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GUVENLIK

GUVENLiIK SEMBOLLERi VE AGIKLAMALARI

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

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

UrGntin kurulumunu yapmadan 6nce, kullanim kilavuzunun okunmasi firma tarafindan
| | tavsiye edilir. Sagliginiz ve Grlintin Giztin dmiirld kullanimi igin tim etiketlere ve glvenlik

onlemlerine uyunuz.

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

Giivenlik uyarilari ve aciklamalari

& Cihazi kullanmadan 6nce bu kilavuzu dikkatlice okuyunuz. Bu cihaz sadece uygun egitimi
almus ilgili personel tarafindan kullanilabilir. Glvenli bir kullanim icin cihazin nasil dogru
bir sekilde kullanilabilecegi ve ne tip riskler icerdigi iyice anlasiimalidir. Dogru sekilde
kullaniimayan cihaz yiziinden olusabilecek her tirli olumsuz durum, yaralanma veya

vefat karsisinda Nuris Teknoloji herhangi bir ytikimlulik tagimaz.
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ELEKTRIK CARPABILIR

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

KAYNAK DUMANI ve GAZLARI TEHLIKELIiDIiR

Kaynak yaparken mutlaka iyi havalandirilan yerde calisin. Kaynak sirasinda kullanilan
ortlict gazlar insan saghgini tehlikeye atabilir. Kaynak sirasinda ortaya gikan gazlari
ya da dumani solumayin. Bu duman ya da gazlar insan saghgi agisindan tehlikelidir.

KAYNAK ARKI ISINLARI TEHLIKELIDiR

Kaynak arkindan cikan isinlar son derece tehlikeli olup insan gdziine kalici zarar
verir. Kaynak yaparken mutlaka kisisel koruyucu donanim (kaynak goézligul)
kullanilmalidir. 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 yiiksek 1sili kiiglik 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 guvenlik énlemlerini (yangin séndirlct gibi) alin. Ayrica sigrayan metal
parcalar kisisel yaralanma ya da yaniklara neden olabilir. Bunu icin mutlaka uygun
kisisel koruyucu donanim (kaynak eldiveni, kaynak ayakkabisi, kaynak énligu gibi)
kullanin.

ELEKTRIK VE MANYETiK ALANLAR TEHLIKELi OLABILIiR

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 igin 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 (kulaklik, kulak tikaci vb.) kullanin.

HAREKETLi PARCALAR YARALANMALARA NEDEN OLABILIR

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

Asagidaki  koruyucu geregler kullaniimadan kaynak makinesi calistinlmamali ve kaynak
yapilmamalidir:

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

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

Kaynakg! elbisesi: Kaynak sigramalari nedeni ile cabuk yanabileceginden, sentetik malzemelerden
Uretilmis kaynak elbisesi kullaniimamalidir.

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

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

e Makinenin kapak ve panelleri acikken kesinlikle kaynak yapilmamalidir.

e  Bitlin kaynak islerinde calisilan ortamin havalandiriimasi gereklidir. Bununla birlikte kaynak
yapilan yerdeki asiri hava dolasiminin, koruyucu gaz tabakasini bozabilecegi unutulmamalidir.
Gozde, burunda ve bogazda meydana gelen yanma hissi ve tahrisler yetersiz havalandirmanin
temel belirtileridir. Boyle bir durumla karsilasildiginda, ortam havalandiriimali sorunun devam
etmesi halinde kaynak islemi durdurulmalidir.

e  Tamamen kapali tlplere ya da borulara kaynak veya kesme islemi yapiimamalidir. Bu tir
cisimlere kaynak yapiimadan énceden bunlar; agilmali, 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 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, gelik firga 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 kirlmamasi icin bukilmeden
kullanilmahdir.

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

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

. Kullanici ergonomisi agisindan uzun siire ara vermeden kaynak islemi yapilmasi dnerilmez.
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Genel Giivenlik Uyarilar

. Elektrik baglantilar kesinlikle yetkili kisiler tarafindan yapilmaldir.

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

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

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

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

e Agir cisimlerin diigme olasiligina karsi metal burunlu ayakkabi giyilmelidir.

. Kaynak teli makaradan el ile acilirken, bir yay gibi firlayabilir ve kaynak yapan kisiye veya cevredeki
kisilere zarar verebilir. Bu islem yapilirken dikkatli olunmali ve gerekli &nlemler 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 veya
onarim islemi gerceklestiriimeden dnce makinenin sogumasi icin en az 5 dakika beklenmelidir.

ELEKTROMANYETIK UYUMLULUK (EMU)

Bu cihaz standartlara gére EMC testlerinde A sinifindadir. Cihaz, ilgili elektromanyetik uyumluluk
kriterlerine goére 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 icin bu boltm dikkatlice okunmali ve
talimatlar uygulanmalidir.

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

. Cihazin yakinindan gegen 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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o BiLGILENDIRME

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

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

Kullanici, calisma alaninin EMU bakimindan uygun durumda oldugundan emin olmalidir. Aksi halde ek
koruma onlemlerinin alinmasi gerekebilir. Kaynak islemleri sirasinda olusabilecek elektromanyetik
parazitler, elektronik cihazlarinizda ve sebekenizde istenmeyen etkilere neden olabilir Makinelerdeki
elektromanyetik yayilimlari azaltmak icin asagida ana hatlariyla belirtilen maddeler dikkate alinmalidir.

e Parazit olusmasi durumunda uygunlugu saglamak icin; kisa kablo kullanimi, korumali kablo
kullanimi, makinenin baska bir yere tasinmasi, kablolarin etkilenen cihaz ve/veya bolgeden
uzaklastirmasi, filtre kullanimi veya ¢alisma alaninin EMC agisindan uygun hale getirilmesi gibi
tedbirler alinabilir.

e Glg 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 parca
topraklanmalidir. Kaynak yapilan parcanin topraklanmasinin, kullanict ve makine icin
problemler yaratmayacagindan ve/veya sagliksiz calisma kosullarina sebep olmayacagindan
emin olunmalidir.
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GENEL TANITIM
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Sekil 2.1 Calisma Prensibi

GALISMA PRENSIBi

IGBT invertor teknolojisine dayali olarak; 380V g fazl sebeke beslemesi, giris ve dogrultma islemlerinden
sonra IGBT invertor aracihigiyla 17kHz ylksek frekansli alternatif akima dénustiralar. Ardindan ylksek
frekansli bir transformatér tarafindan voltaji dustrilir, yiksek frekansli dogrultucu ile dogrultulur ve
kaynak islemine uygun dogru akimi (DC) tretmek Uzere filtrelenir.

Bu siregte, kaynak gii¢ kaynaginin dinamik tepki hizi artirilirken, cihazin hacmi ve agirhg azaltilmistir.
Ayni zamanda, kontrol devresi araciligiyla tim makine Gzerinde saglanan kapal déngi kontrold, glic
kaynagina sebeke dalgalanmalarina karsi daha iyi direng yetenedi kazandirir ve mikemmel kaynak
performansi elde edilmesini saglar.

UYGULAMA ALANI

Malzeme Uygunlugu: Siradan disik karbonlu celik, paslanmaz celik ve alasimlarinin kaynagi
i¢in uygundur.

Kaynak Pozisyonlari: Diz (PA), dik (PF/PG), tavan (PE), yan/yatay (PC) ve tim pozisyonlardaki
kaynak uygulamalari icin uygundur.

Tel Cesitleri ve Caplarn: 0,8 mm, 1,0 mm ve 1,2 mm capindaki 6zsiz(SG2) ve 0zlu kaynak
tellerinin kullanimi i¢in uygundur.

Manuel Ark Kaynagi (MMA): Asidik, bazik (alkaline) ve seliilozik elektrotlar kullanilarak yapilan
manuel ark kaynagi islemleri icin uygundur.

OZELLIKLER

»  Diisiik Capak ve Miikemmel Dikis: Yiksek hizli ARM platformu ve benzersiz hassas dalga
formu kontrolii sayesinde dusik kaynak capagi ve mikemmel kaynak dikisi saglanir.

»  Ark Kontrolii: "Ark kontroli" digmesi araciligiyla ark sekli ayarlanabilir ve ark sertligi
serbestce belirlenebilir.

»  Ark Baslatma ve Tel Kesme: Benzersiz ark atesleme ve tel ucu topuz kesme teknolojisi ile ark
baslatma basari orani blyik 6lctide artinlmis ve yiiksek kaliteli hizli punta kaynagi kabiliyeti
kazandinlmistir.

»  Dijital Tel Siirme: Tamamen dijitallestirilmis tel sirme kontrol sistemi sayesinde daha kararli

bir tel besleme gergeklestirilir.
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Veri tabani: Dahili zengin kaynak uzmani veri tabani ve sinerjik ayar sistemi ile operasyon
kolaylastirilmistir.

Dijital Panel: Basit ve sezgisel dijital operasyon paneli; hem 6n ayarli akim ve voltaji hem de
kaynak anindaki gercek akim ve voltaj degerlerini goriintiler.

Hata Teshisi: Ariza hata kodu alarm ekrani, ariza tiplerinin teshis edilmesini ve kendi kendine
kontroll kolaylastirir.

Otomatik Kablo Kompanzasyonu: Donglisel otomatik kompanzasyon fonksiyonu, kablo
uzunluguna gdre kablo kaybini otomatik olarak telafi eder ve kablo ¢ikis uzunlugunun 100
metreye kadar uzatiimasina olanak tanir.

Kaynak Spesifikasyonu Sinirlandirma: Standart disi islemleri 6nlemek igin her bir gig
kaynaginin maksimum kaynak akimi ve voltaji sinirlandirilabilir.

Endiistri 4.0 Uyumlulugu: Olceklenebilir ag araylizi, akilli Gretim ve Endistri 4.0 ile ag
lzerinden baglanti ve iletisim kurulmasina olanak tanir.

TEKNiK OZELLIiKLER

TEKNIK OZELLIKLER BiRIiM DEGER
Voltaj Ayar Sahasi \ 12-48
Akim Ayar Sahasi A 50-500
Acik Devre Voltaji \ 80

Giris Gucu kVA 26
Frekans Hz 50/60
Voltaj \ 380+%15
Faz - 3
Verim - >%85
Rejim 40°C %100 A 500
MAKINE
Giig tinitesi agirhg kg 48
Tel besleme nitesi agirhgi kg 15.6
Sogutma suyu depo kapasitesi Litre (1) 7
(Sivi sogutmali modeli icin )
Makine Boyutlari mm 750*365*595
Kullanim Sicakhig °C -10/ +40
Depolama Sicaklig °C -20/ +55
Koruma sinifi - IP21S
Garanti - 2 yil
9
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MAKINE PARGALARI

NURIS
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Sekil 2.2 MIG500N ekran

GORSEL FONKSiYON

Akim-Gerilim

gostergesi
v
2T
47

Mod secimi

Tetik segimi
o  Cift Tetik
o  Tek Tetik
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ACIKLAMA

Bekleme modunda ayarlanan
akim/gerilim gérintilenir, kaynak
sirasinda ise gercek akim/gerilim
gorintulenir.

Sinerjik Mod: Sinerjik modda voltaj
ayar, mevcut akim ayar ile
baglantilidir. Oncelikle voltaj
diigmesini orta gosterge konumuna
getirin ve ardindan akim digmesini
ayarlayin; boylece voltaj, akim ayariyla
otomatik olarak eslesecektir.

2T Modu: Torg tetige basarak normal
sekilde kaynak yapilan ve tetigin
birakilmasiyla kaynagin
durduruldugu moddur.

4T Modu: Uzun kaynak dikisleri igin
uygundur; torg tetik basarak ark
baslatildiktan sonra, tetik birakilarak
normal sekilde kaynaga devam
edilebilir. Tekrar tetige basip
birakildiginda kaynak islemi sonlanir.

NURIS TEKNOLOJI A.S. All rights reserved.
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Tel secimi

Gaz segimi

Akim ayar potu

Arc Force

Endiktans & Hot Start

11

Kaynak teli capina gére 1.0, 1.2, 1.6
secenekleri

Kaynak Modu  Secimi:  Kaynak
yontemine gobre; 6zIi tel gaz alt
kaynagi (flux core), 6zsiiz(SG2) tel gaz
alti kaynagi (solid gas shielded) ve
manuel ark kaynadr (elektrot)
secenekleri ile bunlara karsilik gelen
gosterge isiklar mevcuttur.

Kaynak ¢ikis akim ayari yapilir.

Arc Force:

Gaz alti kaynagi modunda bu diigme
kaynak sonunda cikis voltaji degerini
ayarlar.

Tel stirme Unitesi olmadigr manuel
elektrot modunda ise bu diigme, arc
force miktarini ayarlar.

Ark cikis 6zelligini kontrol eder.
Digme saat yoniinde cevrildiginde
ark daha yumusak hale gelir, kararlilik
zayiflar, ntfuziyet derinligi siglasir ve
sicranti miktari azalir.

Saat yonunin tersine cevrildiginde
ise ark daha sert hale gelir, kararlilik
artar, nufuziyet derinlesir ve sicranti
miktari artar. Ayar araligi '-5 ile +5'
arasindadir ve varsayilan (fabrika
cikisl) konumu 0'dir

NURIS TEKNOLOJI A.S. All rights reserved.
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Sekil 2.3 MIG500N tel siirme ekrant

FONKSiIYON ACIKLAMA

Akim ayar potu Kaynak akim ayar potu

Gerilim ayar potu Kaynak gerilim ayar potu

Manuel Tel Stirme Butonu Manuel olarak tel sirme butonudur.

AN
. : e
b e oo
‘ L8 9N L0
Sekil 2.4 Makine sag goériiniim Sekil 2.5 Makine dnden goriinim
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Sekil 2.7 Makine (stten gériinim

ACIKLAMA

Ana Trafo

Diyot Grubu

Trifaze Kopru Diyot (Dogrultucu)
Film Kapasitor

Akim Sensori

Ekran

Plastik On Panel

MIG “+" ¢ikis (sagdaki konnektéor MANUEL PULSE MIG igin )
Tel Siirme Unitesi Kontrol Soketi
Sase (")

IGBT Modiili

IGBT Snubber

Akim Trafosu

Sok Bobini

Termostat

Salter

Gug Cikisi

Baglanti Terminali

Fan

Ana Kontrol Karti Bileseni
Surlcu Kart

EMC Filtre Kart Grubu

Yardimci Glg Trafosu
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Sekil 2.10 tel siirme (nitesi yandan gériiniim

ACIKLAMA

Flans

On panel

Hizl baglanti soketi

Tel siirme Unitesi baglanti konnektori
Tel sirme makara mili

Tel Makara Muhafazasi

Tel Strme Makarasi Kolu

Strme Makarasi Govdesi / Braketi
Strme Makarasi

Tel Stirme Unitesi Sarhos Tekerlek Grubu
V-Kanal Tel Sirme Makarasi (0.8/1.0 - 1.2/1.6)
Doner Tablali Altlik

Tel Stirme Unitesi Sabit Tekerlek Grubu
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wn

Sekil 2.11 Tel siirme (nitesi ici

NO

Sekil 2.12 Tel siirme Unitesi ici

ACIKLAMA

Baski ayari

Baski tekeri

V-tipi tel sirme makarasi @ 0.8/1.0
V-tipi tel sirme makarasi 21.2/1.6
Tel stirme Unitesi baglantisi
Kaynak torcu baglantis

Soket

Selenoid valf

® No VA W=

BAGLANTI SEKILLERI

SEBEKE GUC BAGLANTISI

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

Baglanti yapilan panoda mutlaka uygun bir sigorta
Sekil 3.1 Besleme hatt: baglantisi kullanilmalidir. Sigortanin seciminde giig¢ kaynag teknik deger

etiketinde belirtilmis U1, l1max ve l1eft dei‘ erleri dikkate alinmalidir.

. Makine kablolarina dolasip diismemek icin uzun kablolar sarilmalidir.

e Yipranmis eskimis baglanti elemanlari kullaniimamali ve kontrolleri saglanmalidir.

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

e  Kaynak islemine baslanmadan dnce makinenin hangi tetik durumunda olduguna dikkat
edilmelidir. 2T-4T modlar ekranda gosterilmektedir. Dikkat edilmedigi taktirde torcun
istenmeyen durumlarda tetiklenmesi sonucu yaralanmalar ve kazalar meydana gelebilir.

15
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o BiLGILENDIiRME

e Makine toprak hattiyla tim mahfazalari korumalidir. Ancak toprak hattindaki olasi kopmalar igin,

kullanilacak enerji panosunda kagak akim rélesi kullanilmasi &nerilmektedir.

e  Baski ayarinin fazla olmasi durumunda tel Gzerinde ezilmeler meydana gelebilir. Telin yuvarlak
yapisi bozularak tel sirmede torcun icerisinden gecme esnasinda problemler yasanabilir. Ayrica
kontak memede tikanma problemiyle karsilasilabilir. Tel ayarinin gevsek olma durumundaysa tel
stirme diizgln sekilde gergeklesmeyebilir. Bu nedenle baski ayari yapilirken gevsekten sikiya

dogru gidilerek en iyi baski ayar noktasi yakalanmaya calisilir.

EKiPMAN BAGLANTI DiYAGRAMI

'ﬁ N Gaz saati Gz Hartumu

Tel Sdrme Gaz Toph
Unitesi =
fm
F

Tel Sdrme Unitesi
Kontol Hatt

Tel Sdrme Dniaes
Fenacl Kablosu

Torg

Topraklarna Kablosu

Caldgma Alamn

o=

Sekil 3.2 Makine genel gériiniim

Sogutma sivisi

e MIG500N sivi sogutmali modeli igin sogutma sivisi eklenerek kullaniimalidir.

. Sogutma sivisi olarak kirecli olmayan su kullaniimalidir. Kiregli su makinenin sogutma sisteminde
problemlere ve makinenin édmriiniin kisalmasina neden olabilir. Kullanilan suyun kesinlikle temiz

olmasina ve iginde hicbir parcacigin bulunmamasina dikkat edilmelidir.

e Sogutma sivisi deposu en fazla 7 litre sogutma sivisi ile doldurulmalidir. Sivi seviyesi, en az (min) ve
en ¢ok (max) cizgileri arasinda olmalidir. Her kaynak isleminden 6nce sogutma sivisi seviyesi kontrol

edilmelidir.

. Mevsim kosullarina gore, sogutma sivisi olarak kullanilan suyun donma olasiligina karsi, “5 litre su
+ 2 litre antifriz” karisimi kullaniimasi (Petrol Ofisi Dért Mevsim Super Antifriz Griinind kullanarak
-8°C dereceye kadar) onerilir. Antifiriz orani, olabilecek en dusik ortam sicakligina gore

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

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

Sogutma sivinin minimum seviyeye gelmesi durumunda kaynak islemi sonlandiriimalidir. Su
deposuna antifrizli karisim eklenmelidir. Aksi durumda zamanla torcun 6mrinin kullanim stresi
azalmasina neden olur.

KULLANIM

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

MANUEL ARK KAYNAGININ BAGLANTI VE KULLANIM YONTEMi

Cikis Kablosu Baglantisi

Elektrot kaynaginda iki tip baglanti yontemi mevcuttur: Dz Baglanti ve Ters Baglanti.

e (1) Diiz Baglanti: is parcasinin "+" (pozitif), elektrot pensesinin ise "-" (negatif) kutba
baglanmasidir. Bu yontem, yiksek yigma hizi ve si§ nifuziyet sagladigi iin genellikle asit
karakterli elektrotlarin kaynaginda tercih edilir.

® (2) Ters Baglanti: is parcasinin "-" (negatif), elektrot pensesinin ise "+" (pozitif) kutba
baglanmasidir. Derin nlfuziyet gerektiren kaynaklarda ve 6zellikle bazik (alkalin) elektrotlarin
kullaniminda tercih edilir. Ayrica bazik elektrotlarla yapilan islemlerde ark kararliligini artirir.

Connected to
workpiece

Welding clamp Welding clamp

||
Conne(?ted KOCJ;W-‘
s | e

—

= =

TPTTTT

Sekil 3.3 Makine baglant soketleri
Manuel Ark Kaynagi Kullanim Yontemi

1. Gli¢ Agma: Makinenin gii¢ anahtarini agik konuma getirin.

2. Mod Segimi: Kontrol paneli Gizerinden kaynak yontemini “MMA” olarak ayarlayin.

17
NURIS TEKNOLOJI A.S. Al rights reserved.



NT-RDV-USG-037 MIG500N Rev 1.3 KULLANIM KILAVUZU

3. Baglanti ve Ayar: Cikis terminallerinin baglanti yontemlerine uygun ve guvenilir sekilde
baglandigindan emin olun.

o Tel siirme iinitesi yoksa : Kaynak akimi, 6n paneldeki akim enkoderi; arc force
enkoderi ile de

O Tel siirme linitesi varsa: Akim ve ark glcl ayarlari dogrudan tel siirme Unitesi
lzerindeki diigmelerle yapilir.

4.  Guvenlik: Kaynak islemi sirasinda mutlaka deri eldiven, is ayakkabisi ve uygun kaynak maskesi
kullaniimahdir.

GAZ ALTI KAYNAGI BAGLANTI VE KULLANIM YONTEMi

Gaz Alti Kaynagi Baglantisi
Kaynak gui¢ kaynagi ile diger ekipmanlar arasindaki baglantilar icin asagidaki adimlar izlenmelidir:
(1) Gii¢ Kaynagi Baglantisi

Kuruluma baslamadan dnce, gti¢ kaynagdi gereksinimlerinin (voltaj, faz vb.) tam olarak karsilandigindan
emin olun.

(2) Giig Kaynag ve Tel Siirme Unitesi Arasindaki Baglanti

e  Ekipman Uyumu: Makinenin hasar gérmemesi ve en iyi kaynak sonucunu almak igin mutlaka
Uretici tarafindan desteklenen tel siirme Unitesini kullanin.

e  Giivenlik: Baglanti yapmadan 6nce makinenin gl salterini mutlaka kapatin.

e  Kutup Baglantilari (+/-): Tel sirme Unitesinden gelen kaynak kablosunun bakir ucunu giic
kaynaginin "+" cikis terminaline baglayin. Sase (is parcasi) kablosunun bakir ucunu gii¢
kaynaginin "-" cikis terminaline baglayin. Diger ucu vida ve somunlarla is pargasina saglamca
tutturun.

e  Kontrol Kablosu: Tel siirme Unitesinin 7 pinli kontrol fisini, glic kaynagd Gizerindeki sokete
takin ve somununu sikarak sabitleyin.

(3) Tel Siirme Unitesi ve Kaynak Torcu Baglantisi
e  Uyumlu bir Euro tip kaynak torcu hazirlayin.

®  Torcun Euro fisini tel siirme Unitesindeki sokete yerlestirin ve kilit somununu iyice sikin.

(4) Gaz Tiipii ve Gaz Regiilatorii Baglantisi
e Sizdirmazhk: Gaz regiilatoriini gaz tiplne sizinti yapmayacak sekilde sikica monte edin.

e Isitict Baglantisi: Regulator Gzerindeki iki pinli fisi, glic kaynaginin arka panelindeki isitici
soketine takin.

18
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e Hortum Baglantisi: Tel sirme Unitesinden gelen gaz hortumunu regtlatér cikisina baglayin
ve hortum kelepcesi ile sabitleyin.

e  Sabitleme: Gaz tlipinu emniyet kemeri ile makine Uzerindeki brakete veya sabit bir yere
devrilmeyecek sekilde sabitleyin.

e Gaz Karisimi: MAG kaynagi yaparken uygun karisim gazi kullanin.

GAZ ALTI KAYNAK HAZIRLIKLARI

1) Giivenlik Ekipmanlarinin Hazirlanmasi
Kaynak operatdriiniin sagligini korumak icin asagidaki dnlemler alinmalidir:

e  Kisisel Koruyucu Donanim: Operatdrin cildini ve viicudunun agikta kalan kisimlarini korumak
icin mutlaka deri eldiven ve is ayakkabisi giyilmelidir.

Sekil 3.4 Givenlik dnlemleri

®  G6z Korumasi: Operatoriin gozlerini korumak icin uygun kaynak maskesi kullaniimalidir.
2) Salter islemleri ve Gaz Akis Ayari

e Enerji verilmesi: Glg salterini agin.
e Yontem Secimi: Kaynak gti¢ kaynag kontrol paneli tzerinden, tel tipinize gére "Solid Core"
(Ozsliz(SG2) Tel) veya "Flux Core" (Ozlii Tel) gaz alti kaynagi secenegini ayarlayin.

e  Parametre Segimi: Kaynak gti¢ kaynaginin kontrol paneli tizerinden, kullandiginiz kaynak teli
capini ve koruyucu gaz tipini (CO2 veya Karigim) gereken konuma getirin.

e Gaz Akis Ayar: Torg tetigine basin ve gaz tliplinin vanasini agin. Gaz regllatoru Uzerindeki
vanay! cevirerek, debimetre degerini kaynak islemine uygun seviyeye getirin.
e Gaz Kapatma: Gaz akisini durdurmak icin torg tetigine tekrar basin.

3) Kaynak Telinin Montaji

Tel stirme makarasinin 6zelliklerinin, kullanilan kaynak telinin capina uygun oldugunu dikkatlice kontrol
ettiginizden emin olun ve ardindan kaynak telini takin.
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Tel makarasi

Sekil 3.5 Kaynak telinin montajt

TEL SURME MEKANIZMASI VE TEL MONTAJI

Kaynak islemine uygun teli secerken; secilen tel capinin tel sirme makarasi, torg igindeki spiral ve kontak
meme ile mutlaka eslesmesi gerektigini unutmayin.

Montaj Adimlari:

1. Makara Kilidini Agma: Tel makarasi kilidini kaldirin ve yatay konuma getirin.

Telin Yerlestirilmesi: Kaynak teli makarasini mil Gzerine yerlestirin. (Telin ucu makaranin
altindan gelmeli ve tel siirme Unitesine bakmalidir).

3. Kilitleme: Tel makarasi kilidini geri cekerek orijinal (kilitli) konumuna getirin.

4.  Baski Kolunu Hazirlama: Baski kolunu kaldirin ve tel stirme cercevesini yukari agin.

5. Teli Siirme: Kaynak telini giris kilavuzuna sokarak makara kanalina tam hizalayin. Ardindan
¢ikis kilavuzuna dogru ilerletin ve baski makarasini telin Uzerine kapatin. (Telin torg igine
ilerletilmesi, makineye gug verildikten sonra manuel/otomatik olarak yapilacaktir).

6.  Baski Ayari: Baski kolunu, tel sirme makarasinda kayma yapmayacak sekilde uygun bir sikiliga
ayarlayin.

KAYNAK TELi GAPI (®) REFERANS iCiN AYAR OLCEGi

1.2 mm 4~5
1.0 mm 3~4
0.8 mm 2~3

Tablo 3.1 Kaynak teli referanslart
Tel makarasi ekseninde bir sénimleme (frenleme) sikistirma mekanizmasi bulunur (mil kapagi
sokilduginde saft Uzerinde gorilebilen altigen vida). Kaba bir ayar yapmak igin tel makarasini elinizle
cekin. Direncin ylksek olmasi durumunda, direnci artirmak icin séniimleme civatasini saat yoniinde
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ayarlayin; tersi durumda ise (direnci azaltmak icin) saat yoninin tersine cevirin. Ayar isleminden sonra
litfen eksen kapagini da sikin.

MANUEL TEL BESLEME

Tel siirme Unitesinin Uzerindeki manuel tel besleme digmesine basili tutun ve kaynak akimi ayar
digmesini uygun tel besleme hizina ayarlayin. Kaynak torcu kafasinda 15 ~ 20 mm kaynak teli disar
¢tkana kadar diigmeyi birakmayin.

A DiKKAT

Manuel tel besleme yaparken, kaynak telinin disar cikip ¢ikmadigini kontrol etmek icin lutfen
iletken memeye (kontak meme) yaklagmayin

TEMEL KAYNAK FONKSIiYONLARININ KULLANIM YONTEMi

Cok kuguk akimh kaynaklar harig, kaynak dikisinin sonunda genellikle "ark krateri" (¢6kintd) adi verilen
ktglk cukurlar olusur. Bu kraterin olusma nedeni, arkin uyguladigi asagi yonlu kuvvet ile erimis metalin
yogusmasi ve bizilmesidir. Genel olarak kaynak akimi ne kadar buytkse krater de o kadar buytik olur
ve bu bdlgeler ¢atlamaya meyillidir.

Krater boyutunu kigiltmek ve kaynak kalitesini artirmak icin, arki kapatirken ve krateri doldururken
genellikle ana kaynak akiminin %60~70'i oraninda daha dustk bir akim kullaniimalidir.

e  Cift Tetik Modu (4T): Kaynak sonunda torg tetigi kullanilarak, akimin ana kaynak akimindan
daha dusuk bir seviyeye indirilip kraterin dolduruldugu programdir.

e  Tek Tetik Modu (2T): Krateri doldurmak icin 6zel bir kontrol programinin olmadigi durumdur.
Bu modda tetik birakildiginda kaynak, ana akim seviyesindeyken aniden sona erer.

1) Cift Tetik 4T Modu
Bu modu aktif etmek icin su adimlari izleyin:

1. Kontrol paneli Gzerindeki secim digmesini tel tiiriiniize gére "Flux Core” (Ozlii Tel) veya
"Solid Core" (Ozsiiz(SG2) Tel) konumuna getirin.

2. (2T/4T7) anahtarini (4T) konumuna getirin.
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Welding arc generation Welding arc generation Switch to close welding arc Welding arc stop
self-hold
\}- Weldingtorch ON | ; - Welding torch OFF v! Welding torch ON again  ~ Welding torch OFF again
ON OFF ON OFF
Welding torch - |
Jel f Jaf,
Gias supply ON OFF ) )
Slow wire fe Ircdmg 3 * Tpf : Time of pre-flow
Wire fecing T — Taf : Time of after-flow
Output voltage 7 — .-” el % @ Time of arc starting

X : Time of arc ending

/ 4
Output current /‘ h
——

Adjustment of welding conditions | Welding Areclosing |

Sekil 3.6 Tetik modlart 4T

Yukaridaki sekilde gosterildigi gibi, ark, tor¢ tetigi (salteri) kullanilarak kapatilabilir. Kaynak sona
erdiginde, torg tetigine basiimasiyla sistem otomatik olarak ark bitig akimina (krater dolgusu igin) geger.
Ark krateri dolduktan sonra, torg tetigi birakildiginda ark sonduardldr.

2) “Tek Tetik” (2T) Modu

Gug¢ kaynagi kontrol panelindeki se¢im diigmesini tel tirline gore '6zlu tel gaz alti kaynadi' (flux cored)
veya '6zsliz(SG2) tel gaz alti kaynagi' (solid core) konumuna, “gift tetik/tek tetik” anahtarini ise ‘cift tetik
(4T) konumuna getirin. Operasyon adimlari asagida Sekil 3.7 'de gosterilmistir.

Welding arc generation Welding arc stop

&

% —~ Welding torch ON Welding torch OFF

ON OFF

Welding torch L
Tpl Jaf |
Gas supply ON g OFF N .
Slow wire feeding W ; Tpf : Time of pre-flow
Wire feeing = - Taf : Time of after-flow
Output voltage 1 - ."‘Flas}'b“k dyraticn 't : Time of arc starting
! i : Time of arc ending
‘Output current Y
Adjustment of welding conditions Welding
Sekil 3.7 Tetik modlart 2T

Yukaridaki sekilde gosterildigi gibi, tor¢ tetigi kullanilarak ark kapatilamaz. Bu durumda, kaynak
tamamlandiginda ark krateri doldurulamaz ve kaynak ancak orijinal kaynak akimi ile sonlandirilabilir. Bu
tlr kaynak yontemi esas olarak tekrarlanan punta kaynaklari, anlik kaynaklar ve ince plaka kaynagi igin

kullanilr.
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ORTUCU GAZ BAGLANTISI

Argon ve Argon + Helyum; aliiminyum, magnezyum, bakir ve demir olmayan metallerin alasimlarinin
kaynaklarinin yapilmasinda kullanilirken, Argon + Oksijen karisimi gazlar; paslanmaz celik kaynaginin
yapiminda kullanilir. Paslanmaz ¢eligin kaynaginin yapiminda oksijen orani, asla %3’ gegmemelidir.

Gaz baglanti hortumu baglanir ve tlipi ayarlamak icin ayar vidasi gevsetilip gaz agilir. Ayar vidasi
sikistinlarak gaz akisi istenilen diizeye getirilir. COz1sitici baglanilacaksa, COz isitici kullanimi tavsiye edilir.

Makine arkasindaki gaz tlpleri sabitleme zinciri ile sabitlenmelidir.

CIKIS KABLOSU KULLANIMