TR 2026

SAW TRAKTOR TPK-6T
KULLANIM KILAVUZU

@ NURIS



iCINDEKILER

GUVENLIK

Glvenlik Sembolleri ve Agiklamalari

Elektromanyetik Uyumluluk (EMU)

GENEL TANITIM

Makine parcalari

BAGLANTI SEKILLERI

SAW Gl Kaynagi Baglantisi

KULLANIM

Kontrol Paneli

Programlar

Ayarlar

TOZALTI KAYNAGI iLE iLGILi EK BILGI

DEPOLAMA VE KURULUM

BAKIM ONARIM

ARIZA NEDENLERI VE COZUMLERI

Sorun ve olasi sebepleri

NAKLIYE

URETICI FIRMA

TEKNIK SERVIS

o VW VW VW 00 O W w

N NN NN NN s A A
[ N S T N « - B U \© R |G B



| NT-RDV-USG-028 Rev. 1.1 TRAKTOR KULLANIM KILAVUZU

GUVENLIK

GUVENLIK SEMBOLLERI VE AGIKLAMALARI

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

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

& DiKKAT

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

o BiLGILENDIiRME

Kullaniciya tavsiyeler ve/veya ek bilgilendirmeler yapildigi anlamina gelir.

Uriintin kurulumunu yapmadan énce, kullanim kilavuzunun okunmasi firma tarafindan
| | tavsiye edilir. Saghginiz ve Griinln Gzin 6murlt kullanimricin tim etiketlere ve glvenlik

onlemlerine uyunuz.

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

Giivenlik uyarilan ve aciklamalar

& Cihazi kullanmadan 6nce bu kilavuzu dikkatlice okuyun. Bu cihaz sadece uygun egitimi
almis ilgili personel tarafindan kullanilabilir. Gvenli bir kullanim icin cihazin nasil dogru
bir sekilde kullanilabilecegi ve ne tip riskler igerdigi iyice anlasiimalidir. Dogru sekilde
kullanilmayan cihaz yuziinden olusabilecek her tlrlli olumsuz durum, yaralanma veya

vefat karsisinda Nuris Teknoloji herhangi bir yikimlalik tagimaz.
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ELEKTRIK CARPABILIR

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

KAYNAK DUMANI ve GAZLARI TEHLIKELIDiR

Kaynak yaparken mutlaka iyi havalandirilan yerde calisin. Kaynak sirasinda kullanilan
ortlicl gazlar insan sagligini tehlikeye atabilir. Kaynak sirasinda ortaya ¢ikan gazlari
ya da dumani solumayin. Bu duman ya da gazlar insan saglig agisindan tehlikelidir.

KAYNAK ARKI ISINLARI TEHLIKELIDIR

Kaynak arkindan c¢ikan isinlar son derece tehlikeli olup insan géziine kalici zarar
verir. Kaynak yaparken mutlaka kisisel koruyucu donanim (kaynak go6zlugu)
kullaniimalidir. Kaynak arkindan ¢ikan 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 ylksek 1sili kiigiik metal parcalar sicrayabilir. Ozellikle yakit
tanklar ya da benzeri parlayici / yanici maddelerin depolandigi alanlarda yapilan
calismalarda bu parlamaya ya da patlamaya neden olabilir. Riski dikkate alarak
uygun guvenlik énlemlerini (yangin sénduriici gibi) alin. Ayrica sicrayan metal
parcalar kisisel yaralanma ya da yaniklara neden olabilir. Bunu icin mutlaka uygun
kisisel koruyucu donanim (kaynak eldiveni, kaynak ayakkabisi, kaynak onligu gibi)
kullanin.

ELEKTRIK VE MANYETiK ALANLAR TEHLIKELi OLABILIR

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

KAYNAK MALZEMELERi YAKABILIR

Kaynak sirasinda is Gzerinde yiksek isi olusur. Bu isi insan hayati icin tehlikelidir ve
ciddi yaniklar olusturabilir. Kaynak yaparken mutlaka kisisel koruyucu donanimi
(kaynak eldiveni, kaynak ayakkabisi, kaynak 6nligi 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.

4
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KAYNAK YAPILIRKEN DIiKKAT 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 kullanilmalidir.

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

is ayakkabisi: Agir cisimlerin diisme olasiligina kargi, 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.

. Butlin kaynak islerinde calisilan ortamin havalandiriimasi gereklidir. Bununla birlikte kaynak
yapilan yerdeki asiri hava dolasiminin, koruyucu gaz tabakasini bozabilecedi 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 tlplere ya da borulara kaynak veya kesme islemi yapiimamalidir. 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 yapilacadi 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 parcaya cok iyi
temas etmelidir. Kaynak akim kablosu, icindeki spiralin kirllmamasi icin bukilmeden
kullanilmahdir.

e  Kaynak torcunun ucu goriilebilecek ve kaynak banyosu kontrol edilebilecek sekilde kaynak
yapiimalidir.

e Uzun sure ara veriimeden kaynak yapilmasi durumunda kaynak yapan kiside fazla su kaybi
meydana gelebilir. Bu nedenle uzun sureli kaynak yapilmamalidir.

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

5
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Genel Giivenlik Uyarilar

e Elektrik baglantilar kesinlikle yetkili kisiler tarafindan yapilmalidir.

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

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

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

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

e Agir cisimlerin disme 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 6nlemler alinmalidir.

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

e  Kaynak isleminin tamamlanmasindan sonra, bazi malzemelerin bir siire daha yanmaya devam
edebilecedi olasiligina karsl, kaynak yapilmis parcalar belli araliklarla kontrol edilmelidir.

. 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 uygulanmaldir.

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

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

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

. Kalp pili ya da isitme cihazlari,

e Olclim ve kalibrasyon icin kullanilan hassas cihazlar.

6
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Sanayi bdlgesinde kullaniimak Uzere tasarlanmis olan bu makinenin ev vb. yerlerde kullaniimasi
durumunda, olasi elektromanyetik etkileri dnlemek igin 6zel dnlemler almak gerekir. Bu gibi durumlarda
Nuris Teknoloji A.S. ile irtibata gecilerek teknik destek alinmalidir.

Makinenin kurulumu yapilmadan énce calisma alani, makinenin olusturabilecegi elektronik etkilerden
dolayi teknik sorunlarin ortaya cikabilecegi arac, gereg ve diger makineler bakimindan kontrol edilmelidir.

Calisma alaninin yakininda bulunan ve asagida siralanmis olan arag, gereg ve cihazlar EMU bakimindan
kontrol edilmelidir.

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

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

e  Cikis kablolari olanaklar dahilinde kisa tutulmali, Ust UGste degdil yan yana ve kullanicidan
mUmkiln oldugunca uzaga yerlestirilmelidir.

e  Sinyal kablolari ile glig kablolari birbirine yakin olmamalidir.

e Ozel durumlarda ekranli kablolarin kullanimi EMU'yu iyilestirebilir.

e Mimkin oldugu durumlarda, elektromanyetik yayiimlari azaltmak igin kaynak yapilan parga
topraklanmalidir. Kaynak yapilan parcanin topraklanmasinin, kullanict ve makine icin

problemler yaratmayacagindan ve/veya sagliksiz calisma kosullarina sebep olmayacagindan
emin olunmalidir.

7
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GENEL TANITIM

SAW TRAKTOR TP K-6T

SAW Traktori, SAW serisi gli¢ kaynagiyla (SAW 1000C) birleserek kullanilir. Yeni tasarimiyla ve gelismis
elektronik kontrol sistemiyle Ustiin performans saglar. Yeniden tasarlanmis tel sirme sistemi sayesinde
her tel capi rahatlikla kullanilabilir.

e Yenilenen kontrol tinitesi her tiir haberlesme sistemlerinin altyapisina uygun olarak tasarlanmis
ve daha teknolojik detaylar ile donatilmistir.

e Ayarlanabilir Burn-Back (geri yanma) zamani

e  Krater doldurma fonksiyonu

. Dil secimi

e Traktor ilerlemesi ve tel beslemesine enkoderler sayesinde hizli ve kolay erisim.

e Lazer kaynak dikis izleme

e Bellege kaydedilebilen 10 hazir kaynak parametreleri

e  Kaynak tozu vakum sistemi

e Tozfiltresi

e Traktor seyahat sistemi (opsiyonel) makas islemleri icin tasarlanmistir

e Traktdrln 6n ve arkasina takilan 6zel mekanizma ile egrisel kaynak dikislerini izleme yetenegi

e Kullanimi kolay tel bobin tutucu tasarim.

e Seslive gorsel uyari sistemi.

NURIS TEKNOLOJI AS. Tiim haklan sakhidir.

TEKNiK OZELLIKLER BiRiM DEGER
Besleme Gerilimi VAC 24
Giris Akimi A 9
Giris Guci VA 21.6
Gerilim Ayar Bolmesi \ 10-45
Tel Stirme Hizi Sahasi cm/dk 20-400
ilerleme Hizi cm/dk 20-200
Tel Capi mm 2.0,24,32,4
Agirhik Kg 70
Makine Boyutlari mm 400 x 825 x 1130
Garanti Yil 3
AKSESUARLAR
Uzaktan Kumanda Kablosu m 15
Kaynak kablosu m 15 (2 adet 70mm? paralel)
Sase Kablo m 15 (2 adet 70mm? paralel)
8
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MAKINE PARGALARI
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Toz kutusu

Eksen ayari kolu
Toz emis hava girisi
Toz emis hortumu

1

00 N O U1 A WN =

Tel siirme Unitesi

©o

Eksen ayari kolu

Wasnnane

-
o

Lazer

-
-

Nozzle
Vites
Eksen ayar kolu

-
N

-
w

Tablo 2.7 Par¢a tanumlart Sekil 2.1 Traktér TP K-6T

BAGLANTI SEKILLERi

SAW GUC KAYNAGI BAGLANTISI

Kurulum yetkili bir elektrik teknisyeni tarafindan yapilmalidir.

e lletisim kablosunu SAW giic kaynagi ile traktér arasina
baglayiniz. Traktérde baglanacak kisim sekilde (Sekil
3.1 -a) gosterilmistir.

e s parcasi ile cihaz (-) arasina kaynak déniis kablosunu
baglayiniz.

e  Tel sirme ile cihaz (+) arasina kaynak kablosunu
baglayiniz.

e  Toprak kablosunun bagli oldugundan emin olunuz.

Sekil 3.1 SAW Gii¢ kaynagt baglantist

9
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KULLANIM
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Sekil 4.1 Kontrol paneli

NO ACIKLAMA
1 LCD Gosterge
2 Lazer agma/kapama
3 Hizl tel besleme/geri cekme
4 Kaynak baslat
5 Kaynak durdur
6 Gerilim ayar enkoderi / Menu secimi
7 Traktor hiz ayar enkoderi
8 Tel hiz ayar enkoderi /Geri
9 Shift tusu
10 | Tel besleme ileri
11 Traktor geri yon tusu
12 | Traktor ileri yon tusu
13 | Tel besleme geri

10
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KONTROL PANELI

Kontrol paneli (Sekil 4.1), kaynagi baslatip durdurmasi ve kaynak akimini izlemesi icin kullanicinin bitin
parametreleri kontrol etmesine imkan verir. Kullanici, farkl kaynak parametreleri iceren 10 farkli kaynak
programi kaydedebilir. istenilen &zel bir kaynak icin bu parametrelere kolaylikla erisilebilir.

SAW glic kaynagdi acildiktan sonra kontrol paneli calismaya baslar. Sistemde hata yoksa, kendi kendini
kontrol ettikten sonra ana meni gostergede goriinir. Ana meni asagidaki bolimleri igerir.

Kaynak gerilimi
Traktor Hizi

Tel Strme Hizi
Program numarasi
Kaynak Akimi

vuhwn =

°1°m/dk (::l\m/dk

Sekil 4.2 Actlis ekrant

Lazer isaretleyici

)
Lazer isaretleyicisi kaynak kafasinin pozisyonunu ayarlamak icin kullanilir. ‘@ tusuna basilarak
acilir / kapanir. Agik oldugu durumda Sekil 4.3 ‘de gosterildigi gibi ikon sari olur.

Sekil 4.3 Lazer agma kapatma tusu

11
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PROGRAMLAR
Sekil 4.1-6'da gosterilen enkodere basil tutularak
se¢im moduna gegilir. Programlar menisi acilir @ P1 @
(Sekil 4.4).

| Programlar }

Sekil 4.4 Programlar secimi

Enkodere bir kez daha basilarak programlar
mendistine girilir. Bu meniide Program Menu
e Program yiikle '
e Program Kaydet
e  Parametreler secenekleri
bulunmaktadir.

Program Yiikle

Program Kaydet

Parametreler

“Program kaydet” secenegiyle istenen PROGRAM : 1

parametrelerde ayarlar yapilarak kaydedlllr: [el Baslangic Hi

Toplam 10 kayith program secenegi Yumusak Baglangic Siiresi
bulunmaktadir. Manuel Tel Hiz

Krater Doldurma Siiresi

Geri Yanma Sdresi

Hot Start Orani -

Hot Start Stiresi :03 ms
Hareket Modu : Otomatik

Sekil 4.6 Program ayarlart

Parametreler  bolimine gelerek enkodere B OGRAM 1
basilarak i icerisind irilir. Sekil 4.6' d Krater Doldurma Siiresi :0.1 ms
a5|ar§ menu |(;er.|s!n e g - 3¢ : a Geri Yanma Sdresi :0.1 ms
gosterilen ekran sizi  karsilar. Bu sekmede Hot Start Orani :5.0
degistirmek istenen ayarlar enkoder yardimiyla Hot Start Siiresi :03ms -
| kil 4.1-8'deki . koderi Hareket Modu :Otomatik
ayarlanir.  Seki . eki geri enkoderine Manual Traktér Hizi .
basilarak mentden cikilir. Hizh Mod Traktor Hizi

Sekil 4.7 Program ayarlart

AYARLAR

Sekil 4.1-6'da gosterilen enkodere  basili
tutularak  secim  moduna gecilir. Enkoder
dondirilerek  ayarlar  menusiine  getirilir
(Sekil 4.8).

Sekil 4.8 Ayarlar mentisii

12
NURIS TEKNOLOJI AS. Tiim haklan sakhidir.



NT-RDV-USG-028 Rev. 1.1 TRAKTOR KULLANIM KILAVUZU

Enkodere tekrar tiklanarak ayarlar menisu agilir.
Sekil 4.9'da gosterilen ekran agilir. Ekranda
degistirmek istenen ayarlarin Ustline enkoder
cevrilerek gelinir. Belirlenen ayara gelindiginde
enkodere basilarak degistirilebilir hale gelir.
Enkodere 2. Kez basildiginda ayar islemi
tamamlanarak kaydedilir. Sekil 4.1-8'deki geri
enkoderine basilarak menuden cikilir.

Ayarlar
Lisan/Language
Fabrika Ayarlarina Don z
Tel Hiz1 Degisimi :0.02

Voltaj Degeri Degisimi :1.0
Traktor Hizi Degisimi :0.1

Yazilim Versiyonu :1.06

G.K Yazihm Versiyonu :2.00
Calisma Saati = . 251N

: Tirkce

Sekil 4.9 Ayar arametreleri

GERILiM AYARI

Sekil 4.1-6 enkoderi ile gerilim degeri degistirilebilir.

TEL HIZININ AYARLANMASI

Sekil 4.1-8 tel hiz ayar enkoderiyle ayarlanabilir.

TRAKTOR HIZININ AYARLANMASI

Sekil 4.1-7 enkoderi ile traktor hiz ayari yapilir.

Tel Besleme Toplama

) (), (4) . (<) .
Tel stirme ve toplama "/ ve ““—+tuslar ile yapilir. “—” tusuna basilarak hizli operasyon uygulanabilir.

Kaynagi Baglatma / Durdurma

\ tusuna basilarak kaynak baslatilir. “— tusuna basilarak kaynak durdurulur. Kaynak basladiginda
Sekil 4.4 'teki gibi ekran sari olur.

40.0 V

255
Olom/dk Sdmak -

=2

Sekil 4.10 Kaynak durumunda ekran
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TRAKTOR YONUNUN MANUEL OLARAK BELiRLENMESI

Sekil 4.1-9'daki Shift tusuna basildiktan sonra traktér yon tuslarindan birine basilarak kaynak esnasindaki

traktor yonu belirlenir.

KAYNAK TELiNiN TAKILMASI

e  Sabitlestirme tel makarasi tasima manivelasinin dért vidasini gevsetiniz ve ¢ekerek ceviriniz,
tel makarasini makara tasiyicisina itiniz, dort vidayr makara disariya cikmayacak sekilde disa
ceviriniz ve makine tastyici manivelasinin sabitlesme vidasini sikiniz.

e  Tel capi ile kaynak memesinin uyumlu oldugundan emin olunuz.

e  Surme makaralarindaki olugun icine telin ucunu yerlestiriniz.

e  Telin ilerlemesine musaade edecek sekilde tel dizelticisini sola hareket ettiriniz.

e  Besleme makaralarinin icinden teli ydnlendirirken elle tel siirme anahtarini asagi ydonde gekiniz.

e Nozul giris deliginden telin ilerlemesine yardim ediniz.

e  Kaynak memesinden disari ¢ikincaya kadar teli beslemeye devam ediniz.

KAYNAK TOZU KUTUSUNUN DOLDURULMASI

Toz kutusunun Ustiindeki kaynak tozu vanasini kapatiniz.

Toz geri toplama kilidini yukari ceviriniz ve toz geri toplama Unitesini ¢ikariniz.

Kaynak tozu kutusunu, kuru kaynak tozu ile doldurunuz.

Toz geri toplama Unitesini yerine koyunuz ve toz geri toplama kilidini siki bir sekilde asagiya itiniz.

HMwn =

TOZALTI KAYNAGI iLE iLGiLI EK BiLGi

Operatorin iyi kaynak yapabilmesi icin gerekli kaynak parametreleri ve kaynak Uzerindeki etkileri
hakkinda bilgi sahibi olmalidir. Bir kaynak islevi gerceklestirmek icin dikkat edilmesi gereken konular
asagidaki gibidir.

. Kaynak akimi,

e Kaynak gerilimi,

e ilerleme hizi,

e  Elektrot boyuty,

. Elektrot uzantisi,

e  Kaynak tozu tabakasinin genislik ve derinligi.

Kaynak Akimi

Kaynak akimi, elektrotun erime hizini ve bundan dolayi doldurma hizini, nifuz derinligini ve eriyen taban
metalini kontrol eden en etkili degiskendir.

o BiLGILENDIRME

Eger hareket hizina goére akim fazla yiiksek olursa erime derinligi ve girme miktar fazla olacaktir.
Elde edilen kaynak, yapistirilan metalleri boydan boya eritebilir. Yiksek akim ayni zamanda asiri
doldurma seklinde elektrot israfina sebep olabilir. Bu asiri kaynak ayni zamanda kaynak bizilmesini
14
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artinr ve daha biyuk bozuntuya sebep verir. Akim ¢ok az ise yetersiz ntfuziyet veya eksik erimeye
sebep olabilir.

Kaynak akimt ile ilgili asagida g kural vardir:

1. Akimi artirmak nifuziyeti ve erime hizini artirir.
2. Asir akim delen bir ark ve alttan kesme veya ylksek ve dar bir dikisle sonuglanir.
3. Cok dustuk bir kaynak akimi kararsiz bir arka sebep verir.

Kaynak Gerilimi

Kaynak gerilimi ayari elektrot ile erimis metal arasindaki ark uzunlugunu belirtir. Toplam gerilim artirilir
ise ark uzunlugu artar. Gerilim azaltilirsa ark uzunlugu azalir. Gerilimin, elektrot erime hizi tGizerindeki
etkisi azdir. Bu kaynak akimi tarafindan belirtiimektedir. Gerilim, en basta dikis kesitini ve dis goriintsu
belirtir.

Kaynak gerilimini, sabit akim ve ilerleme hiziyla arttirmak:
1. Daha yassi ve daha genis bir dikis olusturur.
Kaynak tozu sarfiyatini artirir.
Celigin Ustlinde pas veya clirufun sebep oldugu gézenekleri azaltir.
Uyum kotl oldugu zaman asir kdk agiimasina ve kdpri olusmasina yardimci olur.
Kaynak tozundan alasim elemanlarinin sogrulmasina artirir.

vk W

Asir yuksek gerilim:
1. Catlamaya meyilli genis bir kaynak dikisi olusturur.
2. Acili kaynaklarda curuf ayiklanmasini zorlastirir.
3. Catlamaya maruz kalabilecek i¢ bikey seklinde bir kaynak olusturabilir.
4.  Duz kaynaklarin alt kesme kenarlarini artirir.

o BiLGILENDIiRME

Gerilimi diistirmek daha sert bir ark olusturur. Bu da niifuziyeti, derin bir kaynak oluguna niifuziyeti
ve ark Uflemesinin dayanikliligini artirir. Asin dsik bir gerilim yiksek, dar bir dikis olusturur ve dikis
kenarindan curuf ¢ikariimasini zorlastirir.
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ilerleme Hizi

ilerleme hizi arttinilirsa bir dikisin birim uzunlugunda 1si giicii azalir ve iki kaynak birim uzunlugunda daha
az dolgu metali uygulanir. Bu da daha kiiciik kaynak takviyesine sebep olur. Boylece kaynak dikisi daha
azolur.

Kaynak nifusu, akimdan baska herhangi bir parametreden daha fazla ilerleme hizindan etkilenir. Bu,
erimis metal havuzunun kaynak elektrotunun altinda bulundugu asiri yavas hizlarin disinda dogrudur. O
zaman arkin niifus kuvveti erimis havuz tarafindan yastiklanir. Asiri hiz alt kesmeye sebep olabilir.

Sinirlar dahilinde ilerleme hizi, kaynak boyunu ve nifus miktarini kontrol edecek sekilde ayarlanabilir. Bu
yonden akima ve kaynak tozu tipine bagimlidir. Asiri ilerleme hizi alt kesme, ark tflemesi, gézenek ve
duzensiz kaynak dikisini arttirir. Nispeten dusiik hizlar gazlarin erimis metalden kagma zamanini saglar
ve bdylece gozenekler azalir.

Asin distk hiz:
1. Catlamaya yonelik i¢ bikey bir dikis sekli,
2. Asin arka maruz kalma operator igin rahatsiz edicidir,
3. Arkin etrafinda akan genis bir eriyik havuz ctruf girisleri iceren kaba bir dikis olusturur.

Elektrot Boyutu

Elektrot boyutu sabit akim ve doldurma hizinda kaynak dikisi seklini ve giris derinligini etkiler. Herhangi
bir akimda ufak bir elektrot capi daha biylk akim yogunluguna ve elektroda kiyasla daha yiksek
doldurma yogunluguna sebep olur. Bununla beraber biytk bir elektrot daha kiigiik bir elektroda kiyasla
daha buyik bir akim tasiyabilir ve daha ylksek akimda daha yliksek doldurma hizi gerceklestirebilir. Arzu
edilen bir elektrot besleme hizi, motorun saglayabileceginden daha biyik ise veya daha dustik ise boyda
elektrot segimi istenilen doldurma hizini saglayabilir.

Elektrot Uzantisi

125 A/mm? ‘den daha yiiksek akim yogunluklarinda elektrot uzantisi dnemli bir degisken olmaktadir.
Yiksek akim yogunluklarinda ark ile kaynak memesi arasinda kalan elektrot direng isinmasi elektrotun
erime hizini arttirir. Elektrot uzantisi ne kadar uzunsa isinma miktari o kadar fazla ve erime hizi o nispette
yiikselecektir. Bu dirence genel olarak I°R isinmasi denir. Bir yéntemi gelistirmekte elektrot capinin
yaklasik 8 katina esit bir elektrot uzantisi iyi bir baglama noktasidir. Yontem gelistikce belli bir akimda en
uygun elektrot erime hizini elde edecek sekilde degistirilir.

Arttinlmis bir elektrot uzantisi kaynak devresine bir direng elemani ekler ve énceden arka verilen enerjiyi
harcar. Arkin Uzerinde daha kiclik bir gerilim dikis genisligi ve nlfus azalir. Cinki daha dusik ark voltaji
dikisin dis-bukeyligini arttirir. Dikis sekli normal elektrot uzantisindan elde edilen sekilden farkli olacaktir.
Bu nedenle daha yliksek erime hizindan yararlanmak icin elektrot uzantisi arttirilinca, makinadaki gerilim
ayari dogru ark uzunlugunu saglayacak sekilde arttirnimalidir. Kaynak memesinin durumu etkili elektrot
uzantisini etkiler.

Akimi degistirmeden uzun elektrot uzantilar kullanarak doldurma hizi %25 ile %50 kadar arttirilabilir.
Arttinlmis bir doldurma hizinin yaninda azalan bir giris olur. Bu nedenle derin bir giris istenildiginde uzun
elektrot uzantisi 6nerilmez.
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Tutarh kaynak sartlarini saglamak icin kaynak memeleri belirtilmis araliklarla degistirilmelidir.

Kaynak Tozunun Genisligi ve Derinligi

Taneli kaynak tozu tabakasinin genisligi ve derinligi bitmis dikisin gérinimini ve saglamhgini, ayni
zamanda kaynatma etkinligini etkiler. Eger taneli kaynak tozu tabakasi fazla derin ise ark fazla
sinirlandirilir ve ip gértinimli kaba bir dikis verir. Kaynak sirasinda olusan gazlar kolaylikla kagamaz ve
erimis metalin ylzeyi sekil degistirir. Eger taneli tabaka ¢ok si§ ise ark tozun altinda tamamen
gomilmeyecektir. Parlama ve sicramalar meydana gelecektir. Herhangi kaynak sarti takimi icin en uygun
bir kaynak tozu derinligi vardir. Bu derinlik kaynak tozu akisini ark gdmilip alevlenmenin meydana
gelmedigi ana kadar yavas yavas tespit edilebilir. Gazlar o zaman elektrot etrafinda yavasca
kopuklenecek, bazen de tutusacaktir. Kaynak sirasinda erimemis tane seklindeki kaynak tozu erimis tozun
katilasmasindan sonra kaynak bélgesinden kisa bir mesafe 6tede cikartilabilir. Bununla beraber kaynagin
1sisi kaynak kalinligi boyunca muntazam bir sekilde dagilincaya kadar kaynak tozunu yerinde birakmak
en iyisidir.

Kaynak metali ylksek sicaklikta iken kaynak tozu zor olarak gevsetilmemelidir. Sogumaya misaade
edildigi zaman erimis kaynak tozu kolaylikla sokultr. O zaman ufak bir gayretle fircalanabilir.

e Kaynak tozunu yerinden kazanmak Uzere toplandigi zaman yabanci maddelerin beraber
toplanmamasi 6nemlidir. Bunu saglamak icin toz serpilmeden 6nce kaynak ekinin her iki tarafinda
yeterince genis bir alan temizlenmelidir.

e Toplanan kaynak tozunun icerisinde kaynasmis parcalar iceriyorsa 3.2mm’'den daha buyik
olmayan delikleri olan bir elekten gecirilip kaba parcalar ayiklanmalidir.

e imalatgl tarafindan ambalajlandigi zaman kaynak tozu tamamen kurudur. Yitksek neme maruz
kaldiktan sonra kavrularak kurutulmalidir. Kaynak tozunda nem, kaynagin gozenekli olmasina
sebep olur. imalatcinin dnerilerine uyulmalidir.
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DEPOLAMA VE KURULUM

DEPOLAMA VE CALISMA ORTAMI

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

e  Kullanilmadan uzun siire bekletilecek ise, sogutma sivisi bosaltilmalidir.

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

. Calisma sirasina kolayca hava alabilmelidir.

TASIMA

e Gii¢ Unitesinin yeri degistirilirken, tutamaglar veya tagima halkalarindan tutulmalidr.
e Yerdegistirmek igin kablo, tor¢ veya hortumlardan kesinlikle cekilmemelidir.

e  Yer degistirme isleminden 6nce makinenin kapali oldugundan ve elektrik baglantisinin

kesilmis oldugundan emin olunmalidir.

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

sokilmelidir.

e  Tasima sirasinda kullanilacak zincirler ve/veya halatlar esit uzunlukta olmali, esit yik dagilimi

saglanmali ve makine dengeli sekilde kaldirimalidir.

e Kullanildigi dlkenin ilgili yonetmelikleri, is givenligi ve kaza onleme kurallari dikkate

alinmaldir.
e  Tasima sirasinda makinenin altindaki tehlikeli alanda kimse olmamalidir.

e Bazi makineler son derece agirdir, bu nedenle yerleri degistirirken gerekli cevresel glivenlik

onlemlerinin alindigindan emin olunmalidir.
e  Tasima esnasinda is ayakkabisi giyilmelidir.

YERLESTiRME

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

e  Kaynak makinesi, operatériin calismasini olumsuz sekilde etkileyecek kadar yakinda

olmamalidir.
e  Makine, hava girislerinden kolayca hava alabilecek sekilde yerlestirilmelidir.
e  Zemin islak ve calisma ortami asiri nemli olmamalidir.
e  Makinenin igine girebilecek toz ve kirin en az miktarda olmasina dikkat edilmelidir.

e  Kablolar Ust Uste istiflenmemeli, kablolar ve makine operatoriin ayni tarafinda ve operatdrden

mumkin oldugunca uzakta olmalidir. Kablolar operatériin cevresinde ve daginik sekilde

olmamalidir.

e  Gaz tupl kaynak yapilan alandan uzakta olmali, isinmamali ve kaynak kivilcimlarindan

etkilenmemelidir.

e  Makine, calisma ve depolama sirasinda, elektromanyetik hassasiyete sahip cihazlarin yakinina

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

e Tum elektriksel baglantilar kontrol edilmelidir.

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

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

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

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

e Asagida belirtilen periyotlar, cihazda herhangi bir teknik sorun yasanmamis olmasi durumunda
gecerlidir. Makinenin kullanim sikligina, ¢alisma ortaminin yogunluguna ve kirliligine gore
belirtilen periyotlar kisaltilabilir.
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BAKIM ONARIM

Tum elektriksel baglantilar kontrol edilmelidir.

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

Olasi is kazalarini ve makinede olusabilecek arizalari énlemek 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 &zellikleri ile bu kilavuzda belirtilenlere uygun olarak
kullanildiginda, dnemli bir bakim islemi yapilmasini gerektirmez. Bununla beraber makinenin
ylksek verimde kullanilabilmesi ve teknik émriinin uzun olmasi icin asagida aciklanmis olan
bakimlar yapiimalidir.

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

Giinliik bakim

Makine calistinlmadan 6nce, elektrik giic 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 énce kontrol edilmelidir.

Ucg aylik bakim

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

Alti aylik bakim

Elektrik glic besleme baglanti uclar kontrol edilmeli, gevsekse sikilmalidir.

Yan kapaklar acilarak, buradaki tim enerji baglanti uclar sikistiriimalidir.

Makinenin kaporta ve diger kisimlarinda ulasilabilir butiin civata ve somunlar kontrol edilmeli,
gevsek olanlar sikilmalidir.

Makinenin icinde biriken toz, basingli kuru hava ile temizlenmelidir. Makine ¢ok kirli ortamlarda
kullaniliyorsa, bu temizlik alti aydan kisa sireli periyotlarda yapilmalidir.

Periyodik olmayan bakimlar

Kaynak sase kablosu ve torg baglantilarina 6zel dikkat gosterilmelidir. Bu baglantilar yiksek
akim tasimaktadirlar ve herhangi bir yiiksek isi artisina karsi temiz tutulmalidirlar.
Torg tzerindeki sarf malzemeler diizenli olarak temizlenmeli, gerekiyorsa degistiriimelidir.
iyi bir kaynak kalitesi icin, kaynak teli paslanmis veya korozyona ugramis ise, yenisiyle
degistirilmelidir.
Makinenin tzerindeki etiketler kirlenmis ve okunmakta zorlaniliyor ise temizlenmelidir.
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ARIZA NEDENLERIi VE COZUMLERI

SORUN VE OLASI SEBEPLERI

Sorun gidermeden once litfen tim gl¢ baglantilarini kontrol edin. Sebeke baglantisi (¢ fazli
bir sistemdir. Daima her faz igin nominal gerilim seviyesini kontrol edin. Kaynak gii¢ kaynagdt,
tek fazli kayip durumunda performansi dusurebilir.

Tum elektriksel baglantilar kontrol edilmelidir.

Gevsek baglantilar uygun torkla sikilmalidir.

Cihazin mekanik yapisinda bulunan somun ve civatalar gevsemeye karsi kontrol edilmelidir.
Gevseyen somun ve civatalar uygun torkla sikilmahdir.

Haberlesme kablosu siyriklara karsi kontrol edilmelidir. Siyrik — kesik tespit edilen bolgeler
onarilmali, gerekli durumlarda haberlesme kablosu timden degistiriimelidir. Haberlesme
kablosu traktor icin gerekli enerjiyi de tasidigi icin olasi kisa devrelere karsi dikkatli
olunmalidir.

Makine fani kontrol edilmelidir. Fanin rahat dondugu gozle kontrol edilebilir.

Makine icine zamanla toz dolabilir. Bu tozu temizlemek icin basingl kuru hava kullanilabilir.

Hata durumlari igin asagidaki tabloyu kullanin:

Sebeke baglantisinda en az 1 faz arizali, kopuk ya

Faz kontrol gostergesi yanmiyor da sigortasi atmis olabilir.
Gii¢ kaynagi ile iletisim kaybi Gug kaynagi ile irtibat kablosu kontrol edilmelidir.
Kaynak gii¢ kaynagi biriminde asiri Makineyi bir siire sogumaya birakiniz.

isinma meydana gelmistir.

Kaynak kablolari fazla isintyor Gevsemis baglanti uclari

Yetersiz kaynak kablosu kesiti
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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 tasiyabilirsiniz.

« Tasima esnasinda tiim elektrik baglantilar s6kilmis olmasi gerekmektedir.

« Cihazi yan ya da bas asagdi tagimayiniz.

« Cihazlan Ust tiste koymayin. istiflemeye uygun degildir.

* Nakliye sirasinda darbelerden ve dis hava sartlarindan koruyunuz.

URETICi FIRMA

NURIS TEKNOLOJi ve MAKINE SAN. TIC. AS.

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 bolgede uygun bir teknik servi yoksa merkez teknik servis icin asagidaki adresle iletisime

gegin:

NURIS TEKNOLOJi ve MAKINE SAN. TIC. AS.

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

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

1.  Garanti Stiresi, iiriin teslim tarihinden itibaren baslar ve 3 (li¢) yildir.

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

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

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

5. Uriin fatura ve irsaliyesi garanti belgesi yerine gegmektedir.

6. Torg ya da elektrot pensesi gibi yipranan parc¢a 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 parcgalar sarf malzemesidir ve garanti kapsami disindadir.

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

8.  Nuris Teknoloji garantisi kapsamindaki {iriin 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 agtiktan sonra igerik listesiyle kutu
icerigini kontrol ediniz.

9.  Asagidaki durumlarda iiriin garanti kapsami disinda kalir:

o Nuris Teknoloji yetkilileri disinda agilmis veya sokiilmiis tiriinler,

o  Yanlis kullanim ve ihmalden kaynakli zarar gérmiis iiriinler,

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

o  Yiikleme, bosaltma gibi nakliye islemleri sirasinda asir1 sarsilma ve/veya darbe gorme
sonucu arizalanan triinler,

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

o  Orijinal ve uygun olmayan yedek parca ve aksesuarlarin kullanilmasi sonucu
arizalanan urinler,

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

10. Nuris Teknoloji'nin yukarida belirtilen, garanti kapsamindaki tirtinlerin kusurlu olmasi 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 degildir.
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SAFETY

SAFETY SYMBOLS AND DESCRIPTIONS

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

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

/N\ cauTioN

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

© inrFormATION

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

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

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

Safety Warnings and Instructions

Read this manual carefully before operating the device. The device should only be

A operated by personnel with proper training. To ensure safe operation, users should
understand the correct usage procedures and be fully aware of the potential risks. Nuris
Technology will not be held responsible for any accidents, injuries, or fatalities resulting
from improper use of the device.
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THINGS TO BE CONSIDERED WHEN WELDING

The welding machine should not be operated, nor should any welding be performed, without the use
of the following protective gear:

Welder’s Hand or Head Mask: Failure to use these may result in eye damage caused by arc rays.

Welding Gloves: To protect against heat and splatter, gloves should be made of leather, have
extended cuffs, and cover the wrists.

Welding Suit: Avoid using synthetic material as it can ignite quickly due to welding sparks. Use
flame-resistant clothing designed for welding.

Safety Shoes: Metal-toe safety shoes are necessary to protect against potential falling heavy
objects.

Earplugs/Earmuffs: Prolonged exposure to welding noise may cause hearing damage, so
appropriate ear protection should be used.
e Welding should never be performed while the machine's covers and panels are open.

e [tis necessary to ventilate the welding area (workshop, room, laboratory, etc.) in all welding works.
However, it should be remembered that excessive air circulation in the welding area can disrupt
the protective gas layer. The welding area refers to the physical space where the welding operation
is performed, and the smoke generated during the process spreads within this welding area.
Burning sensations and irritations in the eyes, nose, and throat are the main symptoms of
insufficient ventilation. When such a situation is encountered, ventilation should be increased
immediately, and the welding process should be stopped if the problem persists.

e Precautions should be taken before welding operations on fully enclosed tubes, boilers, pipes, and
similar objects. Such items should be vented, emptied, and thoroughly cleaned before any welding
begins. Any flammable or explosive properties of the object should be eliminated.

e The welding process should be stopped, and the machine should be disconnected from the grid
system in rainy weather. Otherwise, there may be an electric shock and malfunction of the machine.

e The place where the welding process will be performed should be wide enough to provide
comfortable movement to the person doing the welding. The surfaces of the parts to be welded
should be cleaned with a steel brush or grinding equipment.

e  The grounding clamp should be attached as close as possible to the welding area and should make
secure contact with the workpiece. The welding current cable should be used without bending to
avoid damaging the internal spiral

e Welding should be carried out in a way that ensures the tip of the torch is visible and the welding
pool can be easily controlled.

e It is not recommended for the operator to weld for long periods, as it may lead to postural
problems. To mitigate this risk, it is recommended to use the machine behind the operator when
welding.

e  The operator may experience water loss during prolonged welding. To ensure the operator's health,
it is recommended to avoid welding for extended periods.
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General Safety Warnings

e  Electrical connections should be made by authorized personnel only.

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

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

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

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

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

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

e To ensure fire safety in the welding area, keep suitable fire extinguishers (dry chemical type) and
materials readily available at all times. Flammable materials such as gasoline, oil, and similar
substances should be kept away from the welding area.

e After completing the welding process, check the welded parts at regular intervals, as some materials
may continue to burn for a period of time.

e  Before performing maintenance and repair operations on the machine, the electrical connection
of the machine should be disconnected, and the machine should be allowed to cool down for 5
minutes.

ELECTROMAGNETIC COMPATIBILITY (EMC)

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

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

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

e  Computer or computer-based industrial control systems,

e  Safety control systems,

. Pacemaker or hearing aids,

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

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

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

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

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

e  Signal cables should not be placed near power cables.

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

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

SAW TRACTOR TP K-6T

The SAW Tractor is designed to be used in conjunction with the SAW series power source (SAW
1000C). With its new design and advanced electronic control system, it delivers superior performance.
The redesigned wire feeding system enables smooth operation with all wire diameters.

e  The upgraded control unit is designed to be compatible with all types of communication
infrastructure and is equipped with advanced technological features.

e  Adjustable burn-back time

e  Crater fill function

e  Language selection

e  Fast and easy access to tractor travel and wire feeding via encoders

e  Laser weld seam tracking

e Memory for storing 10 preset welding parameters

e Welding flux vacuum system

e Dust filter

e  Optional tractor travel system designed for shearing operations

e  Capability to follow curved weld seams using a special mechanism mounted on the front and
rear of the tractor

e  User-friendly wire spool holder design

e Audible and visual warning system

TECHNICAL SPECIFICATIONS UNIT VALUE
Input Voltage VAC 24
Input Current A 9
Input Power VA 21.6
Voltage Adjustment Range Vv 10-45
Wire Feed Speed cm/min 20-400
Speed of Progress cm/min 20-200
Wire Diameter mm 2.0,24,32,4
Weight kg 70
Machine Diameter mm 400 x 825 x 1130
Warranty year 3
ACCESSORIES
Remote Control Cable m 15
Welding Cable m 15 (2 pieces 70mm? parallel)
Chassis Cable m 15 (2 pieces 70mm? parallel)
32
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MACHINE PARTS

NO
14
15
16
17
18
19
20
21
22
23
24
25
26

DESCRIPTION

Wire spool bearing
Control Box

Welding Flux Bag

Flux Box

Axis Adjustment Lever
Flux Extraction Air Inlet
Flux Extraction Hose
Wire Feeding Unit
Axis Adjustment Lever
Laser

Nozzle

Gear

Axis Adjustment Lever

Table 2.2 Part Description

CONNECTION TYPES

Figure 2.2 Tractor TP K-6T

SAW POWER SUPPLY CONNECTION

Installation must be carried out by a qualified electrical technician.

Figure 3.1 SAW Power supply connection

Connect the communication cable between the SAW
power source and the tractor. The connection point on
the tractor is shown in Figure 3.1-a.

Connect the welding return cable between the
workpiece and the device (-).

Connect the welding cable between the wire feeder
and the device (+).

Ensure that the grounding cable is properly connected.
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OPERATION

10
11
12
13

,gﬁgwum;

@ @

Figure 4.1 Control Panel

DESCRIPTION

LCD Display

Laser ON/OFF

Fast wire feed/retraction

Start Welding

Stop Welding

Voltage Adjustment Encoder / Menu
Selection

Tractor Speed Adjustment Encoder
Wire Speed Adjustment Encoder / Reverse
Shift button

Wire Feed Forward

Tractor Reverse Button

Tractor forward button

Wire feed back
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CONTROL PANEL

The control panel (Figure 4.1) allows the user to manage all parameters required to start and stop the
welding process and monitor the welding current. The user can save up to 10 different welding
programs with various welding parameters. These parameters can be easily accessed for specific
welding applications.

Once the SAW power source is switched on, the control panel becomes operational. If there are no
system errors, it performs a self-check and then displays the main menu on the screen. The main menu
includes the following sections:

Welding Voltage
Tractor Speed

Wire Feeder Speed 2 .54 1 . 2 40_0 V

Program Number | B —

0. Welding Current
Prmyak  Gghm/ck

S LYoe N

Figure 4.2 Opening Screen

Laser Marker

The laser marker is used to adjust the position of the welding head. It can be turned on or off by pressing
the button. @ When activated, the icon turns yellow, as shown in Figure 4.3.

Figure 4.3 Laser on/off button
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PROGRAMS

By pressing and holding the encoder shown in
Figure 4.1-6, the selection mode is activated. The
Programs menu then opens (Figure 4.4).

Pressing the encoder once more enters the
Programs menu. This menu includes the following
options:

e Load Program

e  Save Program

. Parameters

Using the “Save Program” option, settings can be
adjusted and saved with the desired parameters.
A total of 10 program slots are available for
saving.

Navigate to the Parameters section and press the
encoder to enter the menu. The screen shown in
Figure 4.6 will appear. In this tab, the desired
settings can be adjusted using the encoder. To
exit the menu, press the Back encoder shown in
Figure 4.1-8.

SETTINGS

Figure 4.4 Programs selection

|
1 & Load Program
Save Program

- —

Figure 4.5 Program menu

PROGRAM : 1

Soft Start Time
Manual Wire Speed
Crater Fill Time
Burn Back Time
Hot Start Ratio

Hot Start Time
Motion Mode

PROGRAM : 1

Crater Fill Time

Burn Back Time

Hot Start Ratio

Hot Start Time
Motion Mode

Manual Tractor speed
Fast Mode Tractor Spe:

Figure 4.7 Program settings

By pressing and holding the encoder shown in
Figure 4.1-6, the selection mode is activated.
Rotate the encoder to navigate to the Settings
menu (Figure 4.8).

Figure 4.8 settings menu
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Press the encoder again to open the Settings Settings

menu. The screen shown in Figure 4.9 will appear. Language/Lisan :English
Rotate the encoder to highlight the setting you Set Factory Reset :

Wire Speed Resolution :0.01

wish to modify. o Voltage Value Resolution  :0.2
Once the desired setting is selected, press the Tractor Speed Resolution  :0.1

encoder to enter edit mode. Press the encoder a Softwfatu;: Veraion ;gg

i ; ; P.S Software Version 12
seFond time to confirm and save the setting. To Working Hour 1631:18
exit the menu, press the Back encoder shown in
Figure 4.1-8.

Figure 4.9 Settings Parameters

VOLTAGE SETTING

The voltage value can be adjusted using the encoder shown in Figure 4.1-6.

WIRE SPEED ADJUSTMENT

The wire speed can be adjusted using the wire speed encoder shown in Figure 4.1-8.

TRACTOR SPEED ADJUSTMENT

The tractor speed is adjusted using the encoder shown in Figure 4.1-7.

WIRE FEEDING AND RETRACTING

Wire feeding and retracting are performed using the “-
enables fast operation.

Welding Start/Stop

’,/7—«‘\\\ =
on )| (o

7 button to stop welding. When welding starts,

-

75

7
W\

Press the ‘“— button to start welding. Press the
the screen turns yellow as shown in Figure 4.4.

Figure 4.10 Welding Status Screen
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MANUAL SELECTION OF TRACTOR DIRECTION

After pressing the Shift button shown in Figure 4.1-9, the tractor direction during welding is set by
pressing one of the tractor direction buttons.

INSTALLING THE WELDING WIRE

e Loosen the four screws of the wire spool carrier lever, pull and rotate it. Push the wire spool
onto the spool holder, then tighten the four screws so that the spool does not come out (as
shown in the figure). Finally, tighten the locking screw of the machine carrier lever.

e Ensure that the wire diameter is compatible with the welding nozzle.

e Place the end of the wire into the groove of the feed rollers.

e Move the wire straightener to the left to allow the wire to advance smoothly.

e While guiding the wire through the feed rollers, manually pull the wire feed switch
downward.

e Assist the wire advancement through the nozzle inlet hole.

e  Continue feeding the wire until it exits the welding nozzle.

FILLING THE WELDING FLUX BOX

1. Close the welding flux valve located on top of the flux box.

2. Turn the flux recovery lock upwards and remove the flux recovery unit.

3. Fill the flux box with dry welding flux.

4.  Replace the flux recovery unit and firmly push the flux recovery lock downward to secure it.

ADDITIONAL INFORMATION ABOUT SUBMERGED ARC WELDING

The operator must have knowledge of the necessary welding parameters and their effects on the weld
to perform quality welding. The key factors to consider during the welding process are as follows:

e  Welding current

e  Welding voltage

e  Travel speed

e Electrode size

e Electrode extension

e Width and depth of the flux layer

Welding Current

Welding current is the most influential variable controlling the electrode melting rate, and consequently
the deposition rate, penetration depth, and the melting of the base metal.

© inFormaTION

If the current is too high relative to the travel speed, the penetration depth and fusion amount will
increase. The resulting weld may fully melt the metals being joined along their entire length. High
current can also cause excessive deposition, leading to electrode waste. This over-welding also
increases weld shrinkage and causes greater distortion. On the other hand, if the current is too low,
it may result in insufficient penetration or incomplete fusion.
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Welding Current — Three Basic Rules:

1. Increasing the current increases penetration and melting rate.

2. Excessive current causes a burning arc and results in undercutting or a high and narrow
bead.

3. Extremely low welding current leads to an unstable arc.

Welding Voltage

The welding voltage setting determines the arc length between the electrode and the molten metal.
Increasing the total voltage increases the arc length, while decreasing the voltage shortens the arc
length. Voltage has a minor effect on the electrode melting rate, which is mainly controlled by the
welding current. Voltage primarily affects the bead cross-section and appearance.

Increasing the welding voltage with constant current and travel speed:

Produces a flatter and wider weld bead.

Increases flux consumption.

Reduces porosity caused by rust or slag on the surface of the steel.

Helps prevent excessive root opening and bridge formation when fit-up is poor.
Increases absorption of alloying elements from the flux.

vk wn =

Excessively high voltage:

1. Creates a wide weld bead prone to cracking.

2. Makes slag removal difficult in beveled welds.

3. May produce a concave weld bead susceptible to cracking.
4. Increases undercut on the edges of flat welds.

© inFormaTION

Reducing the voltage creates a harder arc. This increases penetration, deep weld groove
penetration, and the stability of arc blow. Excessively low voltage results in a tall, narrow weld bead
and makes slag removal from the bead edges more difficult.
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Progression Speed

When the progression speed is increased, the heat input per unit length of the weld decreases, and
less filler metal is deposited per unit length of weld. This results in a smaller weld reinforcement,
producing a narrower weld bead.

Weld penetration is influenced more by progression speed than by any other parameter except
current. This is true except at slow speeds where the molten metal pool cushions the arc’s penetration
force. Excessive progression speed can cause undercutting.

Within limits, progression speed can be adjusted to control weld length and penetration amount. It
depends on the current and the type of welding flux. Excessive progression speed increases undercut,
arc blow, porosity, and irregular weld bead formation. Low speeds allow gases to escape from the molten
metal, reducing porosity.

Excessively low progression speed causes:

1. A concave bead shape prone to cracking,
2. Excessive arc exposure which can be uncomfortable for the operator,
3. A wide molten pool flowing around the arc, producing a coarse bead with slag inclusions.

Electrode Size

The electrode size affects the weld bead shape and penetration depth at constant current and
deposition rate. At any given current, a smaller electrode diameter results in higher current density and
greater deposition rate relative to the electrode size. However, a larger electrode can carry higher
current compared to a smaller one and achieve higher deposition rates at increased currents. If the
desired electrode feed speed is greater or less than what the motor can provide, selecting an electrode
size accordingly can help achieve the required deposition rate.

Electrode Extension

At current densities higher than 125 A/mm?, electrode extension becomes a significant variable. At
high current densities, the resistance heating of the electrode between the arc and the welding nozzle
increases the electrode melting rate. The longer the electrode extension, the greater the heating and
consequently the higher the melting rate. This resistance heating is generally referred to as I°R heating.
A good starting point in developing the method is an electrode extension approximately eight times
the electrode diameter. As the method develops, this length is adjusted to achieve the optimal
electrode melting rate for a given current.

Increasing the electrode extension adds a resistive element to the welding circuit and consumes some
of the energy initially delivered to the arc. This results in a lower arc voltage, which reduces bead width
and penetration because a lower arc voltage increases the concavity of the bead. The bead shape will
differ from that achieved with a normal electrode extension. Therefore, when increasing electrode
extension to benefit from higher melting rates, the machine’s voltage setting should also be increased
accordingly to maintain the correct arc length. The condition of the welding nozzle also affects the
effective electrode extension.
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Without changing the current, using longer electrode extensions can increase the deposition rate by
25% to 50%. Along with the increased deposition rate, penetration decreases. Therefore, a long electrode
extension is not recommended when deep penetration is desired.

Welding nozzles should be replaced at specified intervals to ensure consistent welding conditions.

Width and Depth of Welding Flux

The width and depth of the granular welding flux layer affect the appearance and strength of the finished
weld, as well as the welding efficiency. If the granular flux layer is too deep, the arc becomes overly
restricted, resulting in a coarse weld with a rope-like appearance. Gases generated during welding
cannot easily escape, causing deformation of the molten metal surface. Conversely, if the granular layer
is too shallow, the arc will not be fully submerged beneath the flux, leading to sparking and spatter.

For each welding condition set, there is an optimal flux depth. This depth can be gradually determined
by observing the flux flow until the arc is properly submerged and stable without flaring. At this point,
gases will gently bubble around the electrode, sometimes igniting.

During welding, unmelted granular flux can be removed a short distance from the weld area after the
molten flux solidifies. However, it is best to leave the flux in place until the weld heat is evenly distributed
throughout the weld thickness.

The welding flux should not be loosened while the weld metal is still at high temperatures. After cooling,
the solidified flux can be easily removed and brushed off with little effort.

. It is important to ensure that no foreign materials are collected when the welding flux is recovered
for reuse. To prevent this, a sufficiently wide area on both sides of the weld joint should be cleaned
before the flux is spread.

- If the recovered welding flux contains fused particles, it should be sifted through a mesh screen
with holes no larger than 3.2 mm to remove coarse particles.

» Welding flux is completely dry when packaged by the manufacturer. If it is exposed to high
humidity, it should be baked and dried before reuse. Moisture in the welding flux can cause porosity
in the weld. The manufacturer's recommendations should always be followed.
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STORAGE

STORAGE AND WORKING ENVIRONMENT

e The machine should be stored in a closed and dry environment with a temperature range of
-20 to +50 °C.

e It should stand upright, and nothing should be placed on it.

e  The machine should be operated in a dry environment within the temperature range of -10
to +40°C.

e It should have adequate airflow during operation.

TRANSPORTATION

e When relocating the machine, use the handles or lifting rings.

. Do not pull-on cables, torches, or hoses to move the machine.

e  Ensure that the machine is turned off and that the electrical connections are disconnected
before moving.

e  Disconnect all intermediate connections (such as hose packages, wire spools, wire feed units,
etc.) before moving.

e  Relevant regulations, occupational safety, and accident prevention rules of the country of use
should be observed.

PLACEMENT

e  The welding machine should be in a position that the operator can easily access during use.

e The welding machine should not be placed so close to the operator that it negatively affects
their work.

e The machine should be placed in a way that allows it to receive adequate airflow through air
intakes.

e The floor should not be wet, and the working environment should not be excessively humid.

e Care should be taken to have the least amount of dust and dirt that can get into the machine.

. Cables should not be stacked on top of each other, and both cables and the machine should
be positioned on the opposite side from the operator, as far away as possible. Cables should
not be scattered around the operator.

e Gas cylinders should be placed away from the welding area, kept cool, and protected from
welding sparks.

e The machine should not be placed near devices with electromagnetic sensitivity during
operation and storage.

e  The machine should not be placed on surfaces with more than a 10° incline. Ensure the
machine is stable before use.

e All electrical connections should be inspected.

e Maintenance, repair, or modifications should not be performed if not following the procedures
described in this guide.
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Maintenance, repair, or modifications should only be carried out by authorized personnel to
prevent potential accidents and machine malfunctions.

Technical issues arising from inappropriate interventions may fall outside the manufacturer's
warranty coverage.

When used according to the technical specifications and instructions in this guide, the
machine typically does not require significant maintenance. However, to ensure high efficiency
and extend the technical lifespan of the machine, the maintenance procedures described
below should be followed.

The specified intervals are applicable if no technical issues have occurred. Depending on the
frequency of use, working area intensity, and contamination, these intervals may be shortened.

MAINTENANCE AND REPAIR

All electrical connections should be checked.

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

Technical issues arising from inappropriate interventions may fall outside the scope of the
manufacturer's warranty.

When used in accordance with the specifications provided in this guide, the machine does not
require significant maintenance. However, to ensure optimal performance and extend the
technical lifespan of the machine, the maintenance procedures described below should be
followed.

The periods indicated below are valid in case there have not been any technical problems with
the device. The specified periods can be shortened according to the frequency of use of the
machine, the intensity, and the pollution of the working environment.

DAILY MAINTENANCE

Before operating the machine, visually inspect the electrical power supply cable,
interconnect package, and safety circuit cable. There should be no breaks, crushes, bending
beyond the minimum bend radius, or similar issues. If there is any crushing, stripping, or
breaking of the cables, notify service immediately.

Check that the welding cables and torch connection ends are secure and properly fitted. If
they are loose, tighten them.

Daily maintenance should be performed by the person conducting the welding operation.

THREE-MONTH MAINTENANCE

Damaged, worn, or broken cables or cords should be maintained and replaced with new
ones if necessary.

SIX-MONTH MAINTENANCE

The electrical power supply connection ends should be checked and tightened if they are
loose.
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All accessible bolts and nuts on the machine's casing and other parts should be inspected,
and any loose ones should be tightened

Dust accumulated inside the machine should be cleaned with compressed dry air. If the
machine is used in very dirty environments, this cleaning should be performed more
frequently than every six months.

NON-PERIODIC MAINTENANCE

Special attention should be paid to the safety circuit cable and torch interconnection package
connections. Any wear, loosening, or water leakage should be intervened immediately.
Consumables on the torch should be cleaned regularly and replaced if necessary.

For good welding quality, if the welding wire is rusted or corroded, it should be replaced with
a new one

FAULT CAUSES AND SOLUTIONS
TROUBLESHOOTING AND POSSIBLE CAUSES

Before troubleshooting, please check all power connections. The mains connection is a
three-phase system. Always verify the nominal voltage level for each phase. The welding
power source may experience reduced performance if there is a single-phase loss.

All electrical connections should be inspected.

Loose connections must be tightened to the specified torque.

Nuts and bolts in the mechanical structure of the device should be checked for loosening.
Any loose nuts and bolts must be tightened with the appropriate torque.

Inspect the communication cable for any abrasions or cuts. Areas with damage should be
repaired, and if necessary, the entire communication cable should be replaced. Since the
communication cable also carries the power required for the tractor, be cautious of possible
short circuits.

Check the machine fan. Ensure it rotates freely by visual inspection.

Dust may accumulate inside the machine over time. Use compressed dry air to clean the
dust.

Please refer to the table below for fault conditions:

PROBLEM POSSIBLE CAUSES

There may be at least one faulty, disconnected, or

Phase indicator light does not turn on blown fuse in the mains connection.

Loss of communication with the power The communication cable with the power source
source should be checked.

Overheating in the welding power Allow the machine to cool down for a while.
source unit

Welding cables are overheating Loose connection terminals.

Insufficient welding cable cross-section.
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TRANSPORTATION

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

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

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

e Protect the machine from adverse weather conditions during transportation.

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

e Lift the device only by its wheels.

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

MANUFACTURER COMPANY

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

TECHNICAL SERVICE

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

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

45
NURIS TEKNOLOJI A.S. All rights reserved.


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

11.
12.

13.

14.

15.

16.

17.

20.

WARRANTY DOCUMENT

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

The warranty period of the product replaced during the warranty application is limited to the remaining
warranty period of the purchased product.

All the parts supplied with the product and required for the operation of the product (such as the wire
driving unit) are covered by the warranty provided by Nuris Technology.

If the product malfunctions occur during the warranty period due to material, workmanship, or

assembly errors, it will be repaired without demanding any labor costs, replacement part costs, or any
other fee.
Product invoices and delivery notes are used as a substitute for warranty documents.
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 products within the scope of the Nuris Teknoloji guarantee are inspected 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. Verify the
contents of the package against the ingredient list
The product is not covered by the warranty in the following cases:
o Products that have been opened or disassembled except by Nuris Technology authorities,
o  Damaged products caused by improper use and neglect,
o  products operated under Incorrect installation-maintenance or unsuitable conditions;
o  Products that fail as a result of excessive shaking and/or impact during transportation
operations such as loading, unloading,
o Products damaged in natural disasters (fire, flood, earthquake, flood and lightning strike,
etc.),
Defective products as a result of using original and unsuitable spare parts and accessories,
Products that fail due to sudden voltage increases and decreases in the city power grid that
fall outside the limits declared by the manufacturer, or similar problems.
Nuris Technology has no responsibility for such issues as work loss and manufacturing loss that may
occur due to malfunctions that may occur in the machines, except for free repair of the above-mentioned
products covered by the warranty if they are defective.

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

contrary to the user manual are not covered by the warranty.
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MACHINE
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E-mail:
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Installation Date: e
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Warranty EXPIration Date: ...ttt
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SIGNATURE/CACHET:

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

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

NURIS TEKNOLOJI A.$

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

I have received the welding machine in a sound and complete condition, with the model and serial
numbers as indicated on the front page. This receipt is in accordance with the terms and conditions
stated in the warranty document.
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Nuris Saw 1000C Kaynak Makinesinin ilave Tel Cap1 ve Tel Hizina Gére Amper Degerleri

Anztrl:]all;lelme Tel Standard:r | Toz Standardr | Swra No | Tel capi1 (mm) | Tel Hizi (m/dk) Amper (A) Voltaj (V) | Sira No | Tel capi1 (mm) | Tel Hizi (m/dk) | Amper (A) | Voltaj (V) | SiraNo | Tel ¢capi (mm) | Tel Hizn (m/dk) Amper (A) Voltaj (V)
1 224 1,4 190 25 27 D24 4 450 27,5 53 23,2 33 870 34
2 224 1,5 200 25 28 23,2 0,8 210 29 54 23,2 3.4 875 34
3 ?24 1,6 210 25 29 93,2 0,9 260 29 55 232 3] 890 34
4 D24 1,7 230 25 30 93,2 1 310 29 56 232 3,6 895 35
5 024 1,8 240 25 31 232 1,1 370 30 57 93,2 3,7 900 35
6 024 1153] 250 25 32 232 1,2 420 30 58 93,2 3,8 905 35
7 224 2 260 26 33 93,2 1,3 460 30 59 93,2 39 910 35
8 224 2,1 280 26 34 93,2 1.4 500 30 60 232 4 920 35
9 024 22 295 26 35 93,2 1,5 540 30 61 94 0,7 400 30
10 024 23 310 26 36 232 1,6 560 31 62 24 0,8 420 30
E % 2 11 024 2,4 325 26 37 232 1,7 580 31 63 Q4 0,9 490 30
5 E E 12 024 2,5 330 26 38 232 1,8 600 31 64 Q4 1 540 30
2 = =
% l’? ; 13 024 2,6 345 26 39 232 1,9 615 31 65 Q4 i 600 30
g % § 14 024 2,7 350 26 40 232 2 630 32 66 94 1,2 625 30
‘é zi é 15 024 2,8 360 26 41 232 2,1 640 32 67 24 1,3 680 30
s % E 16 Q24 2,9 375 26 42 03,2 2,2 650 32 68 D4 1,4 700 33
17 024 3 380 27 43 232 2,3 660 32 69 D4 1,5 740 33
18 224 3,1 390 27 44 232 2,4 675 32 70 04 1,6 770 33
19 224 ) 400 27 45 232 2,5 750 32 71 24 1,7 790 33
20 224 33 410 27 46 232 2,6 760 33 72 04 1,8 800 34
21 024 34 415 27 47 232 2,7 780 33 73 24 1,9 810 34
22 024 35 420 27 48 232 2.8 800 33 74 04 2 870 34
23 224 3,6 425 27 49 232 29 835 33 75 04 2,1 910 35
24 224 3,7 430 27 50 232 3 845 33 76 04 2,2 950 35
25 224 38 435 27 51 232 3,1 850 34 77 04 2,3 975 35
26 024 39 440 27 52 232 32 860 34 78 04 2,4 1036 35

*Kutuplama DC+

**Kaynak tozu kullanilmadan 6nce 300-350 C ~2 saat kurutulmaldir.

** Tabloda verilen parametreler; 380 V luk sebeke geriliminde PA kaynak pozisyonunda hazirlanmis referans degerler olup tavsiye niteligindedir. Son kullanicinin kaynak kosullarina gore farklilik gosterebilir.
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Nuris Saw 1000C Kaynak Makinesi Kaynak Parametre Listesi

AnaTl:l:llIf:l:me Tel Standardi Toz Standardi Sira No Yazihm ilave Tel Capi (mm) Amper (A) | Voltaj (V) rl;frll/l;:(z)l Ka}(’::;::)l 1z1 Kayl(l::;( (iil;@hgl Kayn?l:() 2{£ll;s; Kligi

1 1,08 024 200 25 1,5 0,2 12 2

2 1,08 024 210 25 1,6 0,2 14 2

3 1,08 024 260 26 2 03 16 25

4 1,08 024 330 26 2,5 0,3 18 3

5 1,08 024 380 27 3 0,4 19 3

3 o 6 1,08 024 420 27 3,5 04 15 3,5

= i < 7 1,08 024 450 27,5 4 0,4 17 4
g = '§ 8 1,08 032 310 29 1 0,2 22 3,5
5 = o 9 1,08 032 310 30 1 0.5 15 2
= % ¥ 10 1,08 032 370 30 L1 03 19 2,5
Q < = 11 1,08 032 420 30 1.2 0,3 20 3
% 7 b 12 1,08 032 460 30 1,3 0,3 23 2,5
M = = 13 1,08 032 500 33 1,4 0,3 26,5 2,5
a 7 2 14 1,08 032 540 30 1,5 0,4 18 3
! 1% z 15 1,08 04 540 30 1 0,2 27 45
2 - 16 1,08 04 540 30 1 0,5 16 4

17 1,08 0 4 600 30 1,1 0,3 20 3,5

18 1,08 0 4 625 30 12 03 21 4

19 1,08 0 4 680 30 13 0,3 23,5 4.5

20 1,08 Q4 700 33 1,4 0,3 27 3

21 1,08 Q4 740 33,5 1,5 0,5 18 45

*Kutuplama DC+

**Kaynak tozu kullanilmadan 6nce 300-350 C ~2 saat kurutulmalidir.

*** Tabloda verilen parametreler 380 V' luk sebeke geriliminde PA kaynak pozisyonunda hazirlanmig referans degerler olup tavsiye niteligindedir. Son kullanicinin kaynak kosullarina gore farklilik gosterebilir.

Parametrelerin Kaynaga Etkisi

LH’E(; ~ @x10)

Nufuziyet (s)| Kaynak Genisligi (b) Kaynak Yiiksekligi (h)
Akim (A) 1 1 1 1
Voltaj (V) 1 ! 1 1
Tel Siirme Hiz1 (m/dk) 1 1 0 1
Serbest Tel Boyu (1 mm) 1 ! 1 1
flave Tel Cap1 (@ mm)? ! 1 1
Kaynak Hizi (m/dk) t 1 l 1
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Amperage values of the Nuris Saw 1000C welding machine according to additional wire diameter and wire speed.

MS:;Q:::;::I Wire Standard |Powder Standard|] S/N Wire(:i[i:nl;leter W(i::/rsnl;:;d Current (A) Voltage (V) S/N Wire(:]iamn)leter W(i;:/:ll;:;d Current (A) | Voltage (V) S/N Wire(«:]iz]r;leter W(i;:/:g:;d Current (A) Voltage (V)

1 @24 1,4 190 25 27 D24 4 450 27,5 53 32 33 870 34

2 224 1,5 200 25 28 03,2 0,8 210 29 54 032 3.4 875 34

3 224 1,6 210 25 29 23,2 0,9 260 29 55 93,2 3,5 890 34

4 024 1,7 230 25 30 93,2 1 310 29 56 03,2 3,6 895 35

5 024 1,8 240 25 31 93,2 1,1 370 30 57 93,2 B.7 900 35

6 024 1,9 250 5 32 93,2 1,2 420 30 58 93,2 3.8 905 35

7 024 2 260 26 33 93,2 1,3 460 30 59 93,2 B.9 910 35

8 024 2,1 280 26 34 03,2 1,4 500 30 60 93,2 4 920 35

9 @24 22 295 26 35 03,2 1,5 540 30 61 04 0,7 400 30

10 224 23 310 26 36 03,2 1,6 560 31 62 04 0,8 420 30

§ Q 11 024 2,4 325 26 37 93,2 1,7 580 31 63 Q4 0,9 490 30
_1 o <

E E E 12 024 2,5 330 26 38 03,2 1,8 600 31 64 Q4 1 540 30
%) = ~

é :? : 13 024 2,6 345 26 39 03,2 1,9 615 31 65 Q4 1,1 600 30
%]

% % § 14 024 2,7 350 26 40 232 2 630 32 66 24 1,2 625 30

E é é 15 024 2,8 360 26 41 232 2,1 640 32 67 94 1,3 680 30

E = 16 024 2,9 375 26 42 232 027 650 32 68 04 1,4 700 33

17 224 3 380 27 43 232 2,3 660 32 69 D4 1,5 740 33

18 024 3,1 390 27 44 232 2,4 675 32 70 D4 1,6 770 33

19 224 32 400 27 45 232 2,5 750 32 71 24 1,7 790 33

20 224 33 410 27 46 232 2,6 760 33 72 24 1,8 800 34

21 224 34 415 27 47 232 2,7 780 33 73 04 1,9 810 34

22) 024 35 420 27 48 232 2,8 800 33 74 04 2 870 34

23 024 3,6 425 27 49 232 29 835 33 75 04 2,1 910 35

24 224 3,7 430 27 50 232 3 845 33 76 04 2,2 950 35

25 024 38 435 27 51 232 3.1 850 34 77 04 2,3 975 35

26 024 39 440 27 52 232 32 860 34 78 04 2,4 1036 35

*Polarization DC+

**Welding powder must be dried at 300-350°C for approximately 2 hours before use.

**The parameters given in the table are reference values prepared for PA welding position at 380V mains voltage and are for guidance only. They may vary depending on the end-user's welding conditions.
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Nuris Saw 1000C Welding Machine Welding Parameter List

Main M'att'arial Wire Standard Powder Standard SN Software Additional Wire Diameter | Current Voltage (V) Wire S]?eed Welding .Speed Weld Width (b) | Weld Height (h)
Description (mm) (A) (m/min) (m/min) (mm) (mm)
1 1,08 024 200 25 1,5 0,2 12 2
2 1,08 024 210 25 1,6 0,2 14 2
3 1,08 024 260 26 2 0,3 16 2,5
4 1,08 024 330 26 2,5 0,3 18 3
5 1,08 024 380 27 3 0,4 19 3
3 B 6 1,08 024 420 27 3,5 04 15 3,5
0 g < 7 1,08 024 450 27,5 4 0,4 17 4
Lé é & 8 1,08 032 310 29 1 0.2 22 3,5
» = o 9 1,08 032 310 30 1 0,5 15 2
g vI‘I j 10 1,08 032 370 30 1,1 03 19 2,5
) < . 11 1,08 032 420 30 12 03 20 3
S & = 12 1,08 032 460 30 13 03 23 2,5
z g = 13 1,08 032 500 33 1.4 0.3 26.5 2,5
S 2 % 14 1,08 032 540 30 1,5 0,4 18 3
A %2 z 15 1,08 04 540 30 1 0,2 27 45
z a 16 1,08 04 540 30 1 0,5 16 4
17 1,08 04 600 30 1,1 03 20 35
18 1,08 04 625 30 12 03 21 4
19 1,08 04 680 30 1,3 03 235 45
20 1,08 04 700 33 1,4 0,3 27 3
21 1,08 04 740 33,5 1,5 0,5 18 45

*Polarization DC+

**Welding powder must be dried at 300-350°C for approximately 2 hours before use.
***The parameters given in the table are reference values prepared for PA welding position at 380V mains voltage and are for guidance only. They may vary depending on the end-user's welding conditions.

The Effect of Parameters on the Welding

Y

LH}{{E ~ B%10)
N~

RSN ¥
N NAANIA

b

-

Penetration (s) Weld Width (b) Weld Height (h)
Current (A) 1 1 1 1
Voltage (V) 1 ! 1 l
Wire Feeding Speed (m/min) 1 1 1 1
Free Wire Length (I mm) 1 ! 1 1
Additional Wire Diameter (@ mm) 1 ! 1 1
Welding Speed (m/min) 1 1 ! l




L) Ao g ALY ALl il Bhg i85 (e Saw 1000C alall) Lislal il Sl L) a8

Ayl Balal) Ciiag | alalll dllus s d:::\}; L:::) Juadedl | (ale) alalll ellus b | (¥p) alalll dllus de pua|  (Upsal) JLl) | (Galgd) Adalolll | Jeaeill) | (ale) aladl) el b | (/) alall) llas Ao jua|  (Lasal) SN | (ald) Ldalodl) | Jodeil) | (ala) pladl) e s | (3/a) alall) dllai de ju (omsal) L) (al sd) Aukat i)
1 024 1,4 190 25 27 024 4 450 27,5 53 032 33 870 34
2 224 1.5 200 25 28 032 0,8 210 29 54 032 34 875 34
3 224 1,6 210 25 29 032 0,9 260 29 58] 032 3 890 34
4 024 1,7 230 23] 30 032 1 310 29 56 032 3,6 895 3
5 22,4 1.8 240 25 31 032 1,1 370 30 57 032 37 900 3
6 024 1.9 250 25 32 032 1,2 420 30 58 232 3.8 905 35
7 024 2 260 26 33 032 1,3 460 30 59 232 220, 910 35
8 024 211 280 26 34 032 1,4 500 30 60 032 4 920 35
9 224 2 295 26 35 032 1,5 540 30 61 24 0,7 400 30
10 024 2 310 26 36 032 1,6 560 31 62 24 0.8 420 30
@ SC) 11 024 2,4 325 26 37 032 1,7 580 31 63 24 0,9 490 30
o
E & 12 024 23 330 26 38 032 1.8 600 31 64 24 1 540 30
v 7S < 13 024 2,6 345 26 39 032 1.9 615 31 65 24 1,1 600 30
¥ 7]
;ﬂ' % g 14 024 2% 350 26 40 032 2 630 32 66 24 {2 625 30
’ % é 15 024 2,8 360 26 41 032 2,11 640 32 67 24 1,3 680 30
% & 16 024 29 378 26 42 032 2% 650 B 68 24 1,4 700 33
17 024 3 380 27 43 032 23 660 32 69 04 1,5 740 33
18 024 3,1 390 27 44 032 2,4 675 32 70 04 1,6 770 33
19 224 352 400 27 45 032 25 750 32 71 04 1,7 790 33
20 224 313 410 27 46 232 2,6 760 33 72 24 1.8 800 34
21 224 34 415 27 47 232 2.7 780 33 73 24 1.9 810 34
22 224 35 420 27 48 232 2,8 800 33 74 24 2 870 34
23 224 3,6 425 27 49 032 29 835 33 75 04 2,1 910 35
24 224 3,7 430 27 50 032 3 845 33 76 04 2,2 950 35
2.5 224 38 435 27 51 032 3.1 850 34 77 04 23 975 35
26 224 3,9 440 27 52 032 32 860 34 78 04 2,4 1036 35

+aiaaal) Ll i *

ARSI 0 U (e 33 B s 53 350-300 3 m f ie plall (3 sana Ciiad otk

(el paiiiall (gl alalll Ca g ylal L il oda Caliag ad g Jadh aLS iuSU & 5 ol g8 380 (Al jeS 2 die PA alad dumaa 5l 83nh dyaas jo a8 Jsoall 35 ) S0l ausllx




NURiS$

bl

s AS 44 e SAWT000C Lgaiall (gl alat Aislal cilalacy) daild

T (o) Aol e e

T 5 sy | plal s na (wsm")J 3::‘,,:' ) i (ple) plal s i (o) 0 | () Al il (,,&; ‘:j (¥e) Al s | () () plalll 28 | (pLe) () plald 1)
1 1,08 024 200 25 1,5 02 12 2
2 1,08 024 210 25 1,6 0.2 14 2
3 1,08 024 260 26 2 03 16 2,5
4 1,08 024 330 26 2,5 03 18 3
5 1,08 024 380 27 3 0,4 19 3
a o 6 1,08 024 420 27 35 0,4 15 3.5
9 = 7 1,08 024 450 27,5 4 0,4 17 4
S S 8 1,08 032 310 29 1 02 2 3.5
3 S o~ 9 1,08 032 310 30 1 0.5 15 2
“ “ F 10 1,08 032 370 30 11 0.3 19 25
3 < 4 11 1,08 032 420 30 12 03 20 3
4 Z S 12 1,08 032 460 30 13 03 23 25
% s = 13 1,08 032 500 33 1,4 03 26,5 2,5
2 2 14 1,08 032 540 30 15 0.4 18 3
g z 15 1,08 04 540 30 1 0,2 27 4,5
z 16 1,08 04 540 30 1 05 16 4
17 1,08 04 600 30 1,1 03 20 3,5
18 1,08 04 625 30 12 0.3 21 4
19 1,08 04 680 30 13 03 23,5 45
20 1,08 04 700 33 14 0.3 27 3
21 1,08 04 740 33,5 1,5 0.5 18 45
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