TR 2025

LN500 KAYNAK MAKINESI

SINERJIK DOUBLE PULSE

KULLANIM KILAVUZU

@ NURIS



NT-RDV-USG-017 Rev. 1.0 LN500 SYNERGIC KULLANIM KILAVUZU V15
icindekiler
GUVENLIK 3
Glvenlik Sembolleri ve Aciklamalari 3
Elektromanyetik Uyumluluk (EMU) 6
GENEL TANITIM 8
Teknik ozellikler 8
Makine pargalari 10
BAGLANTI SEKILLERI 12
Sebeke gii¢ baglantis 12
Glg kaynag tel sirme arasi baglanti 12
MIG/MAG (gazaltr) modu baglantisi 13
MMA modu (elektrot) baglantisi 13
Ortiicl gaz baglantisi 15
Sogutma sivisi 16
KULLANIM 16
invertérin kullanimi 16
Tel stirme Unitesinin kullanimi 17
DEPOLAMA VE KURULUM 24
BAKIM ONARIM 25
ARIZA NEDENLERI VE COZUMLERI 26
HATA MESAJLARI VE ANLAMLARI 28
DEVRE SEMASI 29
NAKLIYE 30
URETICI FIRMA 30
TEKNIK SERVIS 30

31

GARANTI SARTLARI



| NT-RDV-USG-017 Rev. 1.0 LN500 SYNERGIC KULLANIM KILAVUZU

GUVENLIK

GUVENLiK SEMBOLLERi VE AGIKLAMALARI

V15

Kisa stirede meydana gelebilecek riskli durumlari ifade eder. Gerekli dnlemler alinmadigi takdirde
etkileri can kaybina veya ¢ok ciddi yaralanmayla neden olur.

Kisa stirede meydana gelebilecek riskli durumlari ifade eder. Gerekli dnlemler alinmadigi takdirde
yaralanmaya veya can kayina neden olabilir.

& DiKKAT

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

o BiLGILENDIRME

Kullaniciya tavsiyeler ve/veya ek bilgilendirmeler yapildigi anlamina gelir.

&

Uriiniin kurulumunu yapmadan énce, kullanim kilavuzunun okunmasi firma
tarafindan tavsiye edilir. Saghiginiz ve tirinin tzin 6murld kullanimi icin tim
etiketlere ve glivenlik dnlemlerine uyunuz.

Bu Uriin kullanim 6mrint doldurduktan sonra ¢ope atilmamalidir. Elektrikli ve/veya
elektronik cihazlar geri doniisiim tesislerinde geri donusturilmelidir.

Giivenlik uyarilari ve aciklamalari

A

Cihazi kullanmadan énce bu kilavuzu dikkatlice okuyun. Bu cihaz sadece uygun egitimi
alms ilgili personel tarafindan kullanilabilir. Gtvenli bir kullanim igin cihazin nasil dogru
bir sekilde kullanilabilecegi ve ne tip riskler icerdigi iyice anlasiimalidir. Dogru sekilde
kullaniimayan cihaz yiziinden olusabilecek her tirli olumsuz durum, yaralanma veya
vefat karsisinda Nuris Teknoloji herhangi bir ytikimlulik tagimaz.
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ELEKTRIK CARPABILIR

V15

Kaynak makineleri islem sirasinda tehlikeli seviyede gerilim Uretebilir. Kisisel
elektriksel izolasyon donanimi kullanmadan, korumasi olmayan elektrot, sase
pensesi, kaynak teli, kaynak kablosu ya da tor¢ gibi gerilim tasiyan kisimlara
dokunmayin. Zedelenmis kaynak kablolarini kullanmayin. Tor¢ ya da penseleri
sadece izoleli kisimlarinda tutarak islem yapin.

KAYNAK DUMANI ve GAZLARI TEHLIKELIDIiR

Kaynak yaparken mutlaka iyi havalandirilan yerde calisin. Kaynak sirasinda
kullanilan értiicti gazlar insan saghigini tehlikeye atabilir. Kaynak sirasinda ortaya
¢tkan gazlari ya da dumani solumayin. Bu duman ya da gazlar insan saghgi
acisindan tehlikelidir.

KAYNAK ARKI ISINLARI TEHLIKELIDIR

Kaynak arkindan ¢ikan isinlar son derece tehlikeli olup insan géziine kalici zarar
verir. Kaynak yaparken mutlaka kisisel koruyucu donanim (kaynak gozligu)
kullaniimalidir. Kaynak arkindan gikan isinlar insan derisinde yaniklara yol acabilir.
Kaynak yaparken mutlaka kisisel koruyucu donanimi (kaynak eldiveni, vb.)
kullanin. Kaynak isini izleyen ya da yardimci olan kisileri bu konu hakkinda uyarin.

KAYNAK SICRANTILARI YANGINA NEDEN OLABILIR

Kaynak yaparken etrafa yiiksek isili kiicik metal parcalar sicrayabilir. Ozellikle
yakit tanklar ya da benzeri parlayici / yanict maddelerin depolandidi alanlarda
yapilan calismalarda bu parlamaya ya da patlamaya neden olabilir. Riski dikkate
alarak uygun giivenlik dnlemlerini (yangin séndirict gibi) alin. Ayrica sigrayan
metal parcalar kisisel yaralanma ya da yaniklara neden olabilir. Bunu i¢in mutlaka
uygun kisisel koruyucu donanim (kaynak eldiveni, kaynak ayakkabisi, kaynak
onligi gibi) kullanin.

ELEKTRIK VE MANYETiK ALANLAR TEHLIKELi OLABILIR

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 Gzerinde yiksek 1si olusur. Bu isi insan hayati icin tehlikelidir
ve ciddi yaniklar olusturabilir. Kaynak yaparken mutlaka kisisel koruyucu
donanimi (kaynak eldiveni, kaynak ayakkabisi, kaynak 6nltigu gibi) kullanin.

UZUN SURE KAYNAK SESINE MARUZ KALMAK TEHLIKELIDIR

Kaynak yaparken uzun sire kaynak sesine maruz kalmak isitme hasarina neden
olabilir. Mutlaka kisisel koruyucu donanim (kulaklik, kulak tikaci vb.) kullanin.

HAREKETLi PARGALAR YARALANMALARA NEDEN OLABILIR

Bitlin panellerin ve kapaklarin kapali ve emniyetli bir sekilde yerinde oldugundan
emin olun. Servis islemi bittiginde, motoru calistirmadan 6nce panelleri veya
kapaklari yeniden takin ve kapatin.
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KAYNAK YAPILIRKEN DiKKAT EDILMESi GEREKENLER

Asagidaki koruyucu geregler kullanilmadan kaynak makinesi calistinimamali ve kaynak
yapilmamalidir:

Kaynakgi el maskesi veya bas maskesi: Kullaniimadigi takdirde ark 1sinlari goze zarar verebilir.

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

Kaynakg! elbisesi: Kaynak sicramalari nedeni ile gabuk yanabileceginden, sentetik malzemelerden
Uretilmis kaynak elbisesi kullaniimamalidir.

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

Kulaklik/kulak tikaci: Kaynak yaparken uzun sire kaynak sesine maruz kalmak isitme hasarina
neden olabilir.

e Makinenin kapak ve/veya panelleri acikken kesinlikle kaynak yapilmamalidir.

e  Bitlin kaynak islerinde calisilan ortamin havalandiriimasi 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. Boyle bir durumla karsilasildiginda, derhal havalandirma
arttinlmali, sorunun devam etmesi halinde kaynak islemi durdurulmalidir.

e Tamamen kapali tiplere ya da borulara kaynak veya kesme islemi yapilmamalidir. Bu tir
cisimlere kaynak yapiimadan &nceden bunlar; agiimali, bosaltiimali ve temizlenmelidir. icinde
daha 6nce 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 carpmasi ve/veya makinenin arizalanmasi s6z konusu olabilir.

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

e  Sase pensesi kaynak yapilacak yerin mimkin oldugunca yakina takilmali ve pargaya cok iyi
temas etmelidir. Kaynak akim kablosu, icindeki spiralin kirlmamasi igin bukilmeden
kullaniimalidir.

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

e Uzun sire ara verilmeden kaynak yapilmasi durumunda kaynak yapan kiside fazla su kaybi
meydana gelebilir. Bu nedenle uzun sireli kaynak yapilmamalidir.

e  Kullanici ergonomisi agisindan uzun siire ara vermeden kaynak islemi yapilmasi énerilmez.
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Genel Giivenlik Uyarilari

e Elektrik baglantilar kesinlikle yetkili kisiler tarafindan yapiimalidir.

e Koruyucu ekipmanlar “Glvenlik Uyarilari ve Agiklamalari” kisminda belirlenen uyari ve risklere gére
tedarik edilmeli ve kullaniimalidir.

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

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

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

e Agir cisimlerin diigme olasiligina karsi metal burunlu ayakkabi giyilmelidir.

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

e  Kaynak yapilan ortamda yangina karsi emniyeti saglamak icin, uygun nitelikli (kuru kimyevi tozlu)
yangin sénduriict tip ve malzemeler siirekli 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 parcalar belli araliklarla kontrol edilmelidir.

e Makinenin elektrik baglantisi kesildikten sonra makinede yapilacak herhangi bir bakim ve/veya
onarim islemi gerceklestiriimeden dnce makinenin sogumasi igin en az 5 dakika beklenmelidir.

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 b&lim
dikkatlice okunmali ve talimatlar uygulanmalidir.

o BiLGILENDIRME

Sanayi bolgesinde kullaniimak Uzere tasarlanmis olan bu makinenin ev vb. yerlerde kullaniimasi
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 ¢alisma alani, makinenin olusturabilecegi elektronik etkilerden
dolayr teknik sorunlarin ortaya cikabilecegi arag, gere¢ ve diger makineler bakimindan kontrol
edilmelidir. Calisma alaninin yakininda bulunan ve asagida siralanmis olan arag, gereg ve cihazlar EMU
bakimindan kontrol edilmelidir.
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Cihazi monte etmeden 6nce bu cihazla EMU problemleri yasayabilecek diger cihazlarin kontrol
edilmesi gerekir: Cihazin yakinindan gecen telefon kablolari ve kontrol kablolari,

Radyo ya da televizyon alici vericileri,

Bilgisayar ya da bilgisayar tabanli endistriyel kontrol sistemleri,

Emniyet kontrol sistemleri,

Kalp pili ya da isitme cihazlari,

Olciim ve kalibrasyon icin kullanilan hassas cihazlar.

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

Glg girisi bu kilavuzda belirtildigi gibi baglanmalidir (toprak baglantisi),

Cikis kablolari olanaklar dahilinde kisa tutulmali, Gst Gste degil yan yana ve kullanicidan
mumkiin oldugunca uzaga yerlestirilmelidir.

Sinyal kablolari ile gli¢ kablolari birbirine yakin olmamalidir.

Ozel durumlarda ekranli kablolarin kullanimi EMU'yu iyilestirebilir.

Mumkin oldugu durumlarda, elektromanyetik yayilimlari azaltmak igin kaynak yapilan parca
topraklanmalidir. Kaynak yapilan parcanin topraklanmasinin, kullanici ve makine icin
problemler yaratmayacagindan ve/veya sagliksiz calisma kosullarina sebep olmayacagindan
emin olunmalidir.
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GENEL TANITIM

LN500W SYNERGIC DOUBLE PULSE ve LN500A SYNERGIC DOUBLE PULSE;

»  Ayrilabilir tel sirme Unitesine ile kaynak akimini saglayan gii¢ kaynagindan olusan, invertor
teknolojili, sinerjik fonksiyonlu ve multi-proses bir kaynak makinesidir.

»  Aliminyum, paslanmaz celik ve karbon celigi gibi metallerin birbirlerine kaynatiimasi igin
gelistirilmis profesyonel bir ark kaynadi ¢ozimudur. Ayrica, MIG/MAG modunda (gazalti)
kullanilabilen sinerjik, pulse ve double pulse &zellikleri sayesinde Ustiin performans saglar.

»  MMA modunda elektrot kaynadi icin kullanilabilir. 8mm kadar karbon kesme isleri i¢in de uygundur
(karbon kesme veya elektrot pensesi opsiyonel aksesuardir).

»  Lift-TIG modu sayesinde uygun bir TIG torcuyla, argon DC (TIG) kaynagi uygulamalari icin de
kullanilabilir (TIG torcu opsiyonel aksesuardir).

»  Torg igin su devir-daim ve sogutma radyatoriine sahip olan modeldir.

