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GUVENLIK
GUVENLiK SEMBOLLERi VE AGIKLAMALARI

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

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

& DiKKAT

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

o BiLGILENDIRME

Kullaniciya tavsiyeler ve/veya ek bilgilendirmeler yapildigi anlamina gelir.

Uriintin kurulumunu yapmadan énce, kullanim kilavuzunun okunmasi firma tarafindan
| | tavsiye edilir. Saghginiz ve Grlinin uzun dmurlu kullanimiigin tiim etiketlere ve glivenlik

onlemlerine uyunuz.

& Bu drin kullanim oémrint doldurduktan sonra ¢ope atilmamalidir. Elektrikli ve
‘é elektronik cihazlar geri doniisim tesislerinde geri donusturilmelidir.

Giivenlik uyarilari ve aciklamalari

Cihazi kullanmadan 6nce bu kilavuzu dikkatlice okuyun. Bu cihaz sadece uygun egitimi

& almis ilgili personel tarafindan kullanilabilir. Givenli bir kullanim igin cihazin nasil dogru
bir sekilde kullanilabilecegi ve ne tip riskler igerdigi iyice anlasiimalidir. Dogru sekilde
kullanilmayan cihaz yuziinden olusabilecek her tirlli olumsuz durum, yaralanma veya
vefat karsisinda Nuris Teknoloji herhangi bir ytikimlulik tagimaz.

2
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ELEKTRIK CARPABILIR

V1.1

Kaynak makineleri islem sirasinda tehlikeli seviyede gerilim retebilir. 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
Ortlict gazlar insan saghigini tehlikeye atabilir. Kaynak sirasinda ortaya cikan gazlari
ya da dumani solumayin. Bu duman ya da gazlar insan saghgi agisindan tehlikelidir.

KAYNAK ARKI ISINLARI TEHLIKELIiDIiR

Kaynak arkindan cikan isinlar son derece tehlikeli olup insan goéziine kalici zarar
verir. Kaynak yaparken mutlaka kisisel koruyucu donanim (kaynak gozligu)
kullaniimalidir. Kaynak arkindan cikan isinlar insan derisinde yaniklara yol agabilir.
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
tanklari ya da benzeri parlayici / yanici maddelerin depolandigi alanlarda yapilan
calismalarda bu parlamaya ya da patlamaya neden olabilir. Riski dikkate alarak
uygun givenlik énlemlerini (yangin sénduriici gibi) alin. Ayrica sicrayan metal
parcalar kisisel yaralanma ya da yaniklara neden olabilir. Bunu igin mutlaka uygun
kisisel koruyucu donanim (kaynak eldiveni, kaynak ayakkabisi, kaynak 6nligu gibi)
kullanin.

ELEKTRIK VE MANYETiK ALANLAR TEHLIKELi OLABILIiR

Kaynak yaparken siddetli elektrik ve manyetik alanlar olusabilir. Bu alanlar kalp
pilinin ya da isitme cihazinin galismasini 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 onligu 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 (kulaklk, kulak tikaci vb.) kullanin.

HAREKETLi PARGALAR YARALANMALARA NEDEN OLABILIR

Butln 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 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 panelleri agikken kesinlikle kaynak yapiimamalidir.

. 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 tahrisler yetersiz havalandirmanin
temel belirtileridir. Boyle bir durumla karsilasildiginda, derhal havalandirma arttirilmali, 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 makinenin arizalanmasi séz 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 yakinina takilmali ve parcaya ¢ok 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.

4
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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
kullaniimalidir.

e  Sicak parcalara ¢iplak elle dokunulmamalidir. Sicak parcalari tutmak igin masa ve koruyucu eldiven
kullaniimalidir. Bakim ve onarim yapmak icin makineye temas ederek calisilacagi zaman, makinenin
tamamen sogudugundan emin olunmalidir. Makinenin tiim kapak ve panelleri kapali tutulmalidir,
kapak ve paneller agikken 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 ¢evredeki
kisilere zarar verebilir. Bu islem yapilirken dikkatli olunmali ve gerekli dnlemler 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.

e Makinenin elektrik baglantisi kesildikten sonra makinede yapilacak herhangi bir bakim ve onarim
islemi gerceklestiriimeden énce makinenin sogumasi icin 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.
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Sanayi bdlgesinde kullaniimak Uzere tasarlanmis olan bu makinenin ev vb. yerlerde kullaniimasi
durumunda, olasi elektromanyetik etkileri dnlemek icin 6zel 6nlemler 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
dolay! 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.

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  Cikis kablolari olanaklar dahilinde kisa tutulmali, Ust UGste degdil yan yana ve kullanicidan
mUmkdn 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.

6
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GENEL TANITIM

MIG200F invertér teknolojili MIG kaynak makinesidir.

. IGBT inverter teknolojisi ile kararli ve ylksek kaliteli performans

e  Elektronik reaktdr kontroli ile stabil kaynak, az sicrama, derin ergime ve diizgtin kaynak
dikisi

. Kaynak voltaji 6nceden ayarlanabilir, kaynak sirasinda voltaj ve akim ayni anda izlenebilir

. Kucuk, hafif, kullanimi kolay, ekonomik ve pratiktir.

TEKNiK OZELLIiKLER

TEKNIK OZELLIKLER MIG200F
Sebeke Gerilimi 220V, 1 Faz, 50/60 Hz
Giris Glict (kVA) 9.9 kVA
Giris Akimi (I7ef) 43 A
Acik Devre Voltaji 50V
Akim Ayar Sahasi 10 - 200
Verim >%80
MIG MAG KAYNAGI
%100 A 89
Rejim 40°C %60 A 115
%20 A 200
Ayar Sahasi 50A/16.5V - 200A/24V
MMA
%100 A 72
Rejim 40°C %60 A 92
%20 A 160
Ayar Sahasi 10A/20.4V - 160A/26.4V
TIG
%100 A 89
Rejim 40°C %60 A 115
%20 A 200
Ayar Sahasi 10A/10.4V - 200A/18V
MAKINE
Agirlik 14.33 kg
Makine Boyutlari 465 x 185 x 295 mm
Calisabilecegi ortam sicakligi -10/+40°C
Nakliye sicaklig 20/ +55°C
Koruma Sinifi IP21S
Garanti 2yl
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MAKINE PARGALARI

MIG200F 6n ve arka paneli sirasiyla Sekil 2.1 ve

Sekil 2.2 de gosterilmistir. MIG200F kaynak
makinesi hafif olmasindan dolayi kolayca tasinabilmektedir.

