin olunmalidir. Makinenin tim kapak ve panelleri kapali tutulmaldir, kapak veya
paneller agikken kesinlikle kaynak yapilmamalidir.

e Makinenin hareketli parcalar yaralanmaya sebep olabilir. Hareket halinde olan pargalardan uzak
durulmalidir.

e Agir cisimlerin diisme olasiligina karsi metal burunlu ayakkabi giyilmelidir.

. Kaynak teli makaradan el ile acilirken, bir yay gibi firlayabilir ve kaynak yapan kisiye veya cevredeki
kisilere zarar verebilir. Bu islem yapilirken dikkatli olunmali ve gerekli dnlemler alinmalidir.

. Kaynak yapilan ortamda yangina karsi emniyeti saglamak icin, uygun nitelikli (kuru kimyevi tozlu)
yangin séndirlci tiip ve malzemeler stirekli olarak bulundurulmalidir. Benzin, yag ve benzeri yanici
malzemeler, kaynak yapilan alandan uzak tutulmalidir.

e  Kaynak isleminin tamamlanmasindan sonra, bazi malzemelerin bir siire daha yanmaya devam
edebilecegi olasiligina karsi, kaynak yapilmis pargalar belli araliklarla kontrol edilmelidir.
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ELEKTROMANYETIK UYUMLULUK (EMU)

Bu cihaz, ilgili elektromanyetik uyumluluk kriterlerine gére tasarlanmistir ancak yine de diger sistemlerle
(radyo, televizyon, telefon gibi) olumsuzluklara neden olabilecek elektromanyetik etkiler olusturabilir. Bu
makine tarafindan olusturulabilecek elektromanyetik etkileri azaltmak veya yok etmek igin bu bolum
dikkatlice okunmali ve talimatlar uygulanmalidir.

Cihazi monte etmeden 6nce bu cihazla EMU problemleri yasayabilecek diger cihazlarin kontrol edilmesi
gerekir:

e Cihazin yakinindan gegen telefon kablolari ve kontrol kablolari,
e  Radyo ya da televizyon alici vericileri,

e  Bilgisayar ya da bilgisayar tabanli endustriyel kontrol sistemleri,
e Emniyet kontrol sistemleri,

e  Kalp pili ya da isitme cihazlari,

e Olclim ve kalibrasyon icin kullanilan hassas cihazlar.

o BiLGILENDIRME

. a|  Sanayi bolgesinde kullanilmak Gzere tasarlanmis olan bu makinenin ev vb. yerlerde
kullanilmasi durumunda, olasi elektromanyetik etkileri dnlemek icin 6zel dnlemler almak
gerekir. Bu gibi durumlarda Nuris Teknoloji A.S. ile irtibata gecilerek teknik destek

alinmalidir.

Makinenin kurulumu yapilmadan 6nce calisma alani, makinenin olusturabilecegi elektronik etkiler
nedeniyle teknik sorunlarin ortaya cikabilecegi arac, gere¢ ve diger makineler agisindan kontrol
edilmelidir. Calisma alaninin yakininda bulunan ve asagida siralanan arag, gereg ve cihazlar EMU
acisindan kontrol edilmelidir.

[ |

Kullanici, calisma alaninin EMU bakimindan uygun durumda oldugundan emin olmalidir. Aksi halde ek
koruma &nlemlerinin alinmasi gerekebilir. Makinelerdeki elektromanyetik yayilimlar azaltmak icin
asagida ana hatlaryla belirtilen maddeler dikkate alinmalidir.

e Gug girisi bu kilavuzda belirtildigi gibi baglanmalidir (toprak baglantisi),

e  Cikis kablolar olanaklar dahilinde kisa tutulmali, st Uste degil yan yana ve kullanicidan
mUmkin oldugunca uzaga yerlestirilmelidir.

e  Sinyal kablolari ile gli¢ kablolari birbirine yakin olmamalidir.

e Ozel durumlarda ekranli kablolarin kullanimi EMU'yu iyilestirebilir.

e Mimkin oldugu durumlarda, elektromanyetik yayilimlar azaltmak igin kaynak yapilan parca
topraklanmalidir. Kaynak yapilan parcanin topraklanmasinin, kullanict ve makine icin
problemler yaratmayacagindan veya sagliksiz calisma kosullarina sebep olmayacagindan emin
olunmalidir.
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GENEL TANITIM

TEL SURME UNITESi PARGALARI

Cift tel sirme Unitesi, lazer 1sini ile kaynak yaparken kaynak telini lazer torcu ucuna sirmek igin
kullaniimaktadir. Tek tel ve cift tel ile kullanima uygundur.

NO  OZELLiK

a. Acma/Kapama Anahtari
b. Kontrol Ekrani
C. Tel Cikisi
d. Tel Cikisi
Tablo 1.1 Makine Parcalart Sekil 2.1 Cift Tel Siirme Unitesi On Gériinim

NO  OZELLiK

e. Lazer Kaynak Makinesi
Haberlesme Baglantisi

f. Glc Girisi

Tablo 1.2 Makine Parcalart Sekil 2.2 Cift Tel Siirme Unitesi Arka Gériiniim
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TEKNiK OZELLIiKLER

V1.1

PARAMETRE

Girig

Maksimum Giig

Maksimum Akim

Tel stirme hizi

Tel caplarn

BiRiM
220+5%, 50/60Hz
150W
6.5 A
15-600 cm/min
TEK TEL: 1.2/1.6 mm
GiFT TEL: 1.2/1.6/2.0/2.5 mm
Mil Capi: MiN: 50 mm

Dis Capi: MAX: 300mm

Kaynak Teli Ozellikleri

Genislik: MAX: 105 mm

Agirlik: <20 kg
Boyutlar 575mm x 250mm x 670mm
Agirhik 30 kg
Tablo 1, Teknik Degerler
PAKET iGERIGIi
iCERIK ADET/OZELLIK
Tel Siirme Unitesi 1 adet
Gug Kablosu 5 metre
Haberlesme Kablosu 10 metre

Cift Tel Stirme Kilavuzu

Cift Tel Besleme Celik Spirali

Cift Tel Nozzle

Cift Tel Kontak Meme

Cift Tel Sirme Makara

Tek Tel Strme Kilavuzu

Tek Tel Stirme Celik Spirali

Tek Tel Tor¢ Nozzle

1 adet (en fazla 2 mm'ye gore)

1 adet

AS-12D 2 adet

AS-16D 2 adet

AS-20D 2 adet

1.2/1.6/2.0

0.8-1.0 V kanal makara 2 adet
1.2-1.6 V kanal makara 4 adet
2.0-2.5 V kanal makara 4 adet

60mm ve 100mm
1 adet

AS-12, BS-16, CS-12, ES-12, FS-16, C, AS20D,
Kesme baslig
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Tek Tel Kontak Meme 0.8/1.0/1.2/1.6

Cift Tel Teflon Spiral Opsiyonel
Opsiyonel
(Takim Halinde:

U Kanal 1.0-1.2 Makara
Tek Tel Teflon Spiral 0.8-.1.0-1.2-1.6 meme
60 mm ve 100 mm tip
Alyan takimi
Acik agizli anahtar takimi )
1.2-1.6 U kanal makara
Cift Tel Stirme Makara
(opsiyonel)