»  LN500A SYNERGIC DOUBLE PULSE'da su sogutma sistemi bulunmamaktadir. Tor¢ hava / ortiici
gaz ile sogutulmaktadir. Makine asagidaki 6zelliklere sahiptir:

e Yeni nesil invertdr teknolojisi sayesinde performansta siireklilik

e Sinerjik programlar sayesinde kaynak karakteristiginin otomatik olarak ayarlanabilmesi

. DOUBLE PULSE (cift darbe) 6zelligi sayesinde, ince ve hassas malzemelerin kaynaginin
sorunsuz olarak yapilabilmesi

e  Hafizaya alinabilir 10 adet program

e  Enkoderli ve glcli tel sirme motoru sayesinde her tirli tel cins ve capinda Ustlin
performans

e MIG/MAG modunda sinerjik, PULSE ve DOUBLE PULSE 6zelligi

e Smart tetik modunda, kaynak islemi sirasinda program degistirme 6zelligi

e MIG/MAG kaynaginin yani sira 6rtllu elektrot (MMA) ve Argon (Lift-TIG) kaynagi olanagi

e Asiriisinmaya karsi termal koruma

e 24 Volt, 70 W CO2 gaz isitict baglanti konnektori

e Rakiplerine gore hafif olmasi ve kolay tasinabilmesi

TEKNiK OZELLIiKLER

LN500W SYNERGIC DOUBLE PULSE ve LN500A SYNERGIC DOUBLE PULSE, MIG/MAG (gazalti)), MMA
(6rtulu elektrot) ve argon (lift - TIG) kaynagini tek bir makine ile yapabilen invertér teknolojili gazalt
kaynak makinesidir. Teknik 6zellikler her bir ¢calisma modu icin ayri tabloda verilmistir.



TEKNiK OZELLIKLER

Kaynak akimi
Kaynak gerilimi
Bostaki gerilim

Tel stirme hizi

Rejim 40°C

Kaynak akimi
Kaynak gerilimi

Bostaki gerilim

Rejim 40°C

Kaynak akimi
Kaynak gerilimi

Bostaki gerilim

Rejim 40°C

Gug kaynagi agirhg

Tel Stirme Unitesi agirhig

Makine boyutlari
Sogutma suyu depo kapasitesi
Calisabilecegi ortam sicakhigi

Nakliye sicakhgi

Gerilim
Faz Sayisi
Cekilen Akim
Cekilen Glg
Frekans
Verim

Bosta Calismada Gui¢ Tuketimi
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BiRiM
MIG MAG KAYNAGI

A

Vv

Vv
Metre/dakika (m/dk)

A

A

A
ELEKTROT KAYNAGI

> r < <l >

A

TIG KAYNAGI (lift-TIG)
A

> > r <<

MAKINE

Kilogram (kg)

kg
Milimetre (mm)
Litre (L)
°C
°C

ELEKTRiK(GUC) BESLEME
v
A
kVA
Hz

DEGER

40-500
15-42
85
1-20
350, %100
400, %60
500, %30

40-500
21.6-40
85
350, %100
390, %60
500, %30

40-500
11.6-30
85
350, %100
410, %60
500, %35

107.4 (sulu)
86.4 (havali)
15.4kg (sulu)
15.2kg (havali)
E:1100 B:800 Y:560

7
-10/ +40
-20/ +55

380

40

23

50
%88
<50

V15
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MAKINE PARCALARI

V1.5

LN500W SYNERGIC DOUBLE PULSE ve LN500A SYNERGIC DOUBLE PULSE'in 6n ve arka kisminin parcalari
asagida verilmistir. Sadece LN500W SYNERGIC DOUBLE PULSE'da bulunan pargalarin yaninda (W) vardir.

NO

U WN =

O o

-
o

12
13
14

AGIKLAMA

Kaynak teli tamburu
Gazalti torg baglantis
Sicak su kaplin, kirmizi (W)
Soguk su kaplin, mavi (W)
Sase baglantisi

Akim/tel hizi ve malzeme
kalinligr ayari

Gerilim ayari
MenU/program ayari
Torg aski aparati

Uzak baglanti konnektori
(opsiyon)

Elektrot pensesi (+) gikisi
Ana salter

Su bidonu kapagi (W)

Su seviyesi gozi (W)

Tablo 2.7 Parg¢a tanimlart

10

Sekil 2.1 LN500W én gériiniim
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Z
(<]

ACIKLAMA

Gaz Isitici sigorta

Gaz isitici baglantisi

Tel stirme sigorta

Tel sirme haberlesme
Kaynak (+) cikisi

Sicak su kaplin, kirmizi (W)
Soguk su kaplin, mavi (W)
Besleme girisi

0 NV WD =

Tablo 2.2 arka parcalar

NO ACIKLAMA

Haberlesme baglantisi
Gaz giris kaplini

Kaynak (+) girisi

Soguk su kaplin, mavi (W)
Sicak su kaplin, kirmizi (W)

U W=

Tablo 2.3 Tel siirme parcalart Sekil 2.3 Tel Siirme arkadan gériinim

11
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BAGLANTI SEKILLERi

SEBEKE GUC BAGLANTISI

Kaynak makinesi gli¢ kaynagy, (¢ faz 380 V ve 50Hz sebeke gicii
ile calisir. Enerji giris kablosu, gli¢ kaynaginin arkasinda bulunur.
Sari-yesil kablo (Sekil 3.1 PE) topraga baglanmalidir. Geriye kalan
kablolar (Sekil 3.1 Sekil a,b,c) ¢ fazin baglantilandir. U¢ faz
kablolari  fazlarin  sirasina  bakilmaksizin  sebekenin faz
beslemesine baglanir.

Baglanti yapilan panoda mutlaka uygun bir sigorta
kullaniimahdir. Sigortanin seciminde gui¢ kaynagi teknik deger
etiketinde belirtilmis Uy, l1max ve l1eit degerleri dikkate alinmalidir.

Makine kablolarina dolasip diismemek icin uzun kablolar sarilmalidir.

Makine toprak hattiyla tim mahfazalar korumalidir. Ancak toprak hattindaki olasi kopmalar igin,
kullanilacak enerji panosunda kagak akim rélesi kullanilmasi 6nerilmektedir.

Sekil 3.7 Besleme hattt baglantist

Gii¢ kaynagi tel siirme arasi baglanti

Glg kaynagi ile tel sirme arasindaki
baglanti ara baglanti paketi kullanilarak
yapilir. Bu paket, Uriin cinsine gore 3
metre, 5 metre ya da diger uzunluklarda
olabilir.

Makinenin arka kismindaki baglantilar,
'te belirtildigi gibi yapilmalidir.

NO ACIKLAMA

Haberlesme baglantisi
Soguk su baglantisi (Mavi)
Sicak su baglantisi (Kirmizi)
Gui¢ baglantisi (“+" ¢ikis)
Gaz hortumu baglantisi
Gaz isiticisi baglanti
konnektori

U WN =

Sekil 3.2 Gli¢ kaynadi tel siirme arast baglantt

12
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OMakine kablolarina dolasip diismemek igin uzun kablolar sariimalidir.

OYipranmis eskimis baglanti elemanlari kullanilmamali ve kontrolleri saglanmalidir.

MIG/MAG (gazalti) modu baglantisi

MIG / MAG modu gazalti kaynadi icin Sekil 3.3
'dE gosterilen baglantilar kullanilmalidir.

is sase (2) baglantisi yapilmali ve baglantilarin
saglamhg@i kontrol edilmelidir.

Kaynak yaparken sogutma sivi baglantisinin (O)
yapiligindan emin olunmalidir aksi taktirde torg
zarar gorebilir (sadece LN500W modeli icin
gecerlidir).

MMA modu (elektrot) baglantisi

MMA modu (elektrot) kaynagi yapilacagi zaman
Sekil 3.4 'deki baglanti yapiimalidir.

is sase (2 baglantisi yapiimali ve baglantilarin
saglamhgdi kontrol edilmelidir.

(@ MMA elektrot kablo ve pensesinin baglantisini
gostermektedir.

Sekil 3.4 MMA (Elektrot) baglantist

13
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Kaynak teli baglantisi

MIG/MAG gazalti kaynadi sirasinda uygun standartlarda kaynak teli kullaniimalidir. Tel stirme sistemi
0.8mm, 1.0mm, 1.2mm ve 1.6mm capinda, yumusak, sert ve/veya 06zl kaynak tellerini rahatlikla
kullanabilmek icin tasarlanmistir. Ancak tel capi ve yumusakhigina uygun ayar ve baski tekeri segimi
yapilmali ve diger ayarlar bununla uyumlu olmalidir.

Kaynak teli takilmadan 6nce telin korozyona ugramamasini ve elinizde meydana gelebilecek
yaralanmalari 6nlemek amaciyla is eldiveni kullaniniz.

Tel baglantisi igin tel siirmenin arka plastik tamburu ve tel
stirme motorunun bulundugu kismin kapagi acilmadir (Sekil 3.5
). Tel makarasi fren /gergi silindiri (Sekil 3.5 -b) plastik vida basi
elle gevrilerek sokulir. Kaynak teli makarasi (Sekil 3.5 -a) tel
makarasi fren / gergi silindirine (Sekil 3.5 -b) yerlestirildikten
sonra plastik vida basi yine elle sikilir. Tel kanalindan gegirilerek
tel besleme Unitesinin girisine getirilir.

Tel baski ayar mandallarini (kirmizi renkli, Sekil 3.6-d) cikartmak
icin mandallar disariya cekilir. Bu esnada tel tst baski makaralari
serbest kalir ve tel tekerleri bosa cikar. Tekerlere ulasabilmek
igin Sekil 3.6-c'de gosterilen siyah vidalar sokilir ve sabitleme
kapag serbest biraklihr

Tel strme tekerlerin (Sekil 3.7-c) Ustlinde kullanilacak telin
kalinhigr mevcuttur. Tel sirme makaralarinin secimi, kullanilacak
telin kalinligi ve malzemesine gore segilir. U oluklu tel siirme
makaralari aliminyum gibi yumusak teller icin kullanilirken, V
oluklu tel sirme makaralari celik ve paslanmaz celik telleri icin
kullanilir. Ayrica, 6zIi tel igin tirtikl V oluklu tel siirme
makaralari tercih edilmelidir.

Sekil 3.7 Tel baskt tekerleri

14
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N 2.

Sekil 3.8 Kaynak teli baglantist

Kaynak teli Sekil 3.8 kisim 1'de gdsterilen ilk kilavuzdan gegirilerek tel makarasina sirdlir. Kilavuzdan
gecirilen tel, tel makarasi kanalina Sekil 3.8 kisim 2'de gésterildigi gibi yerlestirilir. Makaralardan gegirilen
tel Sekil 3.8 kisim3'teki gibi istikamet kilavuzundan gegirilerek elle siirme islemi tamamlanir. Sonra Sekil
3.8 kisim 4'teki gibi Ust baskilar kapatilir. Gazsiz tel sirme butonuna basilarak torcun ucundan tel cikana
kadar torca tel stralir.

Kaynak islemine baslanmadan énce makinenin hangi tetik durumunda olduguna dikkat edilmelidir.
2T-4T modlan tel sirme Unitesi ekraninda gosterilmektedir. Dikkat edilmedigi taktirde torcun
istenmeyen durumlarda tetiklenmesi sonucu yaralanmalar ve kazalar meydana gelebilir.

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

Ortiicii gaz baglantisi

Argon ve Argon + Helyum; aliminyum, magnezyum, bakir ve demir olmayan metallerin alasimlarinin
kaynaklarinin yapilmasinda kullanilirken, Argon + Oksijen karisimi gazlar; paslanmaz celik kaynaginin
yapiminda kullanilir. Paslanmaz celigin kaynaginin yapiminda oksijen orani, asla %3'l gegmemelidir.

Gaz baglanti hortumu baglanir ve tlipi ayarlamak icin ayar vidasi gevsetilip gaz agilir. Ayar vidasi
sikistirlarak gaz akisi istenilen diizeye getirilir. COz1sitici baglanilacaksa, COzisitici kullanimi tavsiye edilir.
Kaynak gl Unitesinin arkasinda, COz sitici baglantisi igin bir gli¢ girisi mevcuttur.

Makine arkasindaki gaz tlpleri sabitleme zinciri ile sabitlenmelidir.

15
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Sogutma sivisi

e Sogutma sivisi olarak kirecli olmayan su kullaniimalidir. Kiregli su makinenin sogutma sisteminde
problemlere ve makinenin dmriintin kisalmasina neden olabilir. Kullanilan suyun kesinlikle temiz
olmasina ve iginde hicbir parcacigin bulunmamasina dikkat edilmelidir.

e Sogutma sivisi deposu en fazla 7 litre sogutma sivisi ile doldurulmalidir. Sivi seviyesi, en az (min) ve
en ¢ok (max) gizgileri arasinda olmalidir. Her kaynak isleminden énce sogutma sivisi seviyesi kontrol
edilmelidir.

e Mevsim kosullarina gére, sogutma sivisi olarak kullanilan suyun donma olasiligina karsi, “5 litre su
+ 2 litre antifriz" karisimi kullanilmasi (Petrol Ofisi Dort Mevsim Stiper Antifriz Griiniini kullanarak
-8°C dereceye kadar) onerilir. Antifiriz orani, olabilecek en dusik ortam sicakligina gore
ayarlanmalidir.

e Sogutma suyunun temiz olmasi ve su depo kapaginin toz girisini énlemek amaciyla kapal olmasi
gereklidir.

e Sogutma suyu ve antifriz karisimi disinda herhangi baska bir sivi kullanilmamalidir. Alkol gibi kimi
sivilar sistemdeki antifrizle tepkimeye girerek pihtilagsmaya neden olabilir.

o BiLGILENDIiRME

Sogutma sivinin minimum seviyeye gelmesi durumunda kaynak islemi sonlandiriimalidir. Su
deposuna antifrizli karisim eklenmelidir. Aksi durumda zamanla torcun dmrinin kullanim suresi
azalmasina neden olur.

KULLANIM

iNVERTORUN KULLANIMI

Bu bolimde anlatilacak makine parcalari, “Makine Parcalar” kismindan takip edilebilir. Sase baglanti
¢ikisina sase pensesini baglayin. Gazalti icin tor¢ ya da MMA elektrot icin elektrot pensesini baglayin.
Ana salterden glg kaynagini agin.

Uzun sireli kaynak islemlerinde kaynak sase baglanti kismi isinabilir. Kaynak sonrasi bu parga ile
ilgili herhangi bir islem yapilacaksa, buna dikkat edilmelidir. Sase pensesi, kaynak yapilacak
parcaya mimkin olan en yakin yerden baglanmali ve pense ile parganin iyi temas ettiginden emin
olunmalidir.

16
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o BiLGILENDIRME

Sekil 2.1 deki 8 numarali enkoderin cevrilmesi ile meni gecisleri yapilmaktadir.
Dokiimanin devaminda “orta enkoder” olarak bahsedilecektir.

Sekil 2.1 deki 7 numarali enkoderden “sag enkoder” olarak bahsedilecektir.

Sekil 2.1 deki 6 numarali enkoderden “sol enkoder” olarak bahsedilecektir.

Orta enkoder, gevrilerek menii gegisleri ve basilarak secimleri yapmakta kullanilir.
Sag ve sol enkoderler basildiginda geri donmek igin kullanilir.

Mod Degisikligi

Orta enkoder cevrilerek, her ana ekranda
bulunan “Fonksiyonlar” semboliine gelinir
ve enkodere basilarak icine girilir.
Sonrasinda acilan mod secim ekranindan
istenilen mod secilerek orta enkodere
basilir ve moda gegis yapilir.

MIG Modu/SMIG Ekrani

>

ilgili  ekran, SMIG (Synergic MIG)
anasayfasidir. Bu ekranda Akim, Tel hizi,
Malzeme kalinhg ve voltaj degerlerini
degistirebilir, Sinerjik programlar ekranina
gecis yapilabilir. Alt bar sembolleri ve
kaynak ayarlari bdlim sonunda
anlatilmistir.

Akim Ayarn
ilgili bélimde, sol enkoderi cevirerek
program akimi ayarlanabilir. ~ Sinerjik
modun oOzelligi olarak, akim degistikce
buna uygun tel hizi ve voltaj kendi
ayarlanacaktir.

17
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Malzeme Kalinhigi Ayari

ilgili bolimde, sol enkoderi cevirerek
malzeme kalinligi ayarlanabilir. Sinerjik
mod, program ve malzeme kalinligina
uygun akim ve voltaji kendi belirleyecektir

Ark Boyut Ayari
Sag enkoderi gevirerek ark boyu arttirilip
azaltilabilir. Bu ayar, voltaja etki etmektedir.

Su Sogutma Uyarisi

ilgili sembol, “Tor¢-Su Sogutma Ayar” ni
belirtmektedir. Sembol goériniyor ise su
sogutma kapalidir

Sinerjik Programlar Ekrani

»  Ana ekranda orta enkoder ile ilgili bolime

enkodere  basilirsa

gelinip
programlar ekrani agilir.

sinerjik

Program numarasi belirlendiginde, tekrar
orta enkodere basilarak kaydedilir ve ana
ekrana donus yaplilir. Sag ve sol enkoderler
ile program secilmeden geri dondlebilir.

18
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»  Program degerleri secilip orta enkodere
basilarak giris yapilirsa program numarasi
otomatik belirlenir. Burada orta enkoder
kullanilarak sirasiyla Kaynak yapilacak
malzeme tipi, makinede kullanilan kaynak
teli, tel capi, gaz tipi ve pulse acik kapali
istegi secilir. Her o&zellik belirlendikten
sonra orta enkodere basarak secim yapilir
ve diger ozellige gecilir. Tum ozellikler
secildiginde program numarasi otomatik
belirlenir.

|
N }

Karbon celik| | so/aws 1.0 mm ARB0/CO2
{ | J {

Manual MIG Ekrani
» MMIG (Manual MIG) ana ekraninda, sol
enkoder ile tel hizi metre/dakika cinsinden

o

ayarlanabilir. Sag enkoder ile voltaj ayari

yapilir. Alt bar sembolleri ve kaynak 13 2’ 29 3’

ayarlari boélim sonunda anlatiimistir.

> llgili sembol, "Torc-Su Sogutma ayari"ni
belirtmektedir. Sembol goériniyor ise su
sogutma kapalidir.

13.2’ 29.3’

Su sogutmali torg kullaniyorsaniz, ekipmana zarar vermemek icin “Su Sogutma” ayarinin acilmasi
tavsiye edilir. (Bolim sonu “Kaynak Ayarlar” bashgi altinda anlatiimaktadir.)

Alt Bar Boliimii

Asagida anlatilan alt bar bolimlerinde orta enkoder ile gezilebilir, secilen 6zellige orta enkodere
basarak girilebilir ve degerleri degistirilebilir. Gerekli ayarlar yapildiktan sonra tekrar orta enkodere
basilarak kaydedilmelidir.

19



| NT-RDV-USG-017 Rev. 1.0 LN500 SYNERGIC KULLANIM KILAVUZU V15

indiiktans Ayari
-
|
> llgili ayardan kaynak indiktans degeri indiiktans Degeri
degistirilebilir.

»  Enduktansi ylkseltmek, kaynagin daha yaygin bir Jmﬁ +4

yapida olmasini; distirmek, daha toplu bir yapida

olmasini saglar. Varsayilan hali 0'dir (kapali). _ l

Pulse (Darbe) Ayari

E—
- ) 00
w (—) 1 3 53
»  Pulse ayari, SMIG modunda secilemez; programin pulse bilgisini vermektedir. MMIG modunda
pulse agip kapatmayi saglar.

»  Darbe (Pulse), kaynak karakteristigini degistiren bir 6zelliktir. Daha hassas malzemelere kaynak
yapilirken tercih edilir. Duslk 1si girdisi ve sigramanin daha az olmasini saglar.

Torg Tetik Tipi
{]”( -

»  Torg tipini degistirmek icin farkli 6zellikte torclara

ihtiyag yoktur. Kullanicinin, torcu ne sekilde
kullanmayu istedigine gore secilen bir 6zelliktir.

» 2T tetik ayari: Tetige basinca kaynak bagslar, tetigi
birakana kadar devam eder.

» 2T Smart tetik ayari: 2T'deki gibi tetige basili
tutarken kaynak yapar, birakinca durur. Ayrica
tetige kisa slreli basip cekilirse, kaydedilen ' 2T Smart
hafizada sonraki programa gegis yapar. Hafizadaki Tetik
kag program arasi gegis yapacagi, Kaynak ayarlari
bolimindeki “Smart Tetik Programlari” degeri ile
ayarlanir. "Hafiza” ve "Kaynak Ayarlan” bélimind
bu kisma deginilecektir.

> 4T tetik ayar: TetiJe basip birakinca kaynak lT lT 4T Tetik
ﬁ

baslar, yeniden basip birakinca durur. Kaynagi

durdurmadan once tetige basili tutulursa, krater
doldurma fonksiyonu calisir.

20
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» AT tetik ayari: Tetige basip birakinca kaynak

baslar, yeniden basip birakinca durur. Kaynagi T —lT 4T Smart
durdurmadan 6nce tetige basili tutulursa, krater Tetik
—_—

doldurma fonksiyonu calisir.
A 00
_ (2 33

> llgili ekranda orta enkoder ile hafizadaki
programlar arasinda gegis yapilabilir, hafiza
programlarinin 6zellikleri tablodan izlenebilir.

Hafiza

» Secilen hafiza numarasinda; orta enkodere ( Program No: 1036 ]
basilirsa, hafizada kayith 6zelliklere gecis yapilir. S= ::,r,ion A 0.0

> Enkodere 3 saniye basili tutulursa,” Uzerine I sc/aws A 0
Kaydet”, “Sil" ve “iptal" secenekleri geli g osmm SR 0

> Uzerine kaydet secenegi; ayarlanmis program 8 Arso/co2  JUL  Kapal

numarasl, akim vs. kaynak ozelliklerini ilgili hafiza

mMz Ms || Ms|| Ms

Mio|| Mo | Ms || M7 || Me

numarasina kaydeder.

»  Sil secenegi; hafizadaki ilgili program verilerini
temizleyerek varsayilan ayarlara dondirir

> Iptal segenegi, secimi iptal ederek geri dénmek _,T @
icin kullanilir. MMIG ekranindaki hafiza kullanimi

da SMIG ile aynidir, sadece kaydedilen
parametreler degisiklik gostermektedir.

Kaynak Ayarlar

» Tel geri yanma siiresi: Kaynak bitiminde tel dururken, arki devam ettiren sire. Sire kisa
tutulursa, tel malzemeye yapisabilir. Cok uzun surelerde ise, tel torca yapisabilir.

>  On gaz siiresi: Kaynak baslamadan énce verilen koruyucu gazin verilis siiresini ayarlar.

>  Son gaz siiresi: Kaynak islemi bittikten sonra verilmeye devam edilen koruyucu gazin verilis
sliresini ayarlar.

»  Baslangig tel hizi: Kaynak telinin kaynak yapilacak malzemeye degerek kaynadi baslattigr ana
kadar olan surede, telin malzemeye gidis hizi.

» Yumusak baslangi¢c: Kaynak basladiktan sonra, baslangi¢ tel hizindan ayarlanmis tel hizina
ulasma suresi.

»  Krater doldurma siiresi: Kaynak islemi tamamlandiginda, krater doldurma siresini ayarlar.

»  Krater doldurma orani: Krater doldurma sirasinda, bitis akiminin ana akima oranini ayarlar.
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»  Sicak baslangi¢ (Hot Start) orani: Kaynak islemine baslanirken, ana akima sicak baslangig
oraninda carpan uygulanarak, kaynak isleminin daha ylksek akim degerinde baslamasi,
bdylelikle kaynak yapilacak soguk malzeme ile kaynak telinin hizlica isinmasi saglanir.

»  Su motoru durdurma: Kuru torg kullanilacag zaman bu ayarin kapatilmasi tavsiye edilir. Bu
ayar "kapall” segilirse, su motoru calismaz.

» Ug Temizleme Siiresi: Kaynak bitiminde telin ucunda damlacik kalmamasi icin bu sire
ayarlanmalidir. Eger kaynak bitiminde tel ucunda damlacik kalmiyorsa ayar iyidir, kaliyorsa
ylkseltilmelidir. Kaynak bitiminde ufak bir patlama sesi cikiyorsa, ayar ytiksektir.

» 2P Aktif: Cift darbeyi acma ve kapatma ayari.2P Frekansi: Cift darbe frekansini belirler. Frekans
arttikga daha hizh Gst akim ve alt akim degisimi olur.

» 2P Doluluk orani: Cift darbenin st akiminda kalma siresinin alt akiminda kalma siresine
oranini ayarlar.2P Genlik: Cift darbenin Gst akimi ile alt akimi arasindaki genligi ayarlar.

>  Smart tetik programlan: Ka¢ adet smart tetik programi kullanilacaginin ayandir. Ornek: 3
secilirse, hafizanin ilk 3 programi kullanilmaktadir.

»  Manuel tel hizi: Teli takarken, tel stirme butonu ile verilen telin hizini ayarlar.

MMA Modu

ilgili ekran, MMA kaynagi ana sayfasidir. Bu ekranda Akim, Hot start ve Arc Force ayarlari

yapilabilir

»  Sol enkoder ile akim, 5 Amper arttinhp azaltilabilir. Sag

enkoder ile akim, 1 Amper arttirilip azaltilabilir. Orta
enkoder kullanilarak Hot Start ve Arc Force ayarlarina gecis
yapilabilir ayrica diger kaynak modlarina ge¢gmeyi saglayan
fonksiyonlar ekrani agilabilir.

Hot Start Ayar Hot Start
>  Kaynak islemine baslanirken; ana akima, Hot Start oraninda — Oram
carpan uygulanarak kaynak isleminin daha ylksek akim % 10

degerinde baslamasi, boylelikle kaynak yapilacak soguk T
malzeme ile elektrotun hizlica isinmasi saglanir &

Arc Force Ayari Arc Force

>

Arc Force, elektrodun malzemeye yapisacagi ve kisa devre Orani

olacagl zaman akimi anlik olarak ylkselterek elektrodun % 50

yapismasini  Onleyen  sistemdir. Bdyle bir sorun
yasandiginda bu oranin arttiriimasi tavsiye edilir. /_L m

LIFT TIG Modu

ilgili ekran, Lift TIG kaynagi ana sayfasidir. Bu ekranda Akim ayari yapilabilir.
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>

Sol enkoder ile akim, 5 Amper arttirilip azaltilabilir. Sag
enkoder ile akim, 1 Amper arttirilip azaltilabilir. Orta
enkoder ile diger kaynak modlarina gegmeyi saglayan
fonksiyonlar ekrani acilabilir.

Sistem ayarlan

>

Sistem ayarlari bolim; orta enkoder ile kontrol edilir, orta
enkodere basilarak ilgili ekranlara giris saglanir, sag ve sol
enkodere basilarak geri dondilebilir.

Lisan
Bu bélimde dil degisikligi yapilabilir.

Calisma Saatleri
ilgili ekranda Makinenin toplam calisma siiresi, Sinerjik
MIG, Manuel MIG, TIG ve MMA modda kaynak yapilma
siiresi gozlenebilir.

Orta enkoder cevrilerek MIG modu secilir ve enkodere
basilarak icine girilirse MIG kaynaginin detayli sirelerine
ulagsilabilir.

MIG kaynagi detayli surelerinde, akima bagh ve Pulse-
Double Pulse'a bagli kaynak siireleri gézlemlenebilir. ilgili
stireler MMIG ve SMIG modlarinin toplam sureleridir.

23
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SISTEM AYARLARI

Calisma Saatleri
Makine Bilgisi
Fabrika Ayarlarnna Donus

Ekran Parlaklik Ayari

Toplam G.Siiresi 38:45:32

inerjik Manuel

04:26:55 © 03:52:32 ©

X ==
02:16:41 © 01:12:28 ©

Toplam G.Siiresi 38:45:32
MIGT
4 sinerjik
04:26:55 ©

02:16:41 ® 01:12:28 ©

Pulse Double Pulse
01:22:18(0 00:28:10©

100A
01:34:09®
100A-199A

01:14:57 (D -"4['['*‘;2 045200
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DEPOLAMA VE KURULUM

DEPOLAMA VE CALISMA ORTAMI

. Makine, -20 ila +50 °C sicaklik araliginda, kapali ve kuru bir ortamda depolanmalidir.
e  Dik olarak durmali ve tizerine herhangi bir sey konulmamalidir.

e Kullanilmadan uzun sire bekletilecek ise, sogutma sivisi bosaltilmalidir.

. Makine, -10 ila +40 °C sicaklik araliginda ve kuru ortamda galistiriimahdir.

e  Calisma sirasina kolayca hava alabilmelidir.

TASIMA

. Giig Unitesinin yeri degistirilirken, tutamaclar veya tagima halkalarindan tutulmalidir.

e  Yerdegistirmek icin kablo, tor¢ veya hortumlardan kesinlikle cekilmemelidir.

e Yer degistirme isleminden &nce makinenin kapali oldugundan ve elektrik baglantisinin
kesilmis oldugundan emin olunmalidir.

e  Tasimaisleminden dnce tiim ara baglantilar (hortum paketi, tel bobini, tel besleme Unitesi, vd.)
sokllmelidir.

e  Tasima sirasinda kullanilacak zincirler ve/veya halatlar esit uzunlukta olmali, esit ylik dagilimi
saglanmali ve makine dengeli sekilde kaldirnimalidir.

e Kullanildigi Glkenin ilgili yonetmelikleri, is glvenligi ve kaza &nleme kurallari dikkate
alinmalidir.

e  Tasima sirasinda makinenin altindaki tehlikeli alanda kimse olmamalidir.

e  Gaz tupleri ve kiiglik parcalar makineden ayri olarak tasinmalidir. Birlikteyken vincle
tasima yapiimamalidir.

. Bazi makineler son derece agirdir, bu nedenle yerleri degistirirken gerekli cevresel
glvenlik dnlemlerinin alindigindan emin olunmalidir.

e  Tasima esnasinda is ayakkabisi giyilmelidir

YERLESTIRME

e Kaynak makinesi, kullanim sirasinda operatériin kolayca erisebilecedi konumda olmalidir.

e  Kaynak makinesi, operatdriin calismasini olumsuz sekilde etkileyecek kadar yakinda
olmamalidir.

. Makine, hava girislerinden kolayca hava alabilecek sekilde yerlestirilmelidir.

e Zemin islak ve alisma ortami asirt nemli olmamalidir.

. Makinenin icine girebilecek toz ve kirin en az miktarda olmasina dikkat edilmelidir.

. Kablolar st Uste istiflenmemeli, kablolar ve makine operatorlin ayni tarafinda ve operatorden
mimkin oldugunca uzakta olmalidir. Kablolar operatdriin cevresinde ve daginik sekilde
olmamalidir.

e  Gaz tlipu kaynak yapilan alandan uzakta olmali, 1sinmamali ve kaynak kivilcmlarindan
etkilenmemelidir.
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Makine, ¢alisma ve depolama sirasinda, elektromanyetik hassasiyete sahip cihazlarin yakinina
yerlestirilmemelidir.

Makine, 10°den fazla egimi olan yerlere konulmamalidir. Kullanimdan énce makinenin sabit
durdugundan emin olunmalidir.

Tum elektriksel baglantilar kontrol edilmelidir.

Bu kilavuzda anlatilanlar farkli ya da hatali sekilde uygulanarak; bakim, onarim veya makinede
herhangi bir modifikasyon yapilamaz.

Olasi is kazalarini ve makinede olusabilecek arizalar &nlemek igin yalnizca yetkili kisiler
tarafindan bakim, onarim veya modifikasyon yapilmalidir.

Uygun olmayan midahaleler sonucunda ortaya cikabilecek teknik sorunlar Ureticinin verdigi
garantinin kapsami disinda kalabilir.

Makine, sahip oldugu teknik ozellikleri ile bu kilavuzda belirtilenlere uygun olarak
kullanildiginda, 6nemli bir bakim islemi yapilmasini gerektirmez. Bununla beraber makinenin
yiiksek verimde kullanilabilmesi ve teknik dmrinln uzun olmasi icin asagida aciklanmis olan
bakimlar yapiimalidir.

Asagida belirtilen periyotlar, cihazda herhangi bir teknik sorun yasanmamis olmasi durumunda
gecerlidir. Makinenin kullanim sikligina, calisma ortaminin yogunluguna ve kirliligine goére
belirtilen periyotlar kisaltilabilir.

BAKIM ONARIM

Tum elektriksel baglantilar kontrol edilmelidir.

Bu kilavuzda anlatilanlar farkli ya da hatali sekilde uygulanarak; bakim, onarim veya makinede
herhangi bir modifikasyon yapilamaz.

Olasi is kazalarini ve makinede olusabilecek arizalari énlemek icin yalnizca yetkili kisiler
tarafindan bakim, onarim veya modifikasyon yapilmalidir.

Uygun olmayan midahaleler sonucunda ortaya cikabilecek teknik sorunlar Ureticinin verdigi
garantinin kapsami disinda kalabilir.

Makine, sahip oldugu teknik o&zellikleri ile bu kilavuzda belirtilenlere uygun olarak
kullanildiginda, 6dnemli bir bakim islemi yapilmasini gerektirmez. Bununla beraber makinenin
yiksek verimde kullanilabilmesi ve teknik dmriinin uzun olmasi icin asagida aciklanmis olan
bakimlar yapiimalidir.

Asagida belirtilen periyotlar, cihazda herhangi bir teknik sorun yasanmamis olmasi durumunda
gecerlidir. Makinenin kullanim sikligina, calisma ortaminin yogunluguna ve kirliligine gore
belirtilen periyotlar kisaltilabilir.

Giinliik bakim

Makine calistinlmadan &nce, elektrik gli¢ besleme kablosu ve kaynak kablolari gozle kontrol
edilmelidir. Kablolarda ezilme, soyulma veya kopma varsa servise haber verilmelidir.

Kaynak kablolarinin ve torcun baglanti uclarinin siki ve uygun olup olmadigi kontrol
edilmelidir, gevsek ise sikilmalidir.

Gunltk bakim, kaynak islemini yapacak kisi tarafindan yapilmalidir.

Makine sogutma sivi seviyesi her kullanimdan 6nce kontrol edilmelidir.
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Uc¢ aylik bakim

e  Ezilen, yipranan veya kopan kablo veya kordonlarin bakimi yapilmali, gerekiyorsa yenileriyle
degistirilmelidir.

Alti aylik bakim

e Elektrik glic besleme baglanti uglari kontrol edilmeli, gevsekse sikilmalidir.
e Yan kapaklar agilarak, buradaki tim enerji baglanti uglari sikistinimalidir.
. Makinenin kaporta ve diger kisimlarinda ulasilabilir bittin civata ve somunlar kontrol edilmeli,
gevsek olanlar sikilmalidir.
. Makinenin iginde biriken toz, basinch kuru hava ile temizlenmelidir. Makine ok kirli ortamlarda
kullaniliyorsa, bu temizlik alti aydan kisa sireli periyotlarda yapilmalidir.
Periyodik olmayan bakimlar

e  Kaynak sase kablosu ve tor¢ baglantilarina 6zel dikkat gosterilmelidir. Bu baglantilar ylksek
akim tasimaktadirlar ve herhangi bir yiksek isi artisina karsi temiz tutulmalidirlar.

e Torg Uzerindeki sarf malzemeler dizenli olarak temizlenmeli, gerekiyorsa degistiriimelidir.

e lyi bir kaynak kalitesi icin, kaynak teli paslanmis veya korozyona ugramis ise, yenisiyle
degistirilmelidir.

e Makinenin lzerindeki etiketler kirlenmis ve okunmakta zorlaniliyor ise temizlenmelidir.

ARIZA NEDENLERi VE COZUMLERI

Sorun ve olasi sebepleri

Sorun gidermeden 6nce litfen tim gli¢ baglantilarini kontrol edin. Sebeke baglantisi {i¢ fazli bir
sistemdir. Daima her faz igin nominal gerilim seviyesini kontrol edin. Kaynak gti¢ kaynagd, tek fazli kayip
durumunda performansi dusurebilir.

Asagida verilen sorun giderme tablosuna bakin:

|_SORUN _____________ OLASINEDENLER

* Tel sirme makaralarini bastiran baski yayi yerinde
degildir ya da gevsektir.
* Torg kablosu asir bikilmus ya da kablo icindeki
Tel siirme makaralari déniiyor, tel kanal tikanmistir.
ilerlemiyor * Kontak meme tikaldir.
* Kullanilan tel capina gore tel sirme makarasinda
yanlhs kanal kullanilmistir.
* Tel, makara kanalina oturmamistir.
* Uygun kaynak teli kullanilmamustir.
* Kontak meme deforme olmustur.
Diizensiz tel siiriiyor * Tel sirme makaralarinin arasi kirlenmis ya da
asinmistir.
* Tel sirme makarasinda yanhs kanal kullanilmistir.
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Ark baglamiyor

Kaynak hatalari ve olasi sebepleri

* Torg icindeki spiral tikanmistir.

* Uygun kaynak teli kullaniimamistir.

* Kaynak kablosu dlizgiin baglanmamustir.

* Kontak meme deforme olmustur.

* Sase baglantisi uygun sekilde yapilmamistir.

Kaliteli bir kaynak elde etmek igin tel besleme hizi, kaynak gerilimi ve koruyucu gaz akis hizi gibi kaynak

parametreleri dogru sekilde ayarlanmalidir.

Kaliteli bir kaynak icin tanimlanan genel sorunlar asagidaki tabloda verilmistir.

KAYNAK HATALARI OLASI NEDENLER

Uzun ve dengesiz ark

Giigsiiz ark

Damlaciklar sicriyor

Yetersiz kaynak dolgusu

Gozenekli kaynak

Bozuk kaynak dolgusu

Diizgiin olmayan kaynak

Niifuz etme yetersiz

* Kaynak gerilimi; tel capi ve tel sirme hizina gore
yliksek degerdedir.

* Kaynak gerilimi; tel capi ve tel sirme hizina gore
disuk degerdedir.

* Gerilim ¢ok yuksektir.

* Gaz kalkani (nozul) yeterince temizlenmemistir.

* Tel hizi yanhs ayarlanmistir.

* Kaynak hizi olmasi gerekenden yiksektir.

* Kaynak hizina gore tel stirme hizi distktar.

* Tel capi yapilan ise uygun degildir.

* Gaz seviyesi ¢cok az ya da ¢ok fazladir.

* Sigrayan damlaciklar gaz kalkani (nozul) icinde
birikip, yetersiz gaz akisina neden olmaktadir.

* Kaynak ortamindaki hava akimi koruyucu gazi etkisiz
kilmaktadir.

* Torcun ucu ile kaynak yapilan malzeme arasindaki
uzaklik fazladir ya da torg hatali kullaniimaktadir.

* Kaynak yapilan malzeme nemli, yagli, pash ya da kirli
olabilir.

* Yanls koruyucu gaz kullanilmistir.

* Duzensiz kullanim ya da yanlis kontak meme
kullanimi.

* Gerilimin disiik olmasi.

* Diuzensiz kaynak hizi.

* Gerilim degerine oranla tel hizi cok fazladir.

* Kaynak hizi ¢ok disuktr.

* Gerilime oranla tel stirme hizi cok dustktur.
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HATA MESAJLARI VE ANLAMLARI

V15

HATA MESAJI m YAPILMASI GEREKEN

E- 3001

E- 3002

E- 3003
E- 3004

E- 3005

E- 3006
E- 3007
E- 3008
E- 3009
E- 3010
E- 3011
E- 3012

E- 3201

E- 4000

Yiiksek IGBT sicakligi

Yiiksek diyot sicakhigi

Kaynak gikisi yiiksek gerilim
Kaynak gikist yiiksek akim

Elektrik faz hatasi

Akim sensori arizasi

5V sensdr beslemesi duislik gerilim
5V sensdr beslemesi yiiksek gerilim
IGBT sensoriinde asiri akim

IGBT sensdriinde kisa devre

Diyot sensériinde asiri akim

Diyot sensoériinde kisa devre

Haberlesme Hatasi

Makine rejim degerlerinin lzerinde
calismaktadir.

28

Kaynak islemi birakilmali ve makinenin
sogumasi beklenmeli. Daha dustk rejimde
kaynak yapilmali. Buna ragmen hata mesaji
tekrarlaniyorsa servise basvurulmal.

Kaynak islemi birakilmali ve makinenin
sogumasi beklenmeli. Daha dustik rejimde
kaynak yapilmali. Buna ragmen hata mesaji
tekrarlaniyorsa servise bagvurulmal.

Servise basvurulmali.

Servise basvurulmali.

Baglantilar kontrol edilmeli.

Baglantilar olmasi gerektigi gibi goriintyor
fakat hata mesaji tekrarlaniyorsa servise
basvurulmali.

Servise basvurulmali.

Servise basvurulmali.

Servise basvurulmali.

Servise basvurulmali.

Servise basvurulmali.

Servise basvurulmali.

Servise basvurulmali.

GUg¢ Unitesi ve tel sirme Unitesi arasindaki
haberlesme  kablosunu ve konnektori
kontrol ediniz. Hatanin devam etmesi
durumunda servise basvurunuz.

Sogumasini bekleyiniz.
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DEVRE SEMASI

LN500W Sinerjik ve LN500A
Sinerjik, invertor teknolojisi
kullanan kaynak makineleridir.

3 fazli sebeke beslemesi
NHEMSLO01500 tri-faz saltere
gelir. Salter ¢ikisi NHOUKR0200
inverter EMI filter kartina gelir.

Hattan gelen girdltiler ya da
hatta basilacak elektriksel
gurdltiler bu kart tarafindan
filtrelenir.

Bunun ¢ikis NHOUKRO1700
ana kontrol kartina baglidir. Bu
kartta 3 fazli DC dogrultucu,
tam kopri IGBT ve siricileriyle
kontrol ve haberlesme
elektronigi bulunur. IGBT kopri
cikisi EMI filtre ferit
(NHEMDGO01000) halkalari
Uzerinden NYTFIN50001 HF gl¢
trafosuna baglanir.

Trafo cikislart NHELD05801 HF
diyotlari Gizerinden
NYSTIN50002 sok trafosuna
aktarihr.

Cikis akimi NHELSNOO100 akim
trafosu Gizerinden ve
NYKFBO0100 gerilim geri
beslemesi tzerinden ana
kontrol kartina baghdir.

NTC1 ve NTC2 ile tim 1sil
Olgiim ve korumalar yapilir.
Yardimci gerilimler ve CO2 gaz
Isitici beslemesi NHOUBT00300
transformatorl Gzerinden
saglanir.
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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.

- Cihazlari Ust Uste koymayiniz, istifleme yapmayiniz.

+ Cihazi, tepesinde ya da tekerleklerin yaninda bulunan ving mapalarindan kaldirarak tastyabilirsiniz.
« Tasima esnasinda tiim elektrik baglantilar s6kilmis olmasi gerekmektedir.

+ Cihazi yan ya da bags asadi tasimayiniz.

« Cihazlari st Giste koymayin. Istiflemeye uygun degildir.

« Nakliye sirasinda darbelerden ve dis hava sartlarindan koruyunuz.

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. Babiirsah Cad. No: 2 06935 Sincan-ANKARA
TURKIYE

Tel: +90 (312) 267 58 60

Web: www.nuris.com.tr

30


http://www.nuris.com.tr/

GARANTI SARTLARI

1.  Garanti Stresi, iiriin teslim tarihinden itibaren baslar ve 2 (iki) yildir.

2. Garanti uygulamasi sirasinda degistirilen liriiniin garanti siiresi, satin alinan iriiniin kalan
garanti siiresi ile sinirhdir.

3. Uriinle verilen ve iiriiniin ¢alismasi icin gereken tiim pargalar (tel siirme {initesi gibi) Nuris
Teknoloji'nin garantisi kapsamindadir.

4. Uriiniin garanti siiresi icerisinde malzeme, is¢ilik ve montaj hatalarindan dolay1 arizalanmasi
halinde, iscilik masrafi, degisen parca bedeli ya da herhangi baska bir ticret talep etmeksizin
tamiri yapilacaktir.

5. Uriin fatura ve irsaliyesi garanti belgesi yerine gegmektedir.

6. Torg ya da elektrot pensesi gibi yipranan parca ve aksesuarlar, gii¢ kaynag kablosu, kontrol
kablolari, sebeke baglant: fisi, sase kablosu ve pensesi, elektrot kablosu, gaz hortumu, ara paket,
tel baski tekerleri ve benzeri parcalar sarf malzemesidir ve garanti kapsami disindadir.

7. Uriiniin tamir siiresi garanti siiresi icerisinde iiriine iliskin arizanin yetkili servis istasyonuna
veya saticlya bildirimi tarihinde, garanti siiresi disinda ise malin yetkili servis istasyonuna teslim
tarihinden itibaren baslar.

8. Nuris Teknoloji garantisi kapsamindaki liriin ambalajlamadan ve nakliyeden 6nce kontrol edilir.
Uriinii aldiktan sonra iiriinde hasar olup olmadigini kontrol ediniz, hasar olmasi durumunda
Nuris Teknoloji'ye ve nakliyeye derhal haber veriniz. Uriinii actiktan sonra igerik listesiyle kutu
icerigini kontrol ediniz.

9.  Asagidaki durumlarda tiriin garanti kapsami disinda kalir:

o Nuris Teknoloji yetkilileri disinda agilmis veya sokiilmiis triinler,

o  Yanlis kullanim ve ihmalden kaynakli zarar gérmyiis tirtinler,

o  Yanlis kurulum-bakim veya uygun olmayan kosullar altinda ¢ahstirilan iiriinler;

o  Yikleme, bosaltma gibi nakliye islemleri sirasinda asir1 sarsilma ve/veya darbe gérme
sonucu arizalanan urtnler,

o  Dogal afetlerde (yangin, sel, deprem, su baskini ve yildirim diismesi vb.) zarar géren
drinler,

o  Orijinal ve uygun olmayan yedek par¢a ve aksesuarlarin kullanilmasi sonucu
arizalanan irinler,

o  Sehir elektrik sebekesindeki, iiretici tarafindan beyan edilmis sinirlar disinda kalan
ani voltaj yiikselmeleri ve algalmalari ya da benzeri sorunlardan arizalanan tiriinler.

10. Nuris Teknoloji'nin yukarida belirtilen, garanti kapsamindaki tirtinlerin kusurlu olmas: halinde
lcretsiz tamiri disinda, makinelerde meydana gelebilecek arizalar yiiziinden olusabilecek is
kayb1 ve imalat kaybi gibi konularda herhangi bir sorumlulugu s6z konusu degildir.

Kullanicilar yukaridaki bilgileri uygulamakla yiikiimlidiir. Kullanim kilavuzuna aykiri
kullanimlardan kaynakli olugsan arizalar garanti kapsaminda degildi



LN500 SYNERGIC USER MANUAL

MAKINE BILGILERI
Makinenin markast:
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 Adi:

Kurulumu Yapan Adi-Soyadi:
Kurulum Tarihi:

Garanti Baglangi¢ Tarihi:
Garanti Bitis Tarihi:

Telefon:

iMZA / KASE:

NURIS TEKNOLOJI A.S.
KAYNAK MAKINESI]

GARANTI BELGESI

NURIS TEKNOLOJi A.S.

V1.1

UYARTI: 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 6nce, her iki kopya

iizerindeki makine seri numaralarinin ayni oldugunu kontrol ediniz.

teslim aldim.

On sayfada model ve seri numarasi yazih olan kaynak makinesini saglam ve eksiksiz
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MAKINE BILGILERI
Makinenin markasi:
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 Ad:

Kurulumu Yapan Adi-Soyadi:
Kurulum Tarihi:

Garanti Baslangi¢ Tarihi:
Garanti Bitis Tarihi:

Telefon:

iMZA / KASE:

V1.1

NURIS TEKNOLOJI A.S.

KAYNAK MAKINESI
GARANTI BELGESI

NURIS TEKNOLOJi A.S.

UYARI: iki kopya olarak hazirlanmis olan Garanti Belgesinin gegerli olabilmesi igin her iki niishanin da tarafimzca
ve Yetkili Servis tarafindan imzalanmasi gerekmektedir. Garanti belgesi imzalanmadan 6nce, her iki kopya
iizerindeki makine seri numaralarinin ayni oldugunu kontrol ediniz.

teslim aldim.

On sayfada model ve seri numarasi yazih olan kaynak makinesini saglam ve eksiksiz
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SAFETY PRECAUTIONS

SECURITY SYMBOLS AND INSTRUCTIONS

This sign indicates a warning indicating potential dangers. Disregarding these warnings may lead to
severe or even fatal injuries.

This sign serves to indicate 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 communicates potential hazards. Passing over essential precautions may result in both
minor injuries and financial losses.

© ivrorTANT

Specifies notifications and alerts on how to operate the machine.

Before proceeding with the installation of the product, ensure to read the user manual
| | thoroughly. It is important for your health and the long-term usability of the product
that you strictly adhere to all warning labels and safety precautions mentioned in the

manual.

6 This product should not be thrown away after reaching its end of life. Electrical and/or
‘a 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 Teknoloji 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
=2

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

2

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

S

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

ol 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

i‘

;

7/
2

b

Ay

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.

Al
/1

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

P @

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 Do not weld when the cover and/or panels of the machine are open.

e  Ventilate the work environment during the welding process.

e  Ventilation is necessary in all welding operations. However, it should be noted that excessive air
circulation in the welding area can disrupt the protective gas shield. The sensation of burning or
irritation in the eyes, nose, and throat are the primary signs of inadequate ventilation. When
encountering such a situation, increase the ventilation immediately, and if the problem persists,
stop the welding process.

e Do not perform welding or cutting operations on completely sealed cylinders or pipes. Prior to
welding, cutting, or any other operations, it is necessary to open, empty, and clean such objects.
Welding should not be performed on cylinders or pipes that have previously contained explosive
or flammable substances, even if they are empty.

e  Welding operations should be halted, and power supply disconnected in case of rain. Otherwise,
there is a risk of electric shock and/or machine malfunction.

. Otherwise, there is a risk of electric shock and/or machine malfunction. The surfaces of the parts
to be welded should be cleaned using a steel brush or grinding equipment.

e  The ground clamp should be attached as close as possible to the welding area and should have
good contact with the workpiece. The welding current cable should be used without bending it
to avoid damaging the internal spiral.

e The welding torch should be positioned in such a way that the tip is visible, and the weld pool
can be observed and controlled.

e Welding continuously for long periods of time can lead to excessive fluid loss in the welder's
body. Therefore, long-term welding should be avoided.

e It is not recommended to perform welding operations continuously for extended periods of
time for the sake of user ergonomics.
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General Safety Warnings

e The installation and first operation of the machine should be done by authorized technical
personnel.

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

e  Equipment and operations can cause hearing loss due to the noise they generate.

e If the noise level is high, appropriate hearing protection devices such as earplugs or earmuffs that
comply with relevant standards should be used.

e Do not touch hot components with bare hands. Use tongs and protective gloves to handle hot
parts. When working on the machine by contacting it for maintenance and/or repair purposes,
ensure that the machine has completely cooled down. Keep all covers and panels of the machine
closed, and under no circumstances perform welding when the covers and/or panels are open.

e  Stay away from moving parts as they can cause injuries.

e Wear safety shoes with steel toes to protect against the possibility of heavy objects falling.

e  Be careful when unwinding the welding wire from the spool. It can unexpectedly spring out and
cause harm to the person performing the welding or individuals nearby.

e  Fire extinguishers and firefighting materials should be present in the welding area. Flammable
materials such as gasoline, oil, and similar substances should be kept away from the welding area.
Gasoline, oil, and similar flammable materials should be kept away from the welding area.

e After the completion of the welding process, welded parts should be periodically inspected as
certain materials may continue to burn for a while.

e After disconnecting the machine's power supply, wait at least 5 minutes for the machine to cool
down before performing any maintenance or repair tasks.

ELECTROMAGNETIC COMPATIBILITY (EMC)

This machine has been designed in accordance with all relative directives and norms. However, it may
still generate electromagnetic disturbances that can affect other systems like telecommunications
(telephone, radio, and television) or other safety systems. These disturbances can cause safety problems
in the affected systems. Read and understand this section to eliminate or reduce the amount of
electromagnetic disturbance generated by this machine.

o IMPORTANT

This machine is designed for use in industrial areas. Before using it in residential or similar places,
special precautions need to be taken to prevent potential electromagnetic effects. In such cases, it is
advisable to contact Nuris Teknoloji A.S. for technical support.

This machine has been designed to operate in an industrial area. Unexpected EMC problems may occur
during operation in other environments. To operate in a domestic area, it is necessary to observe
precautions to eliminate possible electromagnetic disturbances.
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Before installing the machine, the operator must check the work area for any devices that may
malfunction because of electromagnetic disturbances. Consider the following:

e Input and output cables, control cables, and telephone cables that are in or adjacent to the
work area and the machine,

. Radio and/or television transmitters and receivers,

e  Computers or computer-controlled equipment,

e  Safety and control equipment for industrial processes,

e  Personal medical devices like pacemakers and hearing aids,

e  Equipment for calibration and measurement.

e Check the electromagnetic immunity for equipment operating in or near the work area. The
operator must be sure that all equipment in the area is compatible. This may require additional
protection measures.

e  The dimensions of the work area to consider will depend on the construction of the area and
other activities that are taking place.

If any electromagnetic disturbances are detected the operator must put in place corrective actions to
eliminate these disturbances. Consider the following guidelines to reduce electromagnetic emissions
from the machine:

e Connect the machine to the input supply according to this manual. If disturbances occur if
may be necessary to take additional precautions such as filtering the input supply.

e  The output cables should be kept as short as possible and should be positioned together.

e If possible, connect the work piece to ground to reduce the electromagnetic emissions. The
operator must check that connecting the work piece to ground does not cause problems or
unsafe operating conditions for personnel and equipment.

e  Shielding of cables in the work area can reduce electromagnetic emissions. This may be
necessary for special applications.
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GENERAL OVERVIEW

LN500W SYNERGIC DOUBLE PULSE and LN500A SYNERGIC DOUBLE PULSE;

» It is a welding machine consisting of a detachable wire feeding unit and a power source that
provides welding current, featuring inverter Teknoloji, synergic functions, and multi-process
capabilities.

» ltis a professional arc welding solution developed for the welding of metals such as aluminium,
stainless steel, and carbon steel to each other. Additionally, it provides superior performance thanks
to its synergic, pulse, and double pulse features, which can be used in MIG/MAG mode (shielding
gas).

» It can be used for electrode welding in MMA mode. It is also suitable for carbon cutting tasks up
to 8mm (carbon cutting or electrode clamp is an optional accessory).

» It can be used for argon DC (TIG) welding applications with a suitable TIG torch using the Lift-TIG
mode (TIG torch is an optional accessory).

»  This model has a water circulation and cooling radiator for the torch.

»  LN500A SYNERGIC DOUBLE PULSE does not have a water chiller system for the torch. The torch is
cooled with air/protective gas. The machine has the following features:

e Thanks to the new generation inverter Teknoloji, there is continuous performance.

e The ability to automatically adjust welding characteristics through synergic programs.”

e  The ability to weld thin and delicate materials smoothly thanks to the DOUBLE PULSE
feature.

e 10 memorable programs

e Superior performance in all wire types and diameters thanks to the powerful wire driving
motor with encoder.

e  Synergistic, PULSE and DOUBLE PULSE feature in MIG/MAG mode

. Program switching during the welding process in Smart trigger mode

. MIG/MAG welding as well as MMA and Argon (Lift-TIG) welding

e Thermal protection against overheating

e 24 \Volt, 70 W CO: gas heater connection connector

e  Lightweight and easy to carry compared to competitors

TECHNICAL PARAMETERS

LN500W SYNERGIC DOUBLE PULSE and LN500A SYNERGIC DOUBLE PULSE are gas metal arc welding
machines with inverter Teknoloji that can perform MIG/MAG (gas metal arc), MMA (shielded electrode)
and argon (lift- TIG) welding with a single machine. Technical specifications are given in a separate
table for each operating mode.
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TECHNICAL PARAMETERS

Welding Current
Welding Voltage

Duty Cycle 40°C

Welding Current
Welding Voltage

Duty Cycle(40°C)

Welding Current
Welding Voltage

Duty Cycle(40°C)

Power Supply Weight

Wire Feeder Weight

Wire Draining Speed Field
Machine dimension
Operational temperature
Storage temperature
Protection Class

Warranty

Voltage
Phase
Frequency
Input Power
Input Current
Open Circuit Voltage
Efficiency

Idle state power

UNIT
MIG MAG MODE

ELECTRODE

,.
>>>< > ®>>r< >
a3
(]

MACHINE
kg

kg
m/min
mm
°C
°C

ELECTRICAL SPECIFICATIONS
\

Hz
kVA

43

VALUE

40-500
15-42
330, %100

400, %60
500, %30

40-500
21.6-40
330, %100
390, %60
500, %30

40-500
11.6-30
340, %100

410, %60
500, %35

107.4 (water)
86.4(air)
15.4kg (water)
15.2kg (air)
1-20

W:1100 L:800 H:560

-10 / +40
-20/ +55
IP21S

2 Years

380

50
23
50
85
%86
11.2

V1.1
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MACHINE PART

V1.1

The parts for the front and rear of the LN500W SYNERGIC DOUBLE PULSE and LN500A SYNERGIC
DOUBLE PULSE are given below. Only the parts of the LN5S00W SYNERGIC DOUBLE PULSE have a (W)
next to them.

o v WN =

o W 0 N

12
13
14

(o]

o vl h WN =

DESCRIPTION

Welding wire drum

Torch connection

Hot water connector, red (W)
Cold water connector, blue (W)
Chassis connection
Current/wire speed and material
thickness adjustment

Voltage adjustment
Menu/program setting

Torch hanger attachment
Remote connection connector
(option)

Electrode clamp connection
Power Switch

Water tank cover (W)

Water level part (W)

Table 2.7 Part description

DESCRIPTION

Gas heat fuse

Gas heater connection
Wire feed fuse

Wire feed communication
Welding current (+) output
Coolant connector (red
inlet) for LN500W

Coolant connector (blue
inlet) for LN500W

Power input

Table 2.2 Part description

44

Figure 2.2 Rear view
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NO DESCRIPTION

Communication connector
Gas input coupling

Weld input (+)

Cold water coupling, blue (W)
Warm water coupling, red(W)

v wNn =

Table 2.3 Part description Figure 2.3 Back view

CONNECTION GUIDE

POWER CONNECTION

Welder power supply operates with three phase 380 Volt 50Hz
utility power. The energy input cable is located at the rear of the
welder power supply. The yellow-green cable should be
connected to protective earth. The remaining cables are the
three-phase connection, and the order of their connection to the
grid system is unimportant. A suitable fuse must always be used
in the electrical panel where the phase connection is made. The
technical values specified on the rating plate, such as rated
Figure 3.1 Power Connection supply voltage (U1), rated maximum supply current (/max), and
maximum effective supply current (lf), should be taken into
consideration when selecting the fuse.

Long power cables should be eliminated. If not possible, they must be coiled/wrapped up (please
note that coiled cables may heat-up).

The machine must be protected by connecting the ground line to all enclosures. However, it is
recommended to use a residual current device (RCD) in the power panel.
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The connection between the power supply and wire
feeding is made using an intermediate connection
package. This package can have different lengths, such
as 3 meters, 5 meters, or other lengths, depending on

the product type. As indicated in Figure 3.2 :

NO  DESCRIPTION

1 Communication connection

2 Gas hose

3 Coolant connector (blue inlet)
for(W)

4 Coolant connector (red inlet) for
(W)

5 Welding (+) current output
6 CO: heater output

Table 3.7 Wire feeder parts

V1.1

Figure 3.2 Power supply wire feeder connection

Worn-out or deteriorated connection elements should not be used, and their controls should be

ensured.

MIG/MAG (GAS SHIELDED) MODE CONNECTION

The connections shown in Figure 3.3 should be
used for gas metal arc welding (MIG/MAG)
mode.

Ground (2) connection should be made, and the
solidity of the connections should be checked.

When welding, ensure that the cooling liquid
connection is made (1) otherwise, the torch may
be damaged (applies only to the LN500W
model).

-

2

L

~

Figure 3.3 MIG/MAG mode connections
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MMA MODE (ELECTRODE) CONNECTION

In MMA mode, the connection shown
Figure 3.4 should be made.

Ground (2) connection should be made, and the
solidity of the connections should be checked.

@® MMA illustrates the connection of the
electrode cable and clamp.

Figure 3.4 MMA mod connection

CONNECTION OF THE WELDING WIRE

Welding wire of appropriate standards must be used during MIG/MAG gas metal arc welding. The wire
feed system is designed to handle soft, hard and/or flux-cored welding wires with diameters of 0.8mm,
1.0mm, 1.2mm and 1.6mm. However, the setting and pressure wheel must be selected according to the
wire diameter and softness and the other settings must be compatible with it.

Before attaching the welding wire, use work gloves to prevent corrosion of the wire and to prevent
injury to your hands.

For wire connection, the rear plastic drum of the wire feed and
the cover of the part where the wire feed motor is located are
opened (Figure 3.5 ). The plastic screw head of the wire spool
brake/tension cylinder (Figure 3.5 -b) is unscrewed manually.
After placing the welding wire spool (Figure 3.5 -a ) onto the
wire spool brake/tension cylinder (Figure 3.5 -b), the plastic
screw head is tightened manually. The wire is then passed
through the wire channel and brought to the input of the wire
feed unit.

Figure 3.5 Wire feed side view
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To remove the wire pressure adjustment handles(red- colored,
Figure 3.6 -d), pull the handles outward. During this process,
the upper wire pressure rollers will be released, and the wire
wheels will disengage. To access the wheels, remove the black
screws shown in Figure 3.6 -c and release the securing cover.

The thickness of the wire to be used is indicated on the wire
feed rollers (Figure 3.7 -c). The selection of the wire feed rollers
depends on the thickness and material of the wire being used.
U-groove wire feed rollers are used for soft wires such as
aluminum, while V-groove wire feed rollers are used for steel
and stainless steel wires. Also, for flux-cored wire, it is
recommended to use serrated V-groove wire feed rollers.

Figure 3.8 Welding wire connection

The welding wire is stretched from the 1st guide shown in Figure 3.8 and driven onto the wire reel. The
wire passed through the guide is inserted into the wire drive reel channel as shown in Figure 3.8 -2. The
wire passed through the reels is passed through the direction guide as in Figure 3.8 , and the manual
driving process is completed. After the manual driving process is completed, overprints are closed
(Figure 3.8 -4). By pressing the wire feed button, the wire is fed until the wire comes out homogeneously
from the tip of the torch.

When initiating the welding process, it is important to pay attention to the trigger condition of the
machine. The wire feeding unit screen displays the 2T-4T modes. Failure to observe this may result
in unintended triggering of the torch, which can lead to injuries and accidents.
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If the pressure setting is too high, crushing may occur on the wire. The round structure of the wire
may be disrupted, and problems may occur while passing through the torch. In addition, the
problem of clogging in the contact nozzle may be encountered. If the pressure is low, the wire will
be loose, and the wire feeding will not be homogeneous. When adjusting the pressure, it is done
from loose to tight.

GAS CONNECTION

Argon or Argon + Helium is used for welding aluminium, magnesium, copper and their alloys of non-
ferrous metals, and Argon + Oxygen mixed gases are used for welding stainless steels.

The oxygen ratio must never exceed 3% in welding stainless steels.

Attach the gas connection hose and regulator to the tube, loosen the adjustment screw and turn on the
gas and adjust the gas flow by tightening the adjustment screw. If CO2 gas is to be used, a CO2 heater
should be connected. There is a power plug for the CO2 heater at the rear of the welding power unit.

Gas cylinders behind the machine must be secured with a fixing chain.

COOLANT

Use soft water as the coolant. Lime-containing water can cause problems in the machine's cooling
system and shorten its lifespan. Ensure that the water used is clean and free from any particles.
The cooling liquid tank should be filled with a maximum of 7 Liters of coolant. The liquid level
should be between the minimum (min) and maximum (max) lines. The coolant level should be
checked before every welding operation.

Depending on the seasonal conditions, it is recommended to use a mixture of "5 Liters of water +
2 Liters of antifreeze" as the cooling fluid to prevent freezing. The ratio of antifreeze should be
adjusted according to the lowest possible ambient temperature. Coolant must be clean, and the
water tank cap must be closed to prevent dust ingress.

Do not use any other liquid other than a mixture of coolant and antifreeze. Some fluids, such as
alcohol, can react with the antifreeze in the system and cause coagulation.

In case the cooling liquid reaches the minimum level, the welding process should be stopped. An
antifreeze mixture should be added to the water tank. Failure to do so will result in a reduced lifespan
of the torch over time.
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OPERATION

USE OF THE WIRE FEEDING UNIT

V1.1

© imrorTANT

Menu transitions are made by rotating encoder number 8 in Figure 2.1. It will be

referred to as the "middle encoder" in the rest of the document. The encoder

number 7 in Figure 2.1 will be referred to as the "right encoder.

The encoder number 6 in Figure 2.1 will be referred to as the "left encoder.

The middle encoder is used to make menu transitions by rotation and selections by
pressing. The right and left encoders are used to go back when pressed.

Mode Change

By rotating the middle encoder, you
navigate to the "Functions" symbol on the
main screen and press the encoder to enter
the menu. Then, from the opened mode
selection screen, the desired mode is
selected by pressing the middle encoder,
and the transition to the mode is made.

MIG Mod / SMIG Screen

>

The relevant screen is the SMIG (Synergic
MIG) homepage. On this screen, you can
change the Current, Wire Speed, Material
Thickness, and Voltage values. You can
switch to the Synergic Programs screen.
The symbols on the bottom bar and
welding settings are explained at the end
of the section.

Current Setting

In the relevant section, the left encoder can
be rotated to adjust the program current.
As a feature of the Synergic mode, as the
current changes, the corresponding wire
speed and voltage will be automatically
adjusted accordingly.

50
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Material Thickness Adjustment

In the relevant section, the left encoder can
be rotated to adjust the material thickness.
In Synergic mode, the program will
determine the appropriate current and
voltage based on the selected program
and material thickness.

Arc Size Setting

By rotating the right encoder, the arc
length can be increased or decreased. This
adjustment affects the voltage.

Water Cooling Error

The relevant symbol indicates "Torch-
Water Cooling Setting." If the symbol is
visible, it means the water cooling is off.

Synergic Programs Screen

>

On the main screen, if you navigate to the
relevant section using the middle encoder
and press the encoder, the Synergic
Programs screen will open.

Once the program number is determined,
it is saved by pressing the middle encoder
again, and then returning to the main
screen. You can go back without selecting
a program using the right and left
encoders.
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»  If program values are selected and entered
by pressing the middle encoder, the
program  number is  automatically
determined. Here, using the middle
encoder, the material type to be welded,
the welding wire used in the machine, wire
diameter, gas type, and whether pulse is
on or off are selected sequentially. After
each feature is determined, selection is
made by pressing the middle encoder and
moving on to the next feature. When all
features are selected, the program number
is automatically determined.

Manual MIG Screen

> In the MMIG (Manual MIG) main screen,
the wire speed can be adjusted in meters
per minute using the left encoder. Voltage
adjustment is done using the right
encoder. The symbols on the bottom bar
and welding settings are explained at the

end of the section.

»  The relevant symbol indicates the "Torch-
Water Cooling setting." If the symbol is
visible, it means the water cooling is off.

V1.1

( &
b= ;

Karbon gelik| | so/aws 1.0mm AR80/C02

v &
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If you are using a water-cooled torch, it is recommended to enable the "Water Cooling" setting
to prevent damage to the equipment. (This is explained under the "Welding Settings" section at
the end of the chapter.)

Low Bar Section

In the lower bar sections described below, you can navigate with the middle encoder, enter the selected
feature by pressing the middle encoder, and change the values. After the necessary adjustments are

made, press the middle encoder again to save them.
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Inductance Setting

G — 1 0 B 8

The inductance value can be changed from the indiiktans Degeri
relevant setting.

Increasing inductance makes the welding more W +4

widely spread; decreasing it makes it more

concentrated. The default value is 0 (closed). _,— J,

Pulse Setting

w —) 1 3 99

V1.1

»  Pulse setting cannot be selected in SMIG mode; it provides pulse information for the program.
In MMIG mode, it enables turning pulse on and off.

»  Pulse is a feature that changes the welding characteristic. It is preferred when welding more
delicate materials. It ensures low heat input and less spatter.

Torg Trigger Type

>

To change the torch type, there is no need for
different types of torches. It is a feature selected
based on how the user wants to use the torch.

2T trigger setting Welds while holding the trigger,
stops when released. In addition, if the trigger is
briefly pressed and pulled, it switches between the
saved smart programs.

2T Smart trigger setting works as follows: When
the trigger is held down, welding occurs, and it stops
when released, similar to 2T mode. Additionally, if
the trigger is briefly pressed and released, it switches
to the next program saved in memory. The number —
of program transitions in memory is adjusted with

the "Smart Trigger Programs” value in the Welding lT lT 4T Tetik
Settings section. This will be covered in the —p

"Memory" and "Welding Settings" sections.

4T trigger setting: The torch is set to 4T. Welding
starts when you press and release the trigger and
stops when you press and release it again. If the
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trigger is held down before stopping the weld, crater
fill function works.

> 4T trigger setting: The torch is set to 4T Smart.
Welding starts when you press and release the . AT Smart
trigger and stops when you press it again. In : Tetik
addition, if the trigger is briefly pressed and pulled,
it switches between the saved smart programs.

Memory

»  On the relevant screen, you can navigate between
memory programs using the middle encoder, and
the characteristics of the memory programs can be
viewed from the table.

» If the middle encoder is pressed at the selected ( Program No: 1036 )
memory number, you switch to the registered 2 mi £ oo
characteristics in the memory. W sc/aws A 0

> If the encoder is held down for 3 seconds, the @ 0.8 mm B o

AR80/CO2 || || Kapali

u M2 | M3 | M4

current, etc, welding properties to the relevant Mo/ Mo | Ms || M7

options "Save Over," "Delete," and "Cancel" will
appear.
» Save Over option saves the set program number,

memory number.
» Delete option clears the relevant program data in _,T @
memory, returning to default settings.
»  Cancel option is used to cancel the selection and
return. Memory usage in the MMIG screen is the
same as in SMIG, only the saved parameters differ.

Welding Setting

»  Wire burn-back time: The duration of the arc while the wire stops at the end of welding. If the
time is kept short, the wire may stick to the material. In very long times, the wire may stick to
the torch.

»  Pre-gas time: Sets the duration of the shielding gas that starts to be given before welding starts.

»  Post-gas speed: Sets the duration of the shielding gas that continues to be given after the
welding process is finished.

» Initial wire speed: The speed of the wire going into the material until the welding wire touches
the material to be welded and starts the welding.
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»  Soft Start: After welding starts, the time to reach the set wire speed from the initial wire speed.

»  Crater fill time: Sets the crater fill time when welding is complete.

»  Crater fill ratio: Adjusts the ratio of end current to main current during crater fill.

»  Hot Start: When starting the welding process, a hot start ratio multiplier is applied to the main
current, so that the welding process starts at a higher current value, thus allowing the cold
material to be welded and the welding wire to heat up quickly.

»  Water Motor Stop: When the dry torch is used, if this setting is set to 1, the water motor will
not start.

» Ug Temizleme Siiresi: Kaynak bitiminde telin ucunda damlacik kalmamasi icin bu sire
ayarlanmalidir. Eger kaynak bitiminde tel ucunda damlacik kalmiyorsa ayar iyidir, kaliyorsa
yukseltilmelidir. Kaynak bitiminde ufak bir patlama sesi ¢ikiyorsa, ayar ytksektir.

» 2P Active: Cift darbeyi agma ve kapatma ayar1.2P Frekansi: Cift darbe frekansini belirler. Frekans
arttikga daha hizl Gst akim ve alt akim degisimi olur.

» 2P Occupancy ratio: Sets the ratio of the dwell time in the upper current of the double pulse
to the dwell time in the lower current.

»  Smart trigger programs: It is used to recall the memorized programs with the smart trigger
function when welding is done or not.

»  Manual wire speed: While attaching the wire, it adjusts the speed of the wire supplied with the
wire feed button.

MMA Mode

The relevant screen is the MMA welding home page. On this screen, Current, Hot Start, and
Arc Force settings can be adjusted.

»  With the left encoder, the current can be increased or
decreased by 5 Amperes. With the right encoder, the
current can be increased or decreased by 1 Ampere. The
middle encoder can be used to switch to Hot Start and Arc
Force settings, and it can also open the functions screen
that allows switching to other welding modes.
Hot Start Setting Hot Start
>  When starting the welding process, a multiplier based on | - Oram
the Hot Start ratio is applied to the main current. This % 10
ensures that the welding process starts at a higher current r
value, allowing the electrode to heat up quickly along with &
the cold material to be welded.
Arc Force Setting Arc Force
>  Arc Force is a system that increases the current instantly Orani
when the electrode is about to stick to the material and % 50

cause a short circuit, preventing the electrode from
sticking. When such an issue occurs, it is advisable to I_L m
increase this ratio.
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LIFT TIG Mode
The relevant screen is the Lift TIG welding homepage. On this screen, Current adjustment can
be made.

»  With the left encoder, the current can be increased or
decreased by 5 Amperes. With the right encoder, the
current can be increased or decreased by 1 Ampere. The
middle encoder can be used to open the functions screen
that allows switching to other welding modes.

System Settings

>  System settings section is controlled using the middle SSTEMAVARLAR!

encoder. By pressing the middle encoder, entry to the TSt

relevant screens is provided, and by pressing the right and Makine Bilgisi

left encoders, you can navigate back. Fabrika Ayariarina Donis

Ekran Parlaklik Ayari

Language

» In this section, language change can be made. Toplam G.Stresi 38:45:32
N
. b sinerjik Manuel

Working Hours 04:26:55 ©® 03:52:32 ©
»  Ontherelevant screen, you can observe the total operating —

time of the machine, as well as the welding time in Synergic 01:12:28 ®

MIG, Manual MIG, TIG, and MMA modes.

> By rotating the middle encoder, the MIG mode is selected, ~ ERfE i 38:45:32
and by pressing the encoder, you can enter it to access MIG ™
L sinerjik

detailed parameters for MIG welding. 04:26:55 ®

01:12:28 ©

» In the detailed parameters of MIG welding, you can MI
observe welding times dependent on current and Pulse- P 22180 o e ®
Double Pulse. The relevant times are the total times for M
MMIG and SMIG modes. O aa0s ®

100A-199A

9A
01:09:25 ©
01:14:57 "“['[“;2 o452
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STORAGE AND INSTALLATION

The machine should be stored in a closed and dry environment between -20 °C and +50 °C.
It should be kept upright, and nothing should be put on it.

If it will be left unused for an extended period, the coolant should be drained.

Operating temperature must be between -10 °C and +40 °C and it should be operated in a
dry environment.

During operation, ensure that it can easily intake air.

TRANSPORTATION

Always use the handling ring when moving the machine.

Never pull-on cables, torch, or hoses.

Before moving make sure that the machine is turned off and disconnected from the power
supply.

Gas cylinders and small parts must be transported separately from the machine.

Chains and/or ropes to be used during transportation should be of equal length, equal load
distribution should be ensured, and the machine should be lifted in a balanced way.

The relevant regulations of the country of use, occupational safety and accident prevention
rules should be considered.

During transport, nobody should be in the dangerous area under the machine.

e Gas cylinders and small parts must be transported separately from the machine. They
must not be craned together.

e  Some machines can be extremely heavy, so it is important to take the necessary safety
precautions when relocating them in the environment.
e Work shoes must be worn during transportation.

INSTALLATION

Machine should be positioned in a location easily accessible to the operator during use.
Welding machine should not be positioned near the operator in a way that could negatively
affect their work.

Machine should be positioned in a location easily accessible to the operator during use.

The floor should not be wet, and the working environment should not be excessively humid.
Be careful of dust and dirt that may get inside the machine.

Cables should not be stacked on top of each other, and they should be located on the same
side as the operator but as far away from the operator as possible. Cables should not be
scattered or tangled around the operator.

The gas cylinder should be positioned away from the welding area, should not be exposed to
heat, and should not be affected by welding sparks.

The machine should not be placed near devices with electromagnetic sensitivity during
operation and storage.
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The machine should not be placed on surfaces with a slope greater than 10°. Before use,
ensure that the machine is stably positioned.

All electrical connections should be checked.

The instructions described in this manual should not be applied differently or incorrectly, and
no maintenance, repair, or modification should be performed on the machine without
authorization.

To prevent potential work accidents and machine malfunctions, maintenance, repair, or
modification should only be performed by authorized personnel.

Technical issues arising from improper interventions may void the manufacturer's warranty.
When the machine is used in accordance with the guidelines and specifications, it does not
require any significant maintenance. However, the following maintenance procedures should
be performed to ensure the machine's high efficiency and long lifetime.

The specified periods below are applicable when no technical issues have occurred with the
device. However, it is important to note that these intervals may be shortened based on the
frequency of machine usage and the level of contamination in the working environment.

MAINTENANCE AND REPAIR

All the electrical connections should be checked regularly.

Maintenance, repair, or any modification to the machine cannot be made by applying
different or incorrectly what is described in this manual.

Repairs and modifications should only be carried out by authorized persons to prevent
possible injuries and damage to the machine.

The machine may be out of warranty because of unauthorized intervention.

The device does not require maintenance in the specified conditions, but some points
should be considered for its high efficiency and long-lasting operation.

The periods specified below are the periods to be followed in case the device does not
encounter any problems. These periods can be shortened according to the density and
pollution of the working environment.

Daily Maintenance

Before operating the machine, the electrical power supply cable and welding cables must be
visually inspected. If there is any crushing, peeling or breakage in the cables, the service
should be notified.

Check whether the welding cables and torch terminals are tight and suitable. Tighten if
loose.

Daily maintenance should be done by the person who will perform the welding process.
The machine coolant level should be checked before each use.

Quarterly Maintenance

Crushed, frayed or broken cables or cords should be maintained and replaced with new ones
if necessary.
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Semi-Annually Maintenance

= Electrical power supply connectors must be checked and tightened if loose.

= Side caps should be opened, and all energy connections here should be tightened.

= All accessible bolts and nuts should be checked, and loose ones should be tightened in the
body and other parts of the machine.

»  Dust accumulated in the machine should be cleaned with compressed dry air. If the machine
is used in very dirty environments, this process should be done in periods shorter than six
months.

Non-Periodic Maintenance

e The consumables on the torch should be cleaned regularly and replaced if necessary.

e  Foragood welding quality, if the welding wire is rusted or corroded, it should be replaced
with a new one.

. If the labels on the device are dirty and difficult to read, clean them.

TROUBLESHOOTING

WELDING MACHINE

First, check all power connections. The grid connection is a three-phase system. Always check the
nominal voltage level for each phase. The welding power supply may experience reduced performance
in the event of a phase loss.

PROBLEM POSSIBLE CAUSES

* The compression spring pressing the wire feed spools
Wire drive reels spins but wire does are not in place or is loose.

not come through * The torch lead is bent excessively or the spiral guide

inside the torch is clogged.
* The contact part is blocked.
* Depending on the wire diameter used, the wrong
groove was used in the wire feed spool.
* The wire is not placed correctly in the spool groove.
* Suitable welding wire is not used.
Irregular wire feed * The contact part is deformed.
* The wire feed spools are dirty or worn.
* Wrong groove is used in the wire feed spool.
* The spiral guide inside the torch is clogged.
* Suitable welding wire is not used.
The arc does not start * The welding cable is not properly connected.
* The contact part is deformed.
* Earth clamp not connected correctly.
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WELD QUALITY

V1.1

To achieve a high-quality weld, welding parameters such as wire feed speed, welding voltage, and
shielding gas flow rate should be correctly adjusted.
The general problems defined for achieving a high-quality weld are given in the table below:

PROBLEM

Long and unstable arc

Powerless arc

Droplets are splashing

Insufficient welding filling

Porous welding

Bad welding filling

Uneven welding

Penetration is insufficient

POSSIBLE CAUSES

* Welding voltage is of high value according to wire
diameter and wire feed speed.

* Welding voltage is of high value according to wire
diameter and wire feed speed.

* The voltage is too high.

* The gas nozzle is not cleaned properly.

* Wire speed is set incorrectly.

* The voltage is too high.

* The gas nozzle is not cleaned properly.

* Wire speed is set incorrectly.

* The gas level is too low or too high.

* Splashed droplets accumulate in the gas nozzle and
cause insufficient gas flow.

* The air flow in the welding area neutralizes the
shielding gas.

* The distance between the tip of the torch and the
material being welded is too large or the torch is
being used incorrectly.

* The material to be welded may be moist, oily, rusty.
* Wrong shielding gas used.

* Irregular use or incorrect contact part is used.

* Low welding voltage selected.

* Irregular welding speed used.

* Wire speed is very high compared to the voltage
value.

* Welding speed is very low.

* Wire feed speed is very low compared to voltage.
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ERROR MESSAGE

ERROR

E- 3001

E- 3002

E- 3003
E- 3004
E- 3006
E- 3007
E- 3008
E- 3009
E- 3010
E- 3011
E- 3012

E- 3201

E- 4000

High IGBT temperature

High diode temperature

Welding machine high output voltage
Welding output high current

Current sensor error

5V sensor supply low voltage

5V sensor supply high voltage
Overcurrent in IGBT sensor

Short circuit in IGBT sensor
Overcurrent in Diode sensor

Short circuit in Diode sensor

Communication error

Range
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The welding process should be stopped, and
the machine should be allowed to cool
down. Welding should be performed at a
lower intensity. If the error message persists
despite these measures, please contact the
service.

The welding process should be stopped, and
the machine should be allowed to cool
down. Welding should be done at a lower
setting. If the error message continues to
appear even after this, contact the service.
Service must be contacted.

Service must be contacted.

Service must be contacted.

Service must be contacted.

Service must be contacted.

Service must be contacted.

Service must be contacted.

Service must be contacted.

Service must be contacted.

Please check the communication cable and
connector between the power unit and wire
feeding unit. If the error persists, contact the
service.

Please wait for it to cool down.
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DIAGRAM

LN500W Synergic and LN500A
Synergic are welding machines
that utilize inverter Teknoloji.

The three-phase grid supply is
connected to the NHEMSLO1500
three-phase switch. The output of
the switch is connected to the
NHOUKRO0200 Inverter EMI filter
card.

The noise coming from the line or
the electrical noise to be applied
to the line is filtered by this card.
Its output is connected to the
NHOUKR01700 main  control
card.

This card contains a three-phase
DC rectifier, a full-bridge IGBT,
and drivers for control and
communication electronics. The
output of the IGBT bridge is
connected to the NYTFIN50001
HF power transformer via EMI
filter ferrite rings
(NHEMDGO01000).

The transformer outputs are
transferred to the NYSTIN50002
shock transformer through the
NHELD05801 HF diodes.

The output current is connected
to the main control card through
the NHELSNOO0100  current
transformer and voltage
feedback via the NYKFB00100
voltage feedback.

Corrected translation: The output
current is connected to the main
control card through the
NHELSNO0100 current
transformer, and the voltage
feedback is connected via the
NYKFB00100 voltage feedback.
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TRANSPORTATION

e Make sure that the device's electrical connections are disconnected.

e Carefully coil the cables around designated areas to shield them from impacts and compression
during transportation.

e Take precautions to protect the machine from adverse weather conditions during transit.

e Avoid stacking or piling up multiple devices.

e Utilize the crane lugs located on top or next to the wheels to lift the device.

e  Disconnect all electrical connections while transporting the device.

e Refrain from carrying the device upside down or on its side.

e Avoid stacking the devices as they are not suitable for stacking.

e  Safeguard the devices against impacts and external weather conditions during transportation.

MANUFACTURER COMPANY

NURIS TEKNOLOJi MAKINE SAN. TiC. A.S.

Ankara Organized Industrial Zone Ahi Evran OSB Neighborhood. Babirsah Street. No: 2
06935 Sincan-ANKARA/TURKEY

Phone: +90 (312) 267 58 60

Web: www.nuris.com.tr/en

SERVICE

For the most update list of local representatives and authorized technical service lists, refer to
www.nuris.com.tr. If there is no accessible technical service in the territory, the default technical service
contact info is given below:

NURIS TEKNOLOJi MAKINE SAN. TiC. AS.

Ankara Organized Industrial Zone Ahi Evran OSB Neighborhood. Babiirsah Street. No: 2
06935 Sincan-ANKARA/TURKEY

Phone: +90 (312) 267 58 60

Web: www.nuris.com.tr/en
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WARRANTY DOCUMENT

The Warranty Period starts from the product delivery date and is 3 (three) years.
The warranty duration of the product replaced during the warranty period is limited to the
remaining warranty period of the purchased product.
All parts (such as the wire feeder) supplied with the product and required for the operation of
the product are under the warranty of Nuris Teknoloji.
If the product malfunctions during the warranty period due to material, workmanship, and
assembly errors, it will be repaired without any labour cost, replacement part cost or any other
fee.
The product invoice can be accepted as the warranty certificate.
Worn out parts and accessories such as welding torch, electrode holder, power supply cable,
control cables, mains connection plug, chassis cable, earth clamp, electrode cable, gas hose,
intermediate connection cables, wire press wheels and similar parts are consumables and are
not covered by the warranty.
The repair period of the product starts from the date of notification of the product defect to the
authorized service station or the seller within the warranty period, and from the date of delivery
of the product to the authorized service station outside the warranty period.
The product within the scope of Nuris Teknoloji guarantee is checked before packaging and
shipping. After receiving the product, check whether there is any damage to the product, in case
of damage, notify Nuris Teknoloji and the shipping company immediately. Check the contents of
the box with the ingredient list.
The product is out of warranty in the following cases:
o  Products that have been opened or dismantled without the participation of Nurig
Teknoloji officials,
Products damaged due to misuse,
Products operated under improper installation-maintenance or unsuitable storage /
operation conditions,
o  Products that fail due to excessive vibration and/or shock during transportation
operations such as loading and unloading,
o Products damaged in natural disasters (fire, flood, earthquake, flood and lightning
strike, etc.),
o  Products that fail as a result of using original and unsuitable spare parts and
accessories,
o  Products that fail due to utility power surges or similar problems outside the limits
declared by the manufacturer.
Nuris Teknoloji has no responsibility for the issues such as loss of business and loss of production
that may occur due to malfunctions that may occur in the machines, except for the free repair of
the above-mentioned products under warranty.

Users are responsible to act in-line with the above information. Defects caused by use contrary to the
user manual are not covered by the warranty.



NURIS TEKNOLOJI A.S.

WELDING MACHINE
WARRANTY DOCUMENT

MACHINE INFORMATION
Brand: NURIS TEKNOLOJi A.S.

MoOdel: e e b E S e sh s e r b s b e s
Serial NUIMDEI: e e e b e s e r b e b s
Company Information
Company Name:
Authorized Person:

Telephone:

Address:
CILY/COUNLIY: et bbb e e e e edfh b b R bbb s bbb e h b s

E-mail: e b e h s bR e b e

SIGNATURE/CACHET:

SERVICE INFORMATION
AUthOTIZEd SEIVICE: e e e b b e e s e
Service Staff:

Installation Date:

Warranty Starting Date:
Warranty Expiration Date: e s s s e

TelePhONe: e e R b s s aeren
SIGNATURE/CACHET:

WARNING: Please have both copies of the Warranty Document signed by an Authorized Service Centre for it to be
valid. Before signing the Warranty Document, please 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 A.S.

WELDING MACHINE
WARRANTY DOCUMENT

MACHINE INFORMATION

Brand: NURIS TEKNOLOJi A.S.

Model: e R b b b s b
Serial NUMDET: e b b s b
Company Information

Company NAIME: e e e R bbb s e b b e h b s
AUhOTIZEd PEISON: e e e e s bt R e et r b
TelePRONE: e e b h e bbb s e
AAAIESS: e R s bR bR e et r b
CILY/COUNLIY: e e s eb b e r e b b s s bbb b e eh s e p b e b s

E-mail: e b s s b

SIGNATURE/CACHET:

SERVICE INFORMATION

AUhOTIZed SEIVICE: b b b bbb b
SEIVICE STAff: e b b e s bbbt e b s
Installation Date: e e e b b b bbb s b
Warranty Starting Date: e s s s s e
Warranty Expiration Date: e e e e

TelePhONe: e b R bbb e b
SIGNATURE/CACHET:

WARNING: Please have both copies of the Warranty Document signed by an Authorized Service Centre for it to be
valid. Before signing the Warranty Document, please 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.