Tablo 2.1 On parca tanimlart

NO ACIKLAMA
1 Torg Baglanti Adaptori
2 Kutup Belirtme Baglantisi
3 Elektrot Pensesi (+)
4 Sase Baglantisi (-)

Tablo 2.2 Arka par¢a tanimlart
NO ACIKLAMA

5 Gli¢ Kablosu
6 Acma / Kapama Anahtari
7 Gaz Girisi

Sekil 2.2 MIG200F arka gériiniim

8
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Sekil 2.3 Ekran Actklamalart

ACIKLAMA

Gaz tipi se¢im butonu

2T/4T/VRD secim butonu

Kaynak modu se¢im butonu

Tek gapi secim butonu

Gaz kontrol butonu

Tel kontrol butonu

indiiktans/Hot Start/Arc Force secim butonu

Parametre ayar digmesi
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BAGLANTI SEKILLERi
SEBEKE GUGC BAGLANTISI

MIG200F, tek faz 220 V ve 50 Hz sebeke glicl ile calisir. Enerji giris kablosu, gli¢ kaynaginin arkasinda
bulunur. Sari-yesil kablo PE topraga baglanmalidir.

Baglanti yapilan panoda mutlaka uygun bir sigorta kullaniimalidir. Sigortanin seg¢iminde gli¢ kaynagi
teknik deger etiketinde belirtilmis U1, limax ve l1ef de@erleri dikkate alinmalidir.

Baglanti yapilan panoda mutlaka uygun bir sigorta
kullaniimahdir. Sigortanin seciminde gii¢ kaynadi teknik deger
etiketinde belirtilmis U1, limax Ve liesf degerleri dikkate alinmalidir.

Sekil 3.1 Besleme hattt baglantist

e Makine kablolarina dolasip diismemek igin uzun kablolar sariimalidir.
e Yipranmis veya bozulmus baglanti elemanlari kullaniimamali, baglanti elemanlarini kontrol ediniz.

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

MIG KAYNAK BAGLANTISI

Gazsiz MIG kaynag:

1. MIG kaynak torcu euro baglantisini kaynak
makinesinin  6nlndeki  kaynak  soketine
baglayin.  MIG  kaynak  torcu  euro
baglantisindaki vidali kolu saat yoniinde sikica
cevirerek sabitleyin.

2.  Kaynak baglanti gl¢ kablosunu negatif (-)
kaynak ¢ikis terminaline baglayin.

3. Sase baglantisint pozitif (+) kaynak g¢ikis
terminaline baglayin.

4. Sase pensesini is parcasina baglayiniz. s
parcas! ile temasi iyi olmalidir. Temiz, ¢iplak
metal ile yapilmis olmasi gerekir, temas
noktasinda korozyon, boya veya Olcek
olmamalidir.

Sekil 3.2 MIG kaynak baglantist (gazsiz)

10
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Gaz korumali MIG kaynagi:

1. MIG kaynak torcu euro baglantisini kaynak
makinesinin dniindeki torg soketine baglayin.
MIG kaynak torcu euro baglantisindaki vidali
kolu saat yoniinde sikica gevirerek sabitleyin.

2. Kaynak telini tel sirme Unitesine takiniz.

3. Polarite donus hattini pozitif (+) kaynak cikis
terminaline baglayin.

4. Sase baglantisini negatif (-) kaynak cikis
terminaline baglayin.

5. Sase pensesini is parcasina baglayiniz. s
parcasi ile temasi iyi olmaldir. Temiz, giplak
metal ile yapilmig olmasi gerekir, temas
noktasinda korozyon, boya veya O0lcek
olmamalidir.

6. Gazregulatorini ve gaz hattini arka paneldeki
girise baglayin. Reguilator bir akis gostergesiile
donatilmissa, akis uygulamaya bagli olarak 8 —
15 L/dak arasinda ayarlanmalidir. Kaynaga
baslamadan 6nce gaz akisinin tekrar kontrol
edilmesi tavsiye edilir.

MMA KAYNAK BAGLANTISI

V1.1

Sekil 3.3 MIG kaynak baglantist (gaz korumaly)

1. Elektrot baglantisini pozitif (+) kaynak cikis
terminaline baglayin.

2. Sase baglantisini negatif (-) kaynak cikis
terminaline baglayiniz.

o BiLGILENDIRME

Sekil 3.4 MMA kaynak baglantilart

MMA kaynaginda pense ve sase kablo baglantilari kullanilan elektrodun polaritesine ve kaynak islemine

baglh olarak degisebilir.

11
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TIG KAYNAK BAGLANTISI

1. Lift TIG torcu negatif (-) kaynak ¢ikis terminaline
baglayin.

2. Sase kablosu hizli pozitif (+) kaynak ¢ikis
terminaline baglayin.

3. Lift TIG torcun hava hortumunu Argon regilatori
baglantisina baglayiniz. oo B

8

o)

Lz

Sekil 3.5 TIG kaynak baglantilan

Uzun sireli kaynak islemlerinde sase baglanti kismi isinabilir. Kaynak sonrasi bu parca ile ilgili
herhangi bir islem yapilacak ise, kaynak islemi bittikten sonra en az 30 dakika sogumasi beklenmelidir.
Sase pensesi, kaynak yapilacak pargaya mimkin olan en yakin yerden baglanmali ve pense ile
parcanin iyi temas ettiginden emin olunmalidir.

KORUYUCU GAZ BAGLANTISI

Gaz besleme sistemi, gaz tlipu, gaz regilatorl ve gaz hortumundan olusur. Isitici kablosu, kaynak
makinesinin arka panelindeki prize takilmali ve hortum kelepgesiyle sikica sabitlenerek hava kagagi
veya sizinti dnlenmelidir. Bu sayede kaynak noktasi etkili bir sekilde korunur.

Dikkat edilmesi gerekenler:

e Koruyucu gaz kacagd, ark kaynaginin performansini olumsuz etkiler.

e  Gaz tupl, dogrudan gines isigina maruz birakilmamalidir. Sicaklik artisi tip i¢ basincini
yikseltebilir ve patlama riski olusturabilir.

e  Gaz tipune vurmak, carpmak veya tlipl yatay sekilde yatirmak kesinlikle yasaktir.

e Gaz g¢ikist acllmadan veya kapatilmadan Once, regilatérin yakininda kimsenin
bulunmadigindan emin olun.

e Gaz cikis debi gostergesi dikey konumda monte edilmelidir; bu, dogru gaz akis 6lgiimd igin
gereklidir.

e Gazregllatoru takilmadan 6nce, gaz birkag kez kisa surreligine acilip kapatilarak siizgecte
birikmis olabilecek tozlar temizlenmelidir. Bu igslem, gaz ¢ikisinin saglikli olmasini saglar.

12
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KAYNAK MALZEMESi, TEL GAPI, PROSES VE GAZ SEGiMi
KAYNAK AYARLARI HIZLI REFERANS TABLOSU
KAYNAK PARAMETRELERI MALZEME KALINLIGI
Kaynak Tel Turi Polarite Tel |[Koruyucu Gaz|1.0mm |2.0mm |3.0mm|4.0mm|5.0mm |6.0mm
Malzemesi Kalinhg|
1
Anahtar Kelime: Voltaj / Tel Hizi
Yumusak Oz korumali  |Tor¢ Negatif(-] 0.8mm N/A - 14.0/2.7116.2/3.1 18.5/6.|24.5/9.0 -
Celik ozIu tel ) 0 1
Yumusak Oz korumali  |Tor¢ Negatif(-| 0.9mm N/A - 16.3/2.01 18.8/3.120.2/4.121.0/7.5] 21.6/9.
Celik 6zIu tel ) 6 1 0
Yumusak | Gazalti kaynak |[Torg Pozitif(+)| 0.6mm | 75%Argon+25|15.9/3.4]19.5/7.8 - - - -
Celik teli ER70S-6 % CO2
Yumusak | Gazalti kaynak |[Torg Pozitif(+)| 0.8mm | 75%Argon+2512.8/2.0|14.1/3.3] 17.5/6.| 20.0/8.121.0/9.0| 21.0/9.
Celik teli ER70S-6 % CO2 6 2 0
Yumusak | Gazalti kaynak |[Torg Pozitif(+)| 0.6mm 100%C02 [14.2/2.119.8/8.1 - - - -
Celik teli ER70S-6
Yumusak | Gazalti kaynak |Torg Pozitif(+)| 0.8mm 100%C0O2 |13.6/2.3|14.4/3.6| 18.4/4.]121.1/8.122.6/9.0 -
Celik teli ER70S-6 2 5

Bu tabloyu yalnizca bir rehber olarak kullanin, ciinkii en uygun ayarlar birlestirme tipi ve operatér teknigine gore
degisiklik gosterebilir. Bog birakilan hiicreler 6nerilen bir konfigiirasyon degildir.

KAYNAK ONERILERI

Oncelikle yapacaginiz ise gére kaynak malzemelerini ve ilave malzemeleri seciniz.
Kaynak yapilacak alanin hareket kolayligi saglayacak ergonomiye sahip oldugundan emin

olunuz.

Kaynak yapacaginiz parcalarin yiizeylerinin temiz olmasina dikkat ediniz. (Celik firca veya
taslama ekipmanlari ile bunu temin ediniz.)
Topraklama pensesini, kaynak yapacaginiz parcaya mimkiin olan en yakin yerden baglayiniz
ve iyi temas ettiginden emin olunuz.
Rahat bir kaynak pozisyonu aliniz ve kolunuza olabildigince destek veriniz.
Kaynak pensesinin ucunu gorebilecek veya kaynak banyosunu kontrol edebilecek sekilde

kaynak yapiniz.
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NT-RDV-USG-031 MIG200F V1.1 KULLANIM KILAVUZU V1.1

KAYNAK AKIMI

Kaynak islemi sirasinda secilen kaynak akimi, voltaji ve ark ayari; kaynak stabilitesi, kaynak kalitesi ve
verimliligi Gzerinde dogrudan etkili olur. lyi bir kaynak kalitesi saglamak icin, kaynak akimi ile voltaj ve
ark ayarlarinin birbiriyle uyumlu olmasi gerekir.

Tanecikli gegis tiirline ve Uretim ihtiyacina gore uygun tel capi secilmelidir.

Asagidaki tabloya bakarak, yaygin kullanilan kaynak akimi, ark ve voltaj degerlerini secebilirsiniz.

Kisa Devre Gegisi Tanecik Gegisi
Tel ((mm)
Akim(A) Gerilim (V) Akim(A) Gerilim (V)
0.6 40~70 17~19 160~400 25~38
0.8 60~100 18~19 200~500 26~40
1.0 80~120 18~21 200~600 27~40

KAYNAK TELi HIZI

Kaynak hizinin belirlenmesinde hem kaynak kalitesi hem de tretkenlik dikkate alinmalidir. Kaynak hizi
arttiginda, koruma gazinin etkinligi azalir ve soguma siireci hizlanir. Bu durum, kaynak dikisi agisindan
olumsuz sonuglar dogurabilir. Ote yandan, kaynak hizi cok yavas olursa, is parcasi kolayca zarar gérebilir
ve kaynak dikisi istenilen kaliteye ulasmaz. Uygulamada, kaynak hizi saatte 30 metreyi gecmemelidir.

CO:2 GAZ AKIS MIKTARININ AYARLANMASI
Koruma verimliligi, ayarlarda oncelikli olarak dikkate alinmalidir. Buna ek olarak, i¢ kose kaynaklari, dis

kose kaynaklarina kiyasla daha iyi bir koruma verimliligi saglar. Temel parametreler igin asagidaki sekle
basvurabilirsiniz.

- . Kalin Tel CO2 Kalin Tel, Yiiksek
Gaz Ince Tel CO2 Kaynagi Kaynagi Akim €Oz Kaynagi
CO: (L/dak) 5~15 15~25 25~50
14
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| NT-RDV-USG-031 MIG200F V1.1 KULLANIM KILAVUZU V1.1

ALIN KAYNAGI KAYNAK PARAMETRELERI

I A S S

g
Malzeme ..
L Genislik Tel Kaynak Tel Hizi Gaz
Kalinhgi Kaynak .
Akt (A) Voltaji
mm mm cm/min L/dak
T(mm) g(mm) @ (mm) ) (cm/min) (L/dak)
0.8 0 0.8~0.9 60~70 16~16.5 50~60 10
1.0 0 0.8~0.9 75~85 17~17.5 50~60 10~15
1.2 0 1.0 70~80 17~18 45~55 10
1.6 0 1.0 80~100 18~19 45~55 10~15
2.0 0~0.5 1.0 100~110 19~20 40~55 10~15
2.3 0.5~1.0 1.00r 1.2 110~130 19~20 50~55 10~15
3.2 1.0~1.2 1.00r 1.2 130~150 19~21 40~50 10~15
4.5 1.2~1.5 1.2 150~170 21~23 40~50 10~15
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NT-RDV-USG-031 MIG200F V1.1 KULLANIM KILAVUZU V11
KOSE KAYNAGI PARAMETRELERI
N
} 1+
Malzeme
o Tel Tel Hizi Gaz
Kalinhg: 7 (G, Kaynak Kaynak
@ (mm) Akinmi (A) Voltajl ) (cm/min) (L/dak)
T(mm)
1.0 2.5~3.0 0.8~0.9 70~80 17~18 50~60 10~15
1.2 2.5~3.0 1.0 70~100 18~19 50~60 10~15
1.6 2.5~3.0 1.0~ 1.2 90~120 18~20 50~60 10~15
2.0 3.0~3.5 1.0~12 100~130 19~20 50~60 10~20
2.3 2.5~3.0 1.0~ 1.2 120~140 19~21 50~60 10~20
3.2 3.0~4.0 1.0~ 1.2 130~170 19~21 45~55 10~20
4.5 4.0~4.5 1.2 190~230 22~24 45~55 10~20
16
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NT-RDV-USG-031 MIG200F V1.1 KULLANIM KILAVUZU

DiK KOSE KAYNAGI

V1.1

ﬁ:::l?; (o) Tel Kaynak I:Iag;:aajll( Tel Hizi Gaz

T(mm) @ (mm) Akimi (A) ) (cm/min) (L/dak)
1.2 2.5~3.0 1.0 70~100 18~19 50~60 10~15
1.6 2.5~3.0 1.0~1.2 90~120 18~20 50~60 10~15
2.0 3.0~3.5 1.0~1.2 100~130 19~20 50~60 10~20
2.3 3.0~3.5 1.0~1.2 120~140 19~21 50~60 10~20
3.2 3.0~4.0 1.0~1.2 130~170 22~22 45~55 10~20
4.5 4.0~4.5 1.2 200~250 23~26 45~55 10~20
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| NT-RDV-USG-031 MIG200F V1.1 KULLANIM KILAVUZU V1.1

BiNDIRME KAYNAGI

ﬁ ® U] e‘%‘gfc
5 al ; |

“I:I::ﬁ:g? (o) Tel Kaynak |‘(Ia°);:l:jll( Tel Hizs Gaz

Tmm) @ (mm) | Alami (&) V) (cm/min) (L/dak)
0.8 A 0.8~0.9 60~70 16~17 40~45 10~15
1.2 A 1.0 80~100 18~19 45~55 10~15
1.6 A 1.0~1.2 100~120 18~20 45~55 10~15
2.0 AorB 1.0~1.2 100~130 18~20 45~55 15~20
2.3 B 1.0~1.2 120~140 19~21 45~50 15~20
3.2 B 1.0~1.2 130~160 19~22 45~50 15~20
45 B 1.2 150~200 21~24 40~45 15~20
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NT-RDV-USG-031 MIG200F V1.1 KULLANIM KILAVUZU V1.1

DEPOLAMA VE KURULUM
DEPOLAMA VE CALISMA ORTAMI

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

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

Calisma sirasina kolayca hava alabilmelidir.

TASIMA

Gii¢ Unitesinin yeri degistirilirken, tutamaglar veya tagima halkalarindan tutulmalidir.

Yer degistirmek icin kablo, tor¢ veya hortumlardan kesinlikle cekilmemelidir.

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

Tasima isleminden dnce tim ara baglantilar (hortum paketi, tel bobini, tel besleme Unitesi, vb.)
sokilmelidir.

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

Kullanildigi Glkenin ilgili yonetmelikleri, is gtvenligi ve kaza onleme kurallarn dikkate
alinmalidir.

YERLESTIRME

Kaynak makinesi, kullanim sirasinda operatérin kolayca erisebilecegi konumda olmalidir.
Kaynak makinesi, operatoriin calismasini olumsuz sekilde etkileyecek kadar yakinda
olmamalidir.

Makine, hava girislerinden kolayca hava alabilecek sekilde yerlestirilmelidir.

Zemin islak ve calisma ortami asiri nemli olmamalidir.

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

Kablolar st Uste istiflenmemeli, kablolar ve makine operatériin ayni tarafinda ve operatérden
mumkin oldugunca uzakta olmalidir. Kablolar operatériin cevresinde ve daginik sekilde
olmamalidir.

Gaz tupl kaynak yapilan alandan uzakta olmali, isinmamali ve kaynak kivilcimlarindan
etkilenmemelidir.

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.

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
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yliksek verimde kullanilabilmesi ve teknik dmriinln uzun olmasi icin asagida aciklanmis olan
bakimlar yapilmalidir.

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

BAKIM ONARIM

Tum elektriksel baglantilar kontrol edilmelidir.

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 Greticinin verdigi
garantinin kapsami disinda kalabilir.

Makine, sahip oldugu teknik o&zellikleri ile bu kilavuzda belirtilenlere uygun olarak
kullanildiginda, dnemli bir bakim islemi yapilmasini gerektirmez. Bununla beraber makinenin
yiksek verimde kullanilabilmesi ve teknik dmriiniin 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 &nce, elektrik gli¢ besleme kablosu ve kaynak kablolari gézle 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.

Gunluk bakim, kaynak islemini yapacak kisi tarafindan yapiimaldir.

Ug aylik bakim

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

Alti aylik bakim

Elektrik glic besleme baglanti uclari kontrol edilmeli, gevsekse sikilmalidir.

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 lzerindeki sarf malzemeler diizenli olarak temizlenmeli, gerekiyorsa degistirilmelidir.
Makinenin tzerindeki etiketler kirlenmis ve okunmakta zorlaniliyor ise temizlenmelidir.

20
NURIS TEKNOLOJI AS. Tiim haklan sakhidir.



| NT-RDV-USG-031 MIG200F V1.1 KULLANIM KILAVUZU V1.1

ARIZA NEDENLERIi VE COZUMLERI
SORUN VE OLASI SEBEPLERI

Sorun gidermeden 6nce lutfen tim gl¢ baglantilarini kontrol edin.

. . * Enerji baglantisini kontrol ediniz.
Ekrana degerler gelmiyor. * Giic anahtarini aginiz.
* Girig voltaji yanlistir.
Cikig akimi yok * GUlg¢ anahtari ile glic kaynadi karti arasindaki kablolar
gevseklik durumunu kontrol ediniz.
Ark baglamiyor * Kaynak kablosu dlizgiin baglanmamustir.
* Sase baglantisi uygun sekilde yapilmamistir.
Yetersiz kaynak dolgusu * Kaynak islem hizi olmasi gerekenden yiiksektir.
Gozenekli kaynak * Ka)./|.1ak yapilan malzeme nemli, yagli, pash ya da kirli
olabilir.
* Kaynak islem hizi uygun degildir.
* Makinenin topraklama pensesinin is pargasina bagh
oldugundan emin olunuz.
* Elektrodun bagl olmasi gereken kutbu ve makinede
ayarlanmasi gereken akim degerini kontrol ediniz.

* Kablolarin saglamhgindan ve baglanti noktalarinin
asinmamis oldugundan emin olunuz.

Diizgiin olmayan kaynak

HATA MESAJLARI VE ANLAMLARI

HATA MESAJI ANLAMI YAPILMASI GEREKEN
Asirt 1sinma  durumunda | Makine termal korumaya girmistir. Kaynak

Asiri sicakhk uyarisi  makine Uzerindeki OC (Over | islemi durdurulmali ve makinenin sogumasi
yaniyor. current) ledi aktif olur. | beklenmelidir.
Makine ¢ikis akimi vermez.
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ELEKTRIK DiYAGRAMI

AMEIVIAEILIY

'
i
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NAKLIYE

« Cihazin elektrik baglantilarinin sokildiginden emin olunuz.

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

» Makinenin nakliye esnasinda olumsuz hava kosullarindan etkilenmemesi icin koruyunuz.

« Cihazlar Ust Uste koymayiniz, istifleme yapmayiniz.

« Tasima esnasinda tiim elektrik baglantilar s6kilmis olmasi gerekmektedir.

+ Cihazi yan ya da bags asadi tasimayiniz.

URETICI FIRMA

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

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

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

TEKNIK SERVIS

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

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

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

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

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

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

3. Uriinle verilen ve iiriiniin ¢alismasi icin gereken tiim parcalar (tel siirme {initesi 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, glic kaynag1 kablosu, kontrol
kablolari, sebeke baglanti 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 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 icerik listesiyle kutu
icerigini kontrol ediniz.

9.  Asagidaki durumlarda tiriin garanti kapsami disinda kalir:

o Nuris Teknoloji yetkilileri disinda a¢ilmis veya sokiilmiis tiriinler,

o  Yanlis kullanim ve ihmalden kaynakli zarar gérmiis iiriinler,

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

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

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 sebekesindeKki, 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.

NURIS TEKNOLOJI AS. Tiim haklan sakhidir.



NURIS TEKNOLOJI A.S.

KAYNAK MAKINESI
GARANTI BELGES]

MAKINE BiLGILERI

Makinenin markast: NURIiS TEKNOLOJi A.S.
Makine Modeli:

Makine Bandrol ve SETi NO: o b b s s
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 Baslangi¢ Tarihi:

Garanti Bitis Tarihi:

Telefon:

iMZA / KASE:

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 énce, her iki kopya
iizerindeki makine seri numaralarinin ayni oldugunu kontrol ediniz.

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

NURIS TEKNOLOJI AS. Tiim haklan sakhidir.




NURIS TEKNOLOJI A.S.

KAYNAK MAKINESI
GARANTI BELGESI

MAKINE BiLGILERI

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

Makine Bandrol ve Seri No:

TUKETICI BiLGILERI

Firma Bilgileri:

Yetkili Adi-Soyadi:

Telefon:

Adres:

Sehir:

_E-posta:
iMZA / KASE:

SERVIS BIiLGILERI
Yetkili Servis Adi:

Kurulumu Yapan Adi-Soyadi:

Kurulum Tarihi:

Garanti Baglangi¢ Tarihi:

Garanti Bitis Tarihi:

Telefon:

iMZA / KASE:

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.

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

NURIS TEKNOLOJI AS. Tiim haklan sakhidir.







EN 2026

MIG200F
USER MANUAL

@ NURIS



NT-RDV-USG-031 MIG200F V1.1 USER NAUAL

V1.1

CONTENTS

SAFETY 2
GENERAL INTRODUCTION 7
CONNECTION TYPES 10
USAGE 13
WELDING RECOMMENDATIONS 13
STORAGE 19
MAINTENANCE AND REPAIR 20
FAILURE CAUSES AND SOLUTIONS 21
ERROR MESSAGES AND THEIR MEANINGS 21
DIAGRAM 22
TRANSPORTATION 23
MANUFACTURER COMPANY 23
TECHNICAL SERVICE 23
WARRANTY DOCUMENT 24

NURIS TEKNOLOJI AS. All rights reserved

1



| NT-RDV-USG-031 MIG200F V1.1 USER NAUAL V1.1

SAFETY
SAFETY SYMBOLS AND DESCRIPTIONS

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

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

&CAUTION

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

© inFormaTION

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.

“ 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

& 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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ELECTRIC SHOCK CAN KILL

V1.1

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

FUMES AND GASES CAN BE DANGEROUS

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

ARC AND RAYS CAN BURN

When welding or observing, wear a shield with the appropriate filter and cover
plates to protect your eyes from sparks and arc rays. Wear suitable clothing made
from durable flame-resistant material to protect your skin and that of your helpers.
Protect other nearby personnel with suitable, non-flammable screening and warn
them not to watch the arc or expose themselves to it.

WELDING SPARKS CAN CAUSE FIRE OR EXPLOSION

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

ELECTRIC AND MAGNETIC FIELDS MAY BE DANGEROUS

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

WELDED MATERIALS CAN BURN

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

NOISE MAY CAUSE DAMAGE TO YOUR HEARING ABILITY

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

MOVING PARTS MAY CAUSE INJURIES

Stay clear of moving parts. Ensure all protective devices, such as covers, panels, and
flaps, are kept closed and locked.
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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 It is 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.

5
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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

V1.1

MIG200F is an inverter-based MIG welding machine.

e  Stable and high-quality performance with IGBT inverter technology
e  Stable welding, low spatter, deep penetration, and smooth weld seam with electronic reactor

control

e Welding voltage can be preset; voltage and current can be monitored simultaneously during

welding

e Compact, lightweight, easy to use, economical, and practical

TECHNICAL SPECIFICATIONS

TECHNICAL SPECIFICATIONS MIG200F
Input Voltage 220V, 1 Phase, 50/60 Hz
Input Power 9.9 kVA
Input Current (/7ef) 43 A
Open Circuit Voltage 50 V
Current Adjustment Range 10 - 200
Efficiency >%80
MIG MAG WELDING
%100 A 89
Duty Cycle(40°C) %60 A 115
%20 A 200
Adjustment Field 50A/16.5V - 200A/24V
MMA
%100 A 72
Duty Cycle (40°C) %60 A 92
%20 A 160
Adjustment Field 10A/20.4V - 160A/26.4V
TIG
%100 A 89
Duty Cycle (40°C) %60 A 115
%20 A 200
Adjustment Field 10A/10.4V - 200A/18V
MACHINE
Weight 14.33 kg
Machine Dimensions 465 x 185 x 295 mm
Operating Temperature -10/ +40°C
Transportation Temperature -20/ +55°C
Protection Class IP21S
Warranty 2 years

7
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MACHINE PARTS

MIG200F front and rear panels are shown in Figure 2.1 and Figure 2.2, respectively. The MIG200F welding
machine is lightweight and easy to carry.

Table 2.1 Front part

NO DESCRIPTIONS

1 Torch Connection Adapter

2 Polarity Indicator Connection
3 Electrode Clamp (+)

4 Work Connection (-)

Table 2.2 Back parts

NO DESCRIPTIONS
Power Cable
On/Off Switch
Gas Inlet

~N o »n

Figure 2.2 MIG200F back view
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Figure 2.3 Screen meaning

NO DESCRIPTIONS

9. Gas type selection button

10. 2T/4T/VRD selection button

11. Welding mode selection button

12. Single diameter selection button

13. Gas control button

14. Wire control button

15. Inductance/Hot Start/Arc Force selection button
16. Parameter setting button

9
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CONNECTION TYPES
SUPPLY POWER CONNECTIONS

The MIG200F operates on single-phase 220 V, 50 Hz supply power. The power input cable is located on
the rear of the power supply. The yellow-green cable must be connected to PE ground. A suitable fuse
must be used in the connecting panel. When selecting the fuse, the U1, ITmax, and I1eff values specified

on the power supply's rating label must be taken into account.

The machine must protect all enclosures with a grounding line. However, it is recommended that a

account.

Figure 3.7 Supply line connections

A suitable fuse must be used in the connected panel. When
selecting the fuse, the U1, I1Tmax, and I1eff values specified on
the power supply's technical data label must be taken into

Long cables should be coiled to prevent them from becoming tangled in machine cables.
Worn or damaged connectors should not be used; check the connectors.

residual current circuit breaker be used in the power panel to prevent potential grounding breaks.
MIG WELD CONNECTIONS

Gasless MIG welding:

Connect the MIG welding torch euro
connector to the welding socket on the front
of the welding machine. Secure the MIG
welding torch euro connector by turning the
screwdriver on the MIG welding torch euro
connector clockwise.

Connect the welding power cable to the
negative (-) welding output terminal.

Connect the work connector to the positive (+)
welding output terminal.

Connect the work clamp to the workpiece.
Ensure good contact with the workpiece. The
contact point should be clean, made of bare
metal, free of corrosion, paint, or scale.

10
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Gas shielded MIG welding:

7.

Connect the MIG welding torch's euro
connector to the torch socket on the front of
the welding machine. Secure the MIG welding
torch's euro connector by turning the
screwdriver firmly clockwise.

Insert the welding wire into the wire feeder.
Connect the polarity return line to the positive
(+) welding output terminal.

Connect the work connector to the negative (-
) welding output terminal.

Connect the work clamp to the workpiece.
Ensure good contact with the workpiece. The
contact point should be clean, bare metal, and
free of corrosion, paint, or scale.

Connect the gas regulator and gas line to the
inlet on the rear panel. If the regulator is
equipped with a flow indicator, the flow should
be set between 8 and 15 L/min, depending on
the application. It is recommended to double-
check the gas flow before starting welding.

MMA WELDING CONNECTION

V1.1

Figure 3.3 MIG welding connection (gas shielded)

Connect the electrode connection to the positive

(+) welding output terminal.

Connect the ground connection to the negative

(-) welding output terminal.

© nrormaTIONS

Figure 3.4 MMA welded joints

In MMA welding, the clamp and work cable connections may vary depending on the polarity of the
electrode used and the welding process.

11
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TIG WELD CONNECTIONS

4. Connect the Lift TIG torch to the negative (-) %
welding output terminal. —
5. Connect the chassis connection to the positive (+)
welding output terminal.
Connect the Lift TIG torch air hose to the Argon
regulator connection.

Figure 3.5 TIG welding connections

During prolonged welding operations, the workpiece connection area may become hot. If any post-
welding work is to be performed on this part, it should be allowed to cool for at least 30 minutes.
The workpiece clamp should be attached as close as possible to the part to be welded, ensuring
good contact between the clamp and the part.

SHIELDING GAS CONNECTION

The gas supply system consists of a gas cylinder, gas regulator, and gas hose. The heater cable should
be plugged into the socket on the rear panel of the welding machine, and the hose should be securely
fastened with a hose clamp to prevent air leakage or gas escape. This ensures effective protection of
the weld area.

Precautions:

«  Shielding gas leakage, adverse effects of arc heat.

*  The gas tube should not be exposed to direct sunlight. Increased temperature can increase
internal cylinder pressures and pose a risk of explosion.

. Hitting, hitting, or excessively tilting the gas tube is strictly prohibited.

«  Before opening or closing the gas outlet, ensure that nothing is near the regulator.

«  The gas outlet flow indicator must be installed vertically; this is essential for accurate gas flow
changes.

. Before installing the gas regulator, simply turn the gas on and off briefly several times to
remove any accumulated dust. This ensures a clean gas outlet.

12
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USAGE
SELECTION OF WELDING MATERIAL, WIRE DIAMETER, PROCESS, AND
GAS

WELDING SETTINGS QUICK REFERENCE TABLE

WELDING PARAMETERS MATERIAL THICKNESS
WEId",‘g Wire Type Polarity .ere Shielding Gas |1.0mm|2.0mm|3.0mm|4.0mm|5.0mm|6.0mm
Material Diameter|
Keyword: Voltage / Wire Speed
Mild Self-shielded Torch 0.8mm N/A - |14.0/2.716.2/3.0|18.5/6.1]24.5/9.0] -
Steel  |flux cored wire| Negative (-)
Mild Self-shielded Torch 0.9mm N/A - 6.3/2.0[18.8/3.6/20.2/4.1)21.0/7.5}21.6/9.0

Steel  |flux cored wire| Negative (-)
Mild MIG welding Torch 0.6mm [75%Argon+25%|15.9/3.4]19.5/7.8] - - - -

Steel wire ER70S-6 | Positive (+) CO2
Mild MIG welding Torch 0.8mm [75%Argon+25%]|12.8/2.0[14.1/3.3|17.5/6.6/20.0/8.221.0/9.0]21.0/9.0
Steel wire ER70S-6 | Positive (+) CcO2

Mild MIG welding Torch 0.6mm 100%C0O2 |14.2/2.1(19.8/8.1] - - - -

Steel wire ER70S-6 | Positive (+)

Mild MIG welding Torch 0.8mm 100%C0O2  |13.6/2.3[14.4/3.6/18.4/4.2]21.1/8.5[22.6/9.0] -

Steel wire ER70S-6 | Positive (+)
Use this table as a guide only, as optimal settings may vary depending on the join type and operator technique.
Cells left blank are not a recommended configuration.

WELDING RECOMMENDATIONS

. First, select the welding materials and additional materials appropriate for your task.

. Ensure that the welding area is ergonomically designed to allow for ease of movement.

. Ensure that the surfaces of the parts you will be welding are clean. (Ensure this with a steel
brush or grinding equipment.)

»  Connect the ground clamp as close as possible to the part you will be welding and ensure
good contact.

*  Adopt a comfortable welding position and support your arm as much as possible.

«  Weld in a position where you can see the tip of the welding clamp or inspect the weld pool.

13
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WELDING CURRENT

The selected welding current, voltage, and arc settings during the welding process have a direct impact
on weld stability, quality, and efficiency. To achieve good weld quality, the welding current must be
compatible with the voltage and arc settings.

The appropriate wire diameter should be selected based on the type of metal transfer and production
requirements.

You can refer to the table below to select commonly used values for welding current, arc, and voltage.

Short Circuit Transition Particle Transfer
Wire @(mm)
Current(A) Voltage (V) Current(A) Voltage (V)
0.6 40~70 17~19 160~400 25~38
0.8 60~100 18~19 200~500 26~40
1.0 80~120 18~21 200~600 27~40

WELDING WIRE SPEED

Both weld quality and productivity should be considered when determining welding speed. Increasing
welding speed reduces the effectiveness of the shielding gas and accelerates the cooling process. This
can have negative consequences for the weld bead. Conversely, if the welding speed is too slow, the
workpiece can be easily damaged, and the weld bead will not achieve the desired quality. In practice,
welding speeds should not exceed 30 meters per hour.

ADJUSTING CO: GAS FLOW AMOUNT
Shielding efficiency should be a primary consideration when making adjustments. Additionally, fillet

welds provide better shielding efficiency than external fillet welds. For basic parameters, please refer to
the figure below.

Fine Wire CO2 Thick Wire CO2 Thick Wire, High
Gas Weldin Weldin Current CO2
9 9 Welding
CO2 (L/min) 5~15 15~25 25~50
14
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Vi1
BUTT WELDING PARAMETERS
-'-J Tt
g
M.aterlal Width Wire ¢ Welding Welding Wire Feed Gas
Thickness Current Voltage Speed
mm mm i min
T(mm) g(mm) (mm) (A) V) (cm/min) (L/min)
0.8 0 0.8~0.9 60~70 16~16.5 50~60 10
1.0 0 0.8~0.9 75~85 17~17.5 50~60 10~15
1.2 0 1.0 70~80 17~18 45~55 10
1.6 0 1.0 80~100 18~19 45~55 10~15
2.0 0~0.5 1.0 100~110 19~20 40~55 10~15
2.3 0.5~1.0 1.00r1.2 110~130 19~20 50~55 10~15
3.2 1.0~1.2 1.00r1.2 130~150 19~21 40~50 10~15
4.5 1.2~1.5 1.2 150~170 21~23 40~50 10~15
15

NURIS TEKNOLOJI AS. All rights reserved



NT-RDV-USG-031 MIG200F V1.1 USER NAUAL R
FILLET WELDING PARAMETERS
(\
R
|
“:?tl(er'a| Wire ¢ Welding Welding | Wire Feed Gas
Thickness I (mm) Current Voltage Speed
(mm) i (L/min)
T(mm) (A) ) (cm/min) /
1.0 2.5~3.0 0.8~0.9 70~80 17~18 50~60 10~15
1.2 2.5~3.0 1.0 70~100 18~19 50~60 10~15
1.6 2.5~3.0 1.0~1.2 90~120 18~20 50~60 10~15
2.0 3.0~3.5 1.0~1.2 100~130 19~20 50~60 10~20
2.3 2.5~3.0 1.0~1.2 120~140 19~21 50~60 10~20
3.2 3.0~4.0 1.0~1.2 130~170 19~21 45~55 10~20
4.5 4.0~4.5 1.2 190~230 22~24 45~55 10~20
16
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VERTICAL FILLET WELD

V1.1

NURIS TEKNOLOJI AS. All rights reserved

Ticnes | 1y | Wreo (| wedng | Yodiw | VSTt | o

T(mm) V) (cm/min) (L/min)
1.2 2.5~3.0 1.0 70~100 18~19 50~60 10~15
1.6 2.5~3.0 | 1.0~12 90~120 18~20 50~60 10~15
2.0 3.0~35 | 1.0~1.2 100~130 19~20 50~60 10~20
2.3 3.0~35 | 1.0~ 1.2 120~140 19~21 50~60 10~20
3.2 3.0040 | 1.0~ 1.2 130~170 22~22 45~55 10~20
4.5 4.0~4.5 1.2 200~250 23~26 45~55 10~20

17
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VA1
LAP WELD
B
A Y,
O’L{f
G %
37
S o
} - ! 2
Material . .
q . Welding Wire Feed Gas
i Wire ¢ ( Weldin
Thickness | ;1 (mm) mm()P i 3_\) Voltage Speed
i min
T(mm) (V) (cm/min) (L/min)
0.8 A 0.8~0.9 60~70 16~17 40~45 10~15
1.2 A 1.0 80~100 18~19 45~55 10~15
1.6 A 1.0~1.2 100~120 18~20 45~55 10~15
2.0 AorB 1.0~1.2 100~130 18~20 45~55 15~20
2.3 B 1.0~1.2 120~140 19~21 45~50 15~20
3.2 B 1.0~1.2 130~160 19~22 45~50 15~20
4.5 B 1.2 150~200 21~24 40~45 15~20
18
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STORAGE
STORAGE AND WORKING ENVIRONMENT

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

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

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

It should have adequate airflow during operation.

TRANSPORTATION

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

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

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

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

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

PLACEMENT

The welding machine should be in a position that the operator can easily access during use.
The welding machine should not be placed so close to the operator that it negatively affects
their work.

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

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

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

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

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

All electrical connections should be inspected.

Maintenance, repair, or modifications should not be performed if not following the procedures
described in this guide.

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.
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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.

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.
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NON-PERIODIC MAINTENANCE

e  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.

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

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

FAILURE CAUSES AND SOLUTIONS
PROBLEM AND POSSIBLE CAUSES

Please check all power connections before troubleshooting.

Values are not displayed on the * Check the power connection.
screen. * Turn on the power switch.
No output current. * Input voltage is incorrect.
* Check the cables between the power switch and the
power supply board for looseness.
Arc does not start. * The source cable is not connected properly.
* The chassis connection is not made properly.
* The welding process speed is higher than it should

be.

Insufficient weld deposit. * The material being welded may be moist, oily, rusty
or dirty.

Porous weld. * The welding speed is not appropriate.

* Ensure that the machine's grounding clamp is
connected to the workpiece.

* Check the appropriate polarity of the electrode and
the current setting on the machine.

* Ensure that the cables are intact and that the
connection points are not corroded.

ERROR MESSAGES AND THEIR MEANINGS

ERROR MEANING WHAT NEEDS TO BE DONE

MESSAGE

In case of overheating, the | The machine has entered thermal

OC (Over current) LED on the rotection. Welding must be stopped and
The overheating ( ) P 9 pp

L machine becomes active. The | the machine must be allowed to cool.
warning is on.

machine will not provide
output current.
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DIAGRAM
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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.

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

MANUFACTURER COMPANY

NURIS TEKNOLOJI VE MAKINE SANAYi A.S
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 Teknoloji 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 TEKNOLOJI VE MAKINE SANAYi A.S
Ahi Evran OSB Mah. Babiirsah Cad. No: 2 06935 Sincan-ANKARA TURKIYE
Tel: +90 (312) 267 58 60 Web: www.nuris.com.tr
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WARRANTY DOCUMENT

The warranty period for this product commences from the delivery date and lasts for two (2) years.
The warranty duration for any product replaced during the warranty period is limited to the remaining
warranty period of the original purchased product.
All parts (such as the wire feeder) supplied with the product and essential for its operation are covered
by the Nuris Teknoloji warranty.
If the product malfunctions during the warranty period due to defects in material, workmanship, or
assembly, it will be repaired without any labor costs, replacement part costs, or any other fees.
The product invoice serves as the warranty certificate.
Wear-and-tear parts and accessories such as welding torches, electrode holders, power supply cables,
control cables, mains connection plugs, grounding cables, earth clamps, electrode cables, gas hoses,
interconnecting cables, wire feed rollers, and similar parts are consumables and are not covered by this
warranty.
The repair period for the product begins on the date the defect is reported to the authorized service
station or seller (if within the warranty period). If outside the warranty period, it begins on the date the
product is delivered to the authorized service station.
Products covered by Nuris Teknoloji's warranty are inspected before packaging and shipping. After
receiving the product, please check it for any damage. In case of damage, immediately notify Nuris
Teknoloji and the shipping company. Please verify the contents of the box against the packing list.
The product will be excluded from warranty coverage under the following conditions:
o Products that have been opened or disassembled by unauthorized personnel or without prior
authorization from Nuris Teknoloji officials.
Products damaged due to misuse or neglect.
Products operated under improper installation, maintenance, or unsuitable storage/operating
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 (e.g., fire, flood, earthquake, lightning strikes, etc.).
Products that fail as a result of using non-original or unsuitable spare parts and accessories.
Products that fail due to utility power surges or similar problems outside the limits
declared by the manufacturer.
Nuris Teknoloji is not liable for any loss of business or production loss that may occur due to
malfunctions in the machines, other than the free repair of defective products under warranty as
specified above.

Users are obligated to adhere to the information provided above. Defects caused by

use contrary to the by the warranty.
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NURIS TEKNOLOJI A.S
WELDING MACHINE
WARRANTY DOCUMENT

MACHINE INFORMATION

Brand: NURIS TEKNOLOJI A.$

MOdel: e
Serial NUMDET: e e e
Company Information

Company Name:

AUhOTIZEd PEISOM: Lttt e
<) 157103 T PP PURIN
AAIESS: s
{03174 @101 1113 7 PP PURIN

oAl e

SIGNATURE/OFFICIAL STAMP:

SERVICE INFORMATION

AUhOTIZEA SEIVICE: Lottt e
SOIVICE A E:
Installation Date: e e
Warranty Starting Date: oo e
Warranty EXpiration Date: ..ot

Telephone:
SIGNATURE/OFFICIAL STAMP:

WARNING: For validity, please ensure both copies of this Warranty Document are signed by an Authorized
Service Center. Before signing, please verify the machine's serial number(s).

By signing below, I confirm receipt of the welding machine in sound and complete condition, with
the model and serial numbers as indicated herein, and acknowledge understanding and
acceptance of the terms and conditions stated in this warranty document.
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NURIS TEKNOLOJI A.S
WELDING MACHINE
WARRANTY DOCUMENT

MACHINE INFORMATION

Brand: NURIS TEKNOLOJI A.$

MOdel: e e
Serial NUIMIDCT: et e e
Company Information

Company NAME: e e et
AUthOTiZed PEISON: L e
S]] 1103 T PP PPt
AAIESS: e
Gl COUNITY . ittt e e e e e et

Ermmails e

SIGNATURE/OFFICIAL STAMP:

SERVICE INFORMATION
Authorized Service:

Service Staff:

Installation Date:
Warranty Starting Date: Lo e
Warranty EXPIration Date: ...ttt

TP ONe: e
SIGNATURE/OFFICIAL STAMP:

WARNING: For validity, please ensure both copies of this Warranty Document are signed by an Authorized
Service Center. Before signing, please verify the machine's serial number(s).

By signing below, I confirm receipt of the welding machine in sound and complete condition, with
the model and serial numbers as indicated herein, and acknowledge understanding and
acceptance of the terms and conditions stated in this warranty document.
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