Tablo 2, Paket Icerigi

LAZER KAYNAK MAKINESi CiFT TEL BESLEME NOZUL VE OLCEK TUPU OZELLIKLERI
o : Parca Birlestirme
Nozul Kodu Resim Uzunluk Malzeme ilave Tel Capi Tipi
Cift tel ile s
As-12 D 32mm Bakir besleme Aln?(._.lc kE§e vekd.§
1.2 mm+1,2 mm Ose kayna
Cift tel ile L
As-16 D 32 mm Bakir besleme A"T(’.,'g ks§e vid.5
1,6 mm+1,6 mm Os€ kayna
Cift tel ile o
AS-20 D 32 mm Bakir besleme A"T(’."g k?envi dis
2,0 mm+2,0 mm Ose kayna
Graduated Tube
16mm 12mm
— —|
E=
L
H
E
FT80 Olcek Tiipii 80 mm 80 mm | Paslanmaz celik - -
]
s
1o
B 18mm

Tablo 3, Cift Tel Besleme Nozul ve Olcek Tiipii Ozellikleri
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BAGLANTILAR

Sekil 2.2 -f'de gosterilen baglanti noktasina ilgili kablo takilarak sebeke baglantisi saglanir. Cift tel siirme
Unitesi sebeke gerilimi ile calismaktadir.

Sekil 2.2 -e'de gosterilen baglanti noktasi NSK ile Lazer Kaynak Makinesi haberlesme baglanti girisidir.
ilgili uglar tel siirme Unitesi ve kaynak makinesine takilarak haberlesme saglanir.

TEL BESLEME BAGLANTISI

Tek tel sirme sistemi 0.8 mm, 1.0 mm, 1.2 mm ve 1.6 mm capinda, yumusak, sert ve/veya 6zIi kaynak
tellerini rahatlikla kullanabilmek icin tasarlanmistir. Ancak tel capi ve yumusakligina uygun ayar ve baski
makarasi secimi yapilmali ve diger ayarlar bununla uyumlu olmalidir.

Cift tel sirme fonksiyonu 1.2 mm, 1.6 mm, 2.0 mm, 2. 5mm ¢apinda yumusak, sert ve/veya 6zl kaynak
telleriyle kullanim imkani sunar.

Tel baglantisi icin tel siirmenin ve tel sirme motor grubunun
(Sekil 2.1-c) bulundugu kapak acilmadir (Sekil 2.1). Tel makarasi
fren/gergi silindiri Sekil 2.1-b) plastik somun elle cevrilerek
sokalur. Kaynak teli makarasi (Sekil 2.1-a) tel makarasi fren/
gergi silindirine (Sekil 2.1-b) yerlestirildikten sonra plastik somun
yine elle sikilir. Tel kanalindan gegirilerek tel besleme Unitesinin
girisine getirilir. Ayni islem B olarak adlandirilan alttaki tel sirme
motoru igin de yaplilir.

Tel baski ayar mandallarini (kirmizi renkli, Sekil 2.2 -d) ¢ikartmak
icin mandallar disariya gekilir. Bu esnada tel st baski makaralari
serbest kalir ve tel makaralari bosa ¢ikar. Makaralara ulasabilmek
icin Sekil 2.2 -c'de gosterilen siyah vidalar sokulur ve tel
makaralarina erisilebilir. Ayni islem B motor siirme sistemi igin
de yapilir.

Sekil 2.2 Tel siirme mekanizmast
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Tel sirme makaralarinin (Sekil 2.3 -c) Ustlinde kullanilacak telin
kalinhgr mevcuttur. Tel sirme makaralarinin secimi, kullanilacak
telin kalinligi ve malzemesine goére secilir. U oluklu tel siirme
makaralari aliminyum gibi yumusak teller icin kullanilirken, V
oluklu tel sirme makaralari celik ve paslanmaz celik telleri icin
kullanihr.

Sekil 2.4 Kaynak teli baglantist

Kaynak teli Sekil 2.4 kisim 1'de gosterilen ilk kilavuzdan gegirilerek tel makarasina sirdlir. Kilavuzdan
gecirilen tel, tel makarasi kanalina kisim 2'de gésterildigi gibi yerlestirilir. Makaralardan gegirilen tel kisim
3'teki gibi istikamet kilavuzundan gegirilerek elle stirme islemi tamamlanir. Sonra kisim 4'teki gibi st
baskilar kapatilir. Ekrandan manuel tel besleme butonuna torcun ucundan tel ¢ikana kadar basilr.

Tel siirme Unitesi spiralinin dis izoleli olmasi gerekmektedir. izolasyonda bir deformasyon, siyrilma
meydana geldiginde lazer emniyet devresi tamamlanmis olur ve is parcasi temasi haricindeki
ylizeylerde de lazer etkin hale gelir. Glvenliginiz icin dis izolasyona dikkat ediniz ve izolesiz spiral
kullanmayiniz.

Baski ayarinin fazla olmasi durumunda tel Gizerinde ezilmeler meydana gelebilir. Telin yuvarlak yapisi
bozularak tel sirmede torcun igerisinden ge¢me esnasinda problemler yasanabilir. Ayrica kontak
memede tikanma problemiyle karsilasilabilinir. Tel ayarinin gevsek olma durumundaysa tel sirme
dlzgun sekilde gerceklesmeyebilir. Bu nedenle baski ayari yapilirken gevsekten sikiya dogru gidilerek
en iyi baski ayar noktasi yakalanmaya calisilir.
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MENU KULLANIMI

SUREKLi moD

Tel Stirme islemi Sirekli Mod ve Darbe Modu olmak tizere 2 modda gerceklestirilebilir.

Darbe Modunda tel besleme darbeli sekilde calisir. Ayarlanan darbe periyodu siresinde tel stirme
motoru calisir.

Siirekli Modunda tel besleme motoru surekli olarak calisir.

Tel Sirme Unitesi aktif durumdayken Sekil 4.1'de gésterilen meniide sol alt késede bulunan LED yesil
durumuna geger.

Tel Besleme Hizi (cm/min)

: Telin kaynak bdlgesine
s - : | = beslenme hizi, kaynak

Tel Stirme
Mntoru Araviizi

(A ;\’B\ isleminin kalitesini etkiler.
,,.7{/ Dogru hiz, kaynak dikisinin
AZB duzgiinligiini ve

homojenligini saglar.
15~600 cm/min araliginda
hiz ayarlamasi yapilabilir.
Fakat kullanicr icin 60~100
cm/min hiz énerilir.

Sekil 4.7 Siirekli Mod Ana Ekran

Tel Siirme Motoru Arayiizii

Ustteki motor: A, alttaki motor: B

A, B, A&B olmak (izere 3 secenek bulunmaktadir. Bu secenekler ile tel sirme Unitesinden yalnizca
birini kullanabilme veya ikisi ayni anda kullanabilme imkéani sunar. Hangi tel stirme grubu
kullanilacaksa ilgili tel sirme motor arayiizi segilir.

Manuel Tel Geri Cekme

Basildigi stire boyunca teli geri ¢eker.

Manuel Tel Besleme

Basildig siire boyunca tel sirer.

Basla

Butona basildiginda tel sirme Unitesi hazir hale gelir. Torg tetigine basiimasi durumunda tel strdlir.

Bitir

Butona basilmasi durumunda tel stirme islemi durdurulur.
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Ayarlar

Bu mentide tel siirme parametre ayarlari yapilabilir.

~Ortak Pa
Tel besleme iz
(emfmink

Eene
(ms)

Tl Gt e e [* 10

Tel Besleme Hizi

Yukarida detayli olarak agiklanan
bu parametre ayarlar menisu
icerisinde de ayarlanabilir.

Ayar aralige: 15 ~ 600 cm/min

Sekil 4.2 Stirekli Mod Ayarlar Ekrant

Baslatma Gecikmesi (ms)

Telin tetige basildiktan sonra kaynak baslamadan énce akisinin baslamasi arasindaki siredir. Bu
gecikme, telin kaynak islemine baslamasi igin gecen sireyi ifade eder.

Bu gecikme siresi, tel siirme Unitesinin tepki hiziyla, telin mekanizmadan gecmesi ve kaynak
baslangici arasindaki fiziksel mesafelerle, kontrol sistemlerinin hassasiyetiyle ve telin hiziyla dogrudan
iliskilidir.

Besleme gecikmesi, kaynak isleminin baslangicini ve dikisin diizguinligiini etkileyebilir. E§er gecikme
sliresi ¢cok uzunsa, kaynak baslangici beklenenden daha sonra gergeklesebilir ve bu da kaynak
dikisinin kalitesini kotl etkileyebilir. Ayni sekilde, gok kisa bir gecikme siiresi de istenmeyen sonuglara
yol acabilir. Bu nedenle, tel siirme Unitesinin besleme gecikmesi uygun ayarlamalar yapilarak kaynak
isleminin kalitesini optimize etmek icin diizenlenmelidir.

Onerilen : 0 ms, Ayar araligi : 0~2000 ms

Tel Geri Cekme Mesafesi (mm)

Torg tetigi birakildiktan sonra telin kaynak parcasina yapismamasi igin telin ne kadar geri ¢ekileceginin
yapildigr ayardir.

Onerilen: 20 mm, Ayar araligit : 0~100 mm

Tel ileri Besleme Mesafesi (mm)

Torg tetigi birakildiktan sonra, geri gekilen telin kopmasi icin geri besleme uzunlugu olarak ayarlanan
deger kadar teli ileri verilir, telin kopmasi saglanir.

Onerilen: 18 mm, Ayar araligt : 0~100 mm
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Tel ileri Besleme Gecikmesi (ms)

Torg tetigi birakildiktan sonra telin kaynak parcasina yapismamasi icin ayarlanan uzunlukta geri gceker.
Daha sonra telin kopmasi igin geri besleme uzunlugu olarak verilen deger kadar ileri tel verir. Bu
parametre ileri verilen telin gecikme siiresini ayarlamayi saglar.

Onerilen: 10 ms, Ayar araligt : 0~200 ms

Manuel Tel Besleme Hizi (cm/min)

Ana ekranda bulunan manuel tel besleme hizinin ayarlandigi parametredir.

Manuel Tel Geri Cekme Hizi (cm/min)

Ana ekranda bulunan manuel tel geri cekme hizinin ayarlandigi parametredir.

Hiz Dengesi

Cift tel ile besleme yapildigi zaman iki telin es zamanli olarak gelmesi igin kullanilan ayardir. B tel
slirme motorunda ayarlama yapar. -20 ile +20 araliginda deger ayarlamasi yapilabilir. Telin es zamanli
gelmemesi durumunda bu deger degistiriimelidir.

DARBE MODU

Ortalama Hiz (cm/min)

Bir pulse igerisindeki tel besleme
hizidir. Genelde 60 cm/min olarak
ayarlanir.

Ayar araligt: 15-150 cm/min

Sekil 4.3 Darbe Modu Ana Ekran
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Darbe Periyodu (ms)

Telin kaynagdi besleme periyodu.
Ayar araligt : 100-1000 ms

Piiriizsiizliik(%25-%80)

Darbeli kaynak esnasinda her bir
kaynak dikisinin ylzey
puriizsuzligl ayarlanir. Deger
buyudikee balik sirti kaynak
dikis kalinligr o kadar artar.

Ayar araligt : %25-%80

. Sekil 4.3 Darbe Modu Ana Ekran

Tel Geri Cekme Mesafesi (mm)

Torg tetigi birakildiktan sonra telin kaynak parcasina yapismamasi icin telin ne kadar geri cekileceginin
yapildigr ayardir.

Tel ileri Besleme Mesafesi (mm)

Torg tetigi birakildiktan sonra telin kaynak pargasina yapismamasi icin ayarlanan uzunlukta geri geker.
Daha sonra telin kopmasi icin geri besleme uzunlugu olarak verilen deger kadar ileri tel verir.

Tel ileri Besleme Gecikmesi (ms)

Torg tetigine basildiktan ne kadar suire sonra tel verilmesi gerektiginin ayarlandigi parametredir.

Hiz Dengesi

Cift tel ile besleme yapildigi zaman iki telin es zamanli olarak gelmemesi durumunda kullanilan
ayardir. B tel sirme motorunda -20 ile +20 araliginda deger ayarlamasi yapilir.
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KAYNAK PARAMETRELERI

NL2000W LAZER KAYNAK MAKiINESi PARAMETRE TABLOSU (TEK TEL
SURME MOTORU CALISMASI)

Malzeme Malzeme Kalinhig: ilave Tel Capi Tel Besleme Hizi
(mm) (mm) (mm/sn)
Sade Karbonlu Celik 1 1 9-13
Sade Karbonlu Celik 2 1 9-13
Sade Karbonlu Celik 3 1 9-13
Sade Karbonlu Celik 4 1,2 9-13
Sade Karbonlu Celik 5 1,2 9-13
Sade Karbonlu Celik 1 1 9-13
Sade Karbonlu Celik 2 1 9-13
Sade Karbonlu Celik 3 1 9-13
Sade Karbonlu Celik 4 1,2 9-13
Sade Karbonlu Celik 5 1,2 9-13
Paslanmaz Celik 1 1 9-13
Paslanmaz Celik 2 1 9-13
Paslanmaz Celik 3 1 9-13
Paslanmaz Celik 4 1.2 9-13
Paslanmaz Celik 5 1.2 9-13
Paslanmaz Celik 1 1 9-13
Paslanmaz Celik 2 1 9-13
Paslanmaz Celik 3 1 9-13
Paslanmaz Celik 4 1.2 9-13
Paslanmaz Celik 5 1,2 9-13
Aliminyum 1 1 7-15
Aliminyum 2 1 7-15
Aliminyum 3 1 7-15
Aliminyum 4 1,2 7-15
Aliminyum 5 1,2 7-15
Aliminyum 1 1 7-15
17
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Aliminyum 2 1 7-15
Aliminyum 3 1 7-15
Aliminyum 4 12 7-15
Aliminyum 5 1,2 7-15
Galvaniz Kaplamali Celik 1 1 9-13
Galvaniz Kaplamali Celik 2 1 9-13
Galvaniz Kaplamali Celik 3 1 9-13
Galvaniz Kaplamali Celik 4 1.2 9-13
Galvaniz Kaplamali Celik 1 1 9-13
Galvaniz Kaplamali Celik 2 1 9-13
Galvaniz Kaplamali Celik 3 1 9-13
Galvaniz Kaplamali Celik 4 1.2 9-13

Piring 1 - -

Piring 2 - -

Piring 3 = =

NL1500W LAZER KAYNAK MAKiINESi PARAMETRE TABLOSU (TEK TEL
SURME MOTORU GALISMASI)

TEL BESLEME PARAMETRELERI

TEL | KAYNAK ODAKTAN | HAVA KAYNAK
MALZEME (JAZEME I BES EME | GUCD | JEREMA | Feirihney | SAPMA AKIS SaRF_ | JED
HizZi | YOzZDES : ARALIGI | HACMI |MALzEMESi| ©

PASLANMAZ 15~20 L/min 1.2 mm
LN, e | t2om |
(SUS304) 25-35mm | 40~70 15~20 L/min
2.5-35mm | 40~70 hz 15~20 Limin |  Pesiapmaz
g
KARBON 2mm 7-15 mm/s 1 0L/m 5 mm
CELIK
(0235B) 3mm 7-15 mm/s 1 0 L/m mm
; L 40~70 hz g
7-15 mim/s 25-35mm | 40~70hz !
- fi yurr

15~20 L/min 1.0

J ; mm | 15~20 L/min
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NAKLIYE

« Cihazin elektrik baglantilarinin sokildiglinden emin olunuz.

« Kablolari tasima esnasinda darbelerden, ezilmelerden korumak icin muntazam bir sekilde ilgili yerlere
sariniz.

» Makinenin nakliye esnasinda olumsuz hava kosullarindan etkilenmemesi icin koruyunuz.

« Cihazlar Ust Uste koymayiniz, istifleme yapmayiniz.

+ Cihazi, tepesinde ya da tekerleklerin yaninda bulunan ving mapalarindan kaldirarak tasiyabilirsiniz.
« Cihazi yan ya da bas asagdi tagimayiniz.

URETICi FIRMA

NURIS TEKNOLOJi ve MAKINE SAN. TiC. A.S.

Ankara Organize Sanayi Bolgesi Ahi Evran OSB Mah. Babiirsah Cad. No: 2 06935 Sincan-ANKARA
TURKIYE

Tel: +90 (312) 267 58 60 Web: www.nuris.com.tr

TEKNIK SERVIS

Nuris Teknoloji teknik servis agina ulasabilmek icin www.nuris.com.tr web sayfasini ziyaret edin. Eger
bulundugunuz bélgede uygun bir teknik servi yoksa merkez teknik servis icin asagidaki adresle iletisime

gegin:

NURIS TEKNOLOJi ve MAKINE SAN. TiC. A.S.

Ankara Organize Sanayii Bolgesi Ahi Evran OSB Mah. Bablrsah Cad. No: 2 06935 Sincan-ANKARA
TURKIYE

Tel: +90 (312) 267 58 60 Web: www.nuris.com.tr
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GARANTI SARTLARI

1. Garanti Siiresi; kaynak makinesinin teslim alindigi tarihten itibaren baslar ve 2 (iki) yildir.

2. Lazer cift tel siirme tnitesi (Double Wire Feeder) firmamiz tarafindan garanti kapsamindadir. Bunlarin
digindaki tiim parcalar (kilavuz, baglanti kablosu, kontak meme, nozul, 6lcek tiipii, makara, spiral vb.)
iretimden kaynaklanan hatalar haricinde garanti kapsami disindadir.

3. Uriiniin garanti siiresi igerisinde malzeme, iscilik ve montaj hatalarindan dolay1 arizalanmas halinde, isgilik
masrafi, degisen parga bedeli ya da herhangi bagka bir iicret talep etmeksizin tamiri yapilacaktir.

4. Uriin fatura ve irsaliyesi garanti belgesi yerine gegmektedir.

5. Kontak meme, nozul, 6l¢ek tiipii gibi aksesuarlar; sebeke baglant fisi, baglant1 kablolari, spiral, tel kilavuzu,
tel baski tekerleri, makaralar vb. parcalar sarf malzemesidir ve garanti kapsami digindadir.

6.  Uriiniin tamir siiresi garanti siiresi igerisinde iiriine iliskin arizanin yetkili servis istasyonuna veya satictya
bildirimi tarihinde, garanti siiresi diginda ise malin yetkili servis istasyonuna teslim tarihinden itibaren baslar.
7. Nuris Teknoloji garantisi kapsamindaki {iriin ambalajlamadan ve nakliyeden 6nce kontrol edilir. Uriinii
aldiktan sonra tirtinde hasar olup olmadigini kontrol ediniz, hasar olmast durumunda Nuris Teknoloji’ye ve
nakliyeye derhal haber veriniz. Uriinii actiktan sonra igerik listesiyle kutu igerigini kontrol ediniz.
8. Asagidaki durumlarda iiriin garanti kapsamui diginda kalir:
o Nuris Teknoloji yetkilileri disinda agilmis veya sokiilmiis Giriinler,
o Yanlis kullanim ve ihmalden kaynakli zarar gérmiis tiriinler,
o Yanlis kurulum-bakim veya uygun olmayan kosullar altinda ¢alistirilan iiriinler;
o  Yikleme, bosaltma gibi nakliye islemleri sirasinda asir1 sarsilma ve/veya darbe gérme sonucu
arizalanan triinler,
Dogal afetlerde (yangin, sel, deprem, su baskini ve yildirim diismesi vb.) zarar goren triinler,
o Orijinal ve uygun olmayan yedek parca ve aksesuarlarin kullanilmasi sonucu arizalanan iriinler,
Sehir elektrik sebekesindeki, iiretici tarafindan beyan edilmis sirlar diginda kalan ani voltaj
yiikselmeleri ve algalmalar ya da benzeri sorunlardan arizalanan triinler.
9. Nuris Teknoloji’nin yukarida belirtilen, garanti kapsamindaki iiriinlerin kusurlu olmasi halinde iicretsiz
tamiri diginda, makinelerde meydana gelebilecek arizalar yiiziinden olusabilecek is kaybi ve imalat kayb1
gibi konularda herhangi bir sorumlulugu s6z konusu degildir.

Kullanicilar yukaridaki bilgileri uygulamakla yiikiimliidiir. Kullanim kilavuzuna
aykir1 kullammmlardan kaynakh olusan arizalar garanti kapsaminda degildir.
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NURIS TEKNOLOJI A.S.

CIFT TEL SURME UNITESI
GARANTI BELGESI

MAKINE BILGILERI
Makinenin markas: NURIS TEKNOLOJi A.S.
Makine Modeli:

Makine Bandrol ve Seri No:

TUKETICI BiLGILERI

Firma Bilgileri:

Yetkili Adi-Soyadi:

Telefon:

Adres:

Sehir:

E-posta:

iMZA / KASE:

SERVIS BILGILERI
Yetkili Servis Adu:

Kurulumu Yapan Adi-Soyadi:

Kurulum Tarfhi: e e e e bbb e b bbbt e b e
Garanti Baslangic Tarihi: = e s b s s
Garanti Bitig Tarihi: e s s s srares

Telefon:

iMZA / KASE:

UYARI: iki kopya olarak hazirlanmis olan Garanti Belgesinin gegerli olabilmesi i¢in her iki niishanin da tarafinizca
ve Yetkili Servis tarafindan imzalanmasi gerekmektedir. Garanti belgesi imzalanmadan énce, her iki kopya
iizerindeki makine seri numaralarinin ayni oldugunu kontrol ediniz.

On sayfada model ve seri numarasi yazih olan kaynak makinesini saglam ve eksiksiz
teslim aldim.

NURIS TEKNOLOJi AS. All rights reserved.
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NURIS TEKNOLOJI A.S.

CIFT TEL SURME UNITESI
GARANTI BELGESI

MAKINE BiLGILERI

Makinenin markas: NURIS TEKNOLOJi A.S.
Makine Modeli:

Makine Bandrol ve Seri No:
TUKETICIi BiLGILERI
Firma Bilgileri:

Yetkili Adi-Soyadi:

Telefon:

Adres:

Sehir:

E-posta:
iMZA / KASE:

SERVIS BILGILERI

Yetkili Servis Adi:

Kurulumu Yapan Adi-Soyadi:
Kurulum Tarihi:

Garanti Baslangi¢ Tarihi:
Garanti Bitis Tarihi:

Telefon:

iMZA / KASE:

V1.1

iizerindeki makine seri numaralarinin ayni oldugunu kontrol ediniz.
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SAFETY

Safety Symbols and Descriptions

This sign signifies risky situations that may arise in a short period. Disregarding these warnings
may lead to severe or even fatal injuries.

This sign signifies a potentially hazardous situation that poses a risk of injury or damage. Failure to
take appropriate precautions may result in injuries or material losses.

&CAUTION

This sign signifies situations that may be risky. Failure to take necessary precautions can lead to
minor injuries and financial losses.

© inFormAaTION

This sign signifies that advice and additional information are provided to the user.

The user manual should be read carefully before installing the product. Comply with
[=|=] all labels and safety precautions for your health and for the long-lasting use of the
product.

“ This product should not be thrown in the trash after it has completed its service life.
‘A Electrical and electronic devices should be recycled at recycling facilities.

Explanation Of Safety Symbols

& Review this manual carefully before operating the equipment. This device should only be
used by qualified personnel. It is crucial to understand the potential health risks and
operate the device correctly to ensure safe operation. Nuris Technology cannot be held
responsible for any injuries, fatalities, or device malfunctions caused by improper use or a
lack of understanding of the identified risks.
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ELECTRIC SHOCK CAN KILL

Vi1

Arc welding machines can generate high voltages during the operation. Do not touch
the live parts such as electrode clamp, work clamp or electrode. Always use the
insulated part of the electrode clamp. Wear protective insulating gloves to prevent
risk of electric shock. Do not touch any damaged cables.

FUMES AND GASES CAN BE DANGEROUS

Welding may produce fumes and gases hazardous to health. Avoid breathing these
fumes and gases. To avoid these dangers, the operator must use enough ventilation
or exhaust to keep fumes and gases away from the breathing zone.

ARC AND RAYS CAN BURN

Use a shield with the proper filter and cover plates to protect your eyes from sparks
and the rays of the arc when welding or observing. Use suitable clothing made from
durable flame-resistant material to protect you skin and that of your helpers. Protect
other nearby personnel with suitable, non-flammable screening and warn them not
to watch the arc nor expose themselves to the arc.

WELDING SPARKS CAN CAUSE FIRE OR EXPLOSION

Remove fire hazards from the welding area and have a fire extinguisher readily
available. Welding sparks and hot materials from the welding process can easily go
through small cracks and openings to adjacent areas. Do not weld on any tanks,
drums, containers, or material until the proper steps have been taken to ensure that
no flammable or toxic vapours will be present.

ELECTRIC AND MAGNETIC FIELDS MAY BE DANGEROUS

Electric current flowing through any conductor creates electric and magnetic fields
(EMF). EMF fields may interfere with some pacemakers, and welders having a
pacemaker should consult their physician before operating this equipment.

WELDED MATERIALS CAN BURN

Welding generates a large amount of heat. Hot surfaces and materials in work area
can cause serious burns. Use gloves and pliers when touching or moving materials in
the work area.

NOISE MAY CAUSE DAMAGE TO YOUR HEARING ABILITY

The noise generated by some equipment and operations may damage your hearing
ability. Wear approved personal ear protective equipment if the noise level is high.

MOVING PARTS MAY CAUSE INJURIES

Keep away from the moving parts. Keep all protective devices such as covers, panels,
flaps, etc. of machinery and equipment closed and in locked position.
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THINGS TO CONSIDER WHEN WELDING

The welding machine should not be operated, and welding should not be performed without using
the following protective equipment:

Welder's hand shield or head mask: If not used, the arc rays will result damage to the eyes.

Welding glove: To protect hands and wrists against heat and sparks, long leather gloves must be
used.

Welding suit: Welding suit made of synthetic materials should not be used as they can be quickly
burned by welding spatter.

Occupational footwear: Shoes with metal toes should be used in case heavy objects fall.

Earmuffs/ear plug: Exposure to welding noise for prolonged periods can lead to hearing damage.

e Keep the laser activation setting OFF for safety when changing machine settings or when not
performing welding, cleaning, or cutting operations.

. No operation should be performed while the wire feeding unit or the machine’s covers and panels
are open.

e  Ventilation of the working environment is required in all welding operations. However, it should be
noted that excessive air circulation in the welding area may disrupt the protective gas layer. A
burning sensation and/or irritation in the eyes, nose, and throat are the main signs of insufficient
ventilation. If such a situation occurs, the environment should be ventilated, and if the problem
persists, the welding operation should be stopped.

e  Welding or cutting operations should not be performed on completely closed tubes or pipes.
Before welding such objects, they should be opened, emptied, and cleaned. Welding should not
be performed on tubes and pipes that previously contained explosive or flammable substances,
even if they are empty.

e  Thewelding operation should be stopped, and the machine should be disconnected from the mains
in rainy conditions. Otherwise, electric shock or machine malfunction may occur.

e The area where the welding operation will be performed should be wide enough to allow the welder
to move comfortably. The surfaces of the parts to be welded should be cleaned with a steel brush
or grinding equipment.

e Welding should be performed in a way that ensures the torch tip is visible and the weld pool can
be controlled.

e If welding is performed for a long time without breaks, excessive water loss may occur in the
welder's body. Therefore, long-duration welding should be avoided.

e  From an ergonomic perspective, it is not recommended to perform welding for long periods
without breaks.
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Laser Protection

Laser protective glasses should be used to protect human eyes from harmful laser beams. The
protective glasses should be selected according to the wavelength of the laser emitted by the laser
source. The protective glasses should be worn before operating the machine and should be selected
according to the laser's output power and wavelength. Please check the safety labels on the protective
equipment.

Laser welding machines are classified as hazardous devices due to invisible laser beams. These devices
emit beams with a wavelength of 1060-1080 nm. Direct or indirect exposure to such a laser beam
intensity can cause serious damage to the eyes and skin. These infrared rays are invisible to the eye but
can cause permanent damage to the cornea or retina. Laser protective glasses suitable for 1080 nm
wavelength and certified should be worn before using the machine.

The welding mask used in traditional welding methods does not protect laser beams.
The operator or observer should wear suitable laser safety glasses.

The selection of laser protective goggles should take into account second-degree radiation hazards
present during the welding process. These hazards involve types of radiation not directly associated
with the laser beams but still capable of causing harm. Exposure to these invisible rays can cause
permanent damage to the eyes and skin burns.

General Safety Warnings

e  Electrical connections should be made by authorized personnel only.

e  Protective equipment should be supplied and used according to the warnings and risks specified
in the "Safety Warnings and Descriptions" section.

e  The noise generated by some equipment and processes may cause hearing loss. If the noise level
is high, hearing protective equipment such as earplugs or headphones should be used in
accordance with the relevant standards.

e Hot parts should not be touched with bare hands. Tongs and protective gloves should be used to
keep the hot parts. When working by contacting the machine to perform maintenance and repairs,
it should be ensured that the machine has completely cooled down. All covers and panels of the
machine should be kept closed, welding should not be done while the covers and panels are open.

e The machine's moving parts can cause injuries. Keep away from moving parts.

e  Steel-toe shoes should be worn against the possibility of falling heavy objects.

e When the welding wire is manually opened from the reel, it may spring out like a spring and cause
damage to the person welding and/or people in the vicinity. Care should be taken, and necessary
precautions should be taken while this procedure is being performed.

e  To ensure fire safety in the welding area, keep suitable fire extinguishers (dry chemical type) and
materials readily available at all times. Flammable materials such as gasoline, oil, and similar
substances should be kept away from the welding area.
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e After completing the welding process, check the welded parts at regular intervals, as some materials
may continue to burn for a period of time.

Electromagnetic Compatibility (EMC)

This machine has been designed by relevant directives and standards. However, it may still produce
electromagnetic disturbances that can impact other systems such as telecommunications (telephone,
radio, and television) or other safety-related systems. These disturbances could potentially cause safety
issues in the affected systems. To mitigate or eliminate electromagnetic disturbances generated by this
machine, it is essential to read and understand this section thoroughly.

Before installing the device, check for potential EMC issues with other equipment that may interact
with this device:

e  Telephone cables and control cables passing near the device,
e  Radio or television transceivers,

e  Computer or computer-based industrial control systems,

e  Safety control systems,

. Pacemaker or hearing aids,

. Precision instruments used for measurement and calibration.

o INFORMATION

I Al This machine is intended for use in industrial environments. If it is to be used in a house
or similar areas, special precautions should be taken to prevent potential electromagnetic
effects. In such cases, it is recommended to contact Nuris Technology INC. for technical
support.

The work area should be checked before installing the machine for potential technical issues that could
arise from the machine's electronic effects, including those dffecting tools, equipment, and other
machines. Tools, equipment, and devices listed below, located near the work area, should be inspected
for electromagnetic compatibility (EMC).

(B i |

The user should ensure that the work area complies with electromagnetic compatibility (EMC) standards.
Otherwise, additional protective measures may be necessary. To reduce electromagnetic emissions from
machines, the following outlined points should be considered.

e  Power input should be connected as specified in this guide (including grounding),

e QOutput cables should be kept as short as possible, placed side by side rather than stacked,
and positioned as far from the user as possible.

e  Signal cables should not be placed near power cables.

e In specific cases, using shielded cables may improve EMC.

e Whenever possible, the welded part should be grounded to reduce electromagnetic
emissions. Ensure that grounding the welded part does not create problems or unsafe working
conditions for the user or the machine.
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GENERAL INTRODUCTION

WIRE FEEDER UNIT PARTS

The double wire feeding unit is used to feed the welding wire to the tip of the laser torch

when welding with a laser beam. It is suitable for use with single wire and double wire.

a0 oo

NO

SPECIFICATION
On/Off Switch
Control Screen
Wire Output
Wire Output

Table 1,Machine Parts Figure 1, Double Wire Sliding Unit Front View

SPECIFICATION

Laser Welding Machine
Communication Connection

Power Input

Figure 2, Double Wire Feeding Unit Rear View

Table 2, Machine Parts
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Technical Specifications

PARAMETER
Input Power
Maximum Power
Maximum Current
Wire Feeding Speed

UNIT
220+5%, 50/60Hz
150W
6.5A
15-600 cm/min

SINGLE WIRE : 1.2/1.6 mm

Wire diameters

DOUBLE WIRE : 1.2/1.6/2.0/2.0/2.5 mm

Shaft Diameter: MIN: 50 mm
Outer Diameter: MAX: 300mm

Welding Wire Properties

Width: MAX: 105 mm

Weight: <20 kg

Dimensions
Weight

575mm x 250mm x 670mm
30 kg

Table 3, Technical specifications

Box Contents

Table 4, Box contents

CONTENT
Wire Feeding Unit
Power Cable
Communication Cable
Double Wire Sliding Guide

Double Wire Feeding Steel Spiral

Double Wire Nozzle

Double Wire Contact Nozzle

Double Wire Sliding Reel

Single Wire Sliding Guide

Single Wire Sliding Steel Spiral
Single Wire Torch Nozzle

Single Wire Contact Nozzle

SPECIFICATION
1 piece
5 meters
10 meters

1 piece (according to max. 2 mm)

1 piece

AS-12D 2 pieces

AS-16D 2 pieces

AS-20D 2 pieces

1.2/1.6/2.0

0.8-1.0 V channel reel 2 pieces
1.2-1.6 V channel reel 4 pieces
2.0-2.5V channel reel 4 pieces

60mm and 100mm
1 piece

AS-12, BS-16, CS-12, ES-12, FS-16, C,
AS20D, Cutting head

0.8/1.0/1.2/1.6

8
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Double Wire Teflon Spiral Optional
Optional
(In Team:
U Channel 1.0-1.2 Reel
Single Wire Teflon Spiral 0.8-.1.0-1.2-1.6 nipples
60 mm and 100 mm tube
Allen set

Open-end wrench set )

Double Wire Sliding Reel 1.2-1.6 U channel reel (optional)
LASER WELDING MACHINE DOUBLE WIRE FEED NOZZLE AND SCALE TUBE SPECIFICATIONS
A Additional Part Joining
Nozzle Code Image Length Material ) )
Wire Diameter Type
Double wire Butt, inner corner
AS-12D 32mm | Copper feed 1.2 and outer corner
mm+1.2 mm welding
Double wire Butt, inner corner
AS-16 D 32 mm | Copper feed 1.6 and outer corner
mm+1.6 mm welding
Double wire Butt, inner corner
AS-20D 32 mm | Copper feed 2.0 and outer corner
mm+2.0 mm welding
Graduated Tube
16mm lﬂn
T{a -l
na
l:‘é
FT80 Scale Tube 80 mm 80 mm Stainless steel - -
E
E
h 18mm

Table 5, Nozzle Specifications
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CONNECTIONS

The mains connection is established by attaching the relevant cable to the connection point shown in
Figure 2-f. The double wire feeder unit operates with mains voltage.

The connection point shown in Figure 2-e is the communication interface between the wire feeder unit
and the laser welding machine. Communication is achieved by connecting the relevant terminals to the
wire feeder unit and the welding machine.

WIRE FEED CONNECTION

The single-wire feed system is designed to handle soft, hard, and/or flux-cored welding wires with
diameters of 0.8 mm, 1.0 mm, 1.2 mm, and 1.6 mm. However, the setting and pressure roller must be
selected according to the wire diameter and softness and the other settings must be compatible with
this.

The double wire feed function allows use with soft, hard and/or flux-cored welding wires with
diameters of 1.2 mm, 1.6 mm, 2.0 mm, 2. 5mm

For wire connection, the cover where the wire feeding unit and
the wire feeding motor assembly are located (Figure 3.1-c)
must be opened (Figure 3.1). The wire spool brake/tension
cylinder (Figure 3.1-b) is removed by manually turning the
plastic nut. After placing the welding wire spool (Figure 3.1-a)
onto the wire spool brake/tension cylinder (Figure 3.1-b), the
plastic nut is manually tightened again. The wire is passed
through the wire channel and brought to the entrance of the
wire feeding unit. The same process is also performed for the
lower wire feeding motor, referred to as 'B".

To remove the wire pressure adjustment catches (colored red,
Figure 4-d), pull the catches out. This releases the wire upper
pressure rollers and the wire rollers become free. In order to
access the rollers, the black screws shown in Figure 4-c are
unscrewed and the wire rollers can be accessed. The same
operation is done for the B motor drive system.

Figure 4, Wire driving mechanism

10
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The thickness of the wire to be used is available on the wire
feed rollers ( Figure 5-c). The choice of wire feed rollers is
based on the thickness and material of the wire to be used. U-
groove wire take-up rollers are used for soft wires such as

aluminum, while V-groove wire take-up rollers are used for

steel and stainless steel wires.

Figure 6, Welding wire connection

The welding wire is threaded through the initial guide shown in Figure 6-1 and then routed through
the wire spool. The wire passed through the guide is then placed into the wire spool channel as shown
in Figure 6-2. The wire is guided through the rollers and then through the direction guide as shown in
Figure 6-3, completing the manual threading process. Afterward, close the upper pressure rollers as
shown in Figure 6-4. Press the wire feed button without gas to feed the wire through the torch until it
exits the torch tip.

* The wire feed unit spiral should have external insulation. If any deformation or stripping occurs in
the insulation, the laser safety circuit will be completed, causing the laser to become active on
surfaces other than the workpiece.

* For your safety, pay attention to the external insulation and do not use spirals without insulation.

* If the pressure adjustment is too tight, the wire can become crushed and deformed, leading to issues
as it passes through the torch and potentially causing clogging at the contact tip. Conversely, the wire
may not feed properly if the pressure adjustment is too loose. Therefore, it's best to start with a loose
setting and gradually increase the pressure to find the optimal adjustment.

* Nuris Technology recommends using Teflon-coated liners for soft wires such as aluminum filler
wire.
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CONTINUES MODE

The wire feeding process can be performed in two modes: Continuous Mode and Pulse Mode.

Pulse Mode, the wire feeding operates in a pulsed manner. The wire feeding motor runs for the set
pulse period.

Continuous Mode, the wire feeding motor runs continuously.

When the Wire Feeding Unit is active, the LED in the bottom left corner of the menu shown in Figure
4.1 turns green

Wire Feeding Speed

Laser welding wire feeding system

PO (cm/min)

e The feeding speed of the
Feed selector Feeding speed Gl wire to the welding area
A) (B a @ affects the quality of the

welding process. The correct
speed ensures the
smoothness and uniformity
of the weld seam. The speed
can be adjusted within the
range of 15~ 600 cm/min.
Figure 7, Continuous Mode Main Screen However, a speed of 60~

(

100 cm/min is
recommended for the user.
Wire Feeder Motor Interface

Top motor: A, bottom motor: B

There are three options: A, B, and A&B. These options allow for the use of either one wire feeding
unit or both simultaneously. The corresponding wire feeding motor interface is selected depending
on which wire feeding group is to be used.

Manual Wire Retraction

It pulls the wire back as long as the button is pressed.
Manual Wire Feeding

It feeds the wire as long as the button is pressed.
Start

When the button is pressed, the wire feeding unit becomes ready. The wire is fed when the torch
trigger is pressed.

12
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Stop

When the button is pressed, the wire feeding process is stopped.
Setting

Wire feed parameter settings can be made in this menu.
Wire Feeding Speed

Laser welding wire feeding system

This parameter, which has been
explained in detail above, can
also be adjusted within the
settings menu.

Ut Adjustment range: 15 ~ 600
cm/min

Figure 8 Continuous Mode Settings Screen

Start Delay (ms)

This is the time between when the trigger is pressed and when the wire starts flowing before the
welding begins. This delay represents the time it takes for the wire to start the welding process.

The delay time is directly related to the response speed of the wire feeding unit, the physical
distance the wire travels through the mechanism, the accuracy of the control systems, and the
wire's speed.

The feeding delay can affect the start of the welding process and the smoothness of the weld seam.
If the delay time is too long, the welding may start later than expected, which can negatively affect
the quality of the weld bead. Similarly, if the delay time is too short, it can also lead to undesirable
results. Therefore, the wire feeding unit's feed delay should be adjusted appropriately to optimize
the quality of the welding process.

Recommended: 0 ms, Adjustment range: 0~2000 ms

Wire Retraction Distance (mm)

This setting determines how much the wire will be retracted after the torch trigger is released to
prevent the wire from sticking to the workpiece.

Recommended: 20 mm, Adjustment range: 0~ 100 mm
Wire Forward Feed Distance (mm)

Vi1

After the torch trigger is released, this setting determines how much the wire will be pushed
forward to ensure that the retracted wire breaks. The specified forward feed length will ensure the
wire breaks.
Recommended: 18 mm, Adjustment range: 0~ 100 mm
13
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Wire Forward Feed Delay (ms)

After the torch trigger is released, the wire is retracted by the set length to prevent it from sticking
to the workpiece. Then, the specified forward feed distance is used to push the wire forward to
cause it to break. This parameter allows you to adjust the delay time before the wire is pushed
forward.

Recommended: 10 ms, Adjustment range: 0~200 ms

Manual Wire Feeding Speed (cm/min)
This parameter adjusts the manual wire feeding speed available on the main screen.

Manual Wire Retraction Speed (cm/min)
This parameter adjusts the manual wire retraction speed available on the main screen.

Speed Balance

When feeding with a double wire, this setting ensures that both wires feed simultaneously. It
adjusts the B wire feeder motor. The value can be adjusted in the range of -20 to +20. If the wires
are not feeding simultaneously, this value should be adjusted.

PULSE MODE

Average Speed (cm/min)

Laser welding wire feeding system

The wire feed speed in one
Pulse mode

pulse. It is usually set to 60

[— .
H INURIS
ad Sidect Ave cm/min.
s &
Adjustment range: 15-150
- > cm/min
b

Figure 9,Pulse Mode Home Screen
Pulse Period(ms)

i 5 s A
Laser welding wire feeding syste This refers to the feeding period

of the wire during welding.
2 v Adjustment range: 100-1000 ms
s (v - Smoothness (%25-%80)

During pulsed welding, the
surface smoothness of each weld
seam is adjusted. As the value
increases, the thickness of the

= fishbone weld bead also

Figure 10, Pulse Mode Home Screen increases.
Adjustment range: %25-%80
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Wire Retraction Distance (mm)

This is the setting that determines how much the wire will retract after the torch trigger is released,
to prevent the wire from sticking to the workpiece.
Wire Forward Feed Distance (mm)

After the torch trigger is released, the wire retracts by the set distance to prevent it from sticking to
the workpiece. Then, a forward feed is given by the amount specified as the retraction length to
break the wire.

Wire Forward Feed Delay (ms)

This parameter determines how long after the torch trigger is pressed the wire should be fed.
Speed Balance

This setting is used when feeding with a dual wire system to adjust the synchronization if the two
wires do not feed simultaneously. The value can be adjusted in the range of -20 to +20 on the B
wire drive motor.

WELDING PARAMETERS

NL2000W LASER WELDING MACHINE PARAMETER TABLE (SINGLE
WIRE DRIVE MOTOR OPERATION)

Table 6, Parameter table

Material Material Thickness Wire Diameter Wire Feeding
(mm) (mm) Speed (mm/sec)
Carbon Steel 1 1 9-13
Carbon Steel 2 1 9-13
Carbon Steel 3 1 9-13
Carbon Steel 4 1,2 9-13
Carbon Steel 5 1,2 9-13
Carbon Steel 1 1 9-13
Carbon Steel 2 1 9-13
Carbon Steel 3 1 9-13
Carbon Steel 4 1,2 9-13
Carbon Steel 5 1.2 9-13
Stainless Steel 1 1 9-13
Stainless Steel 2 1 9-13
Stainless Steel 3 1 9-13
Stainless Steel 4 1.2 9-13
15
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Stainless Steel
Stainless Steel
Stainless Steel
Stainless Steel
Stainless Steel
Stainless Steel
Aluminum
Aluminum
Aluminum
Aluminum
Aluminum
Aluminum
Aluminum
Aluminum
Aluminum
Aluminum
Galvanised Coated Steel
Galvanised Coated Steel
Galvanised Coated Steel
Galvanised Coated Steel
Galvanised Coated Steel
Galvanised Coated Steel
Galvanised Coated Steel
Galvanised Coated Steel
Brass
Brass

Brass

5 1,2
1 1
2 1
3 1
4 1,2
5 12
1 1
2 1
3 1
4 12
5 1,2
1 1
2 1
3 1
4 1,2
5 1,2
1 1
2 1
3 1
4 1,2
1 1
2 1
3 1
4 1,2
1 -
2 -
3 -
16
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9-13
9-13
9-13
9-13
9-13
9-13
7-15
7-15
7-15
7-15
7-15
7-15
7-15
7-15
7-15
7-15
9-13
9-13
9-13
9-13
9-13
9-13
9-13
9-13

Vi1
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TRANSPORTATION

Make sure that the electrical connections of the device are disconnected.

Drain all the water from the laser liquid coolant system using the drain valve.

Wrap the cables, interconnection package, and power cable neatly in the relevant places to
protect them from impacts and crushing during transportation.

Protect the machine from adverse weather conditions during transportation.

Do not stack or pile devices on top of each other.

Lift the device only by its wheels.

Do not transport the device on its side or upside down.

MANUFACTURER COMPANY

NURIS TECHNOLOGY and MACHINE INC.

Ahi Evran OSB Mah. Babiirsah Cad. No: 2 06935 Sincan-ANKARA TURKIYE
Tel: +90 (312) 267 58 60 Web: www.nuris.com.tr

TECHNICAL SERVICE

To reach Nuris Technology's technical service network, please visit www.nuris.com.tr. If there is no
suitable technical service available in your area, please contact the central technical service using the
following details:

NURIS TECHNOLOGY and MACHINE INC.
Ahi Evran OSB Mah. Babiirsah Cad. No: 2 06935 Sincan-ANKARA TURKIYE

Tel: +90 (312) 267 58 60 Web: www.nuris.com.tr
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WARRANTY TERMS

1.
2.

9.

The Warranty Period starts from the date of delivery and is valid for 2 (two) years.

Double Wire Feeder is covered under our company's warranty. All other parts (guide, connection cable,
contact tip, nozzle, scale tube, roller, spiral, etc.) are not covered by the warranty except for
manufacturing defects.

If the product malfunctions occur during the warranty period due to material, workmanship, or
assembly errors, it will be repaired without demanding any labor costs, replacement part costs, or any
other fee.

Product invoices and delivery notes are used as a substitute for warranty documents.
Contact tip, nozzle, scale tube, and similar accessories; mains connection plug, connection cables,
spiral, wire guide, wire pressure wheels, rollers, etc. are consumable materials and are not covered by
the warranty.
The repair period of the product begins on the date of notification of the product-related defect to the
authorized service station or seller during the warranty period, and from the date of delivery of the
product to the authorized service station outside the warranty period.
The product covered by the Nuris Technology guarantee is checked before packaging and
transportation. Please check whether there is any damage to the product, after receiving the product,
and in case of damage, please notify Nuris Technology and transportation immediately. Check the
contents of the box with the packing list after opening the product.
The product is excluded from the warranty in the following cases:
o Products that have been opened or disassembled except by Nuris Technology authorities,
o  Damaged products caused by improper use and neglect,
o  products operated under Incorrect installation-maintenance or unsuitable conditions;
o Products that fail as a result of excessive shaking and/or impact during transportation
operations such as loading, unloading,
o Products damaged in natural disasters (fire, flood, earthquake, flood and lightning strike,
etc.),
o  Defective products as a result of using original and unsuitable spare parts and accessories,
o  Products that fail due to sudden voltage increases and decreases in the city power grid that
fall outside the limits declared by the manufacturer, or similar problems.
Nuris Technology has no responsibility for such issues as work loss and manufacturing loss that may
occur due to malfunctions that may occur in the machines, except for free repair of the above-mentioned
products covered by the warranty if they are defective.

Users are obliged to apply the above information. Malfunctions caused by use

contrary to the user manual are not covered by the warranty.
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NURIS TEKNOLOJI A.S

DOUBLE WIRE FEEDER
WARRANTY DOCUMENT

MACHINE
INFORMATION

Brand: NURIS TEKNOLOJI A.S.

MOdel: e
Serial NUMDET: e e et e e
Company Information

ComPANY NAIME: ittt e e e e et et
AUthOriZed PEISON: L e
S ) 1103 T PPt
AAIESS: e
It/ OUNITY . ittt e e e e et
E-mail:

SIGNATURE/CACHET:

SERVICE
INFORMATION

AUhOTIZed SEIVICE: Lo e

Service Staff:

Installation Date:

Warranty Starting Date: oo e

Warranty EXpiration Date: ..ot

TP ONe: e
SIGNATURE/CACHET:

WARNING: Please ensure that both copies of the Warranty Document are signed by an Authorized Service Centre for
the warranty to be valid. Before signin& verify the machine's serial numbers.

I have received the welding machine in a sound and complete condition, with the model and serial
numbers as indicated on the front page. This receipt is in accordance with the terms and conditions
stated in the warranty document.

NURIS TEKNOLOJi AS. All rights reserved.
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NURIS TEKNOLOJI A.S

WELDING MACHINE
WARRANTY DOCUMENT

MACHINE
INFORMATION

Brand: NURIS$ TEKNOLOJI A.$

10T < PRSP OO T PPPTRUPIN
Serial NUIMIDT: ittt e e et e e
Company Information
Company Name:
Authorized Person:
Telephone:

Address:

City/Country:

E-mail:

SIGNATURE/CACHET:

SERVICE
INFORMATION

AUhOTIZEA SEIVICE: oottt e
SOIVICE Sta E: e
Installation Date: e
Warranty Starting Date: Lo e s
Warranty EXpiration Date: ..ot e

TP ONE: s
SIGNATURE/CACHET:

WARNING: Please ensure that both copies of the Warranty Document are signed by an Authorized Service Centre for
the warranty to be valid. Before sigm‘n&, verify the machine's serial numbers.

I have received the welding machine in a sound and complete condition, with the model and serial
numbers as indicated on the front page. This receipt is in accordance with the terms and conditions
stated in the warranty document.
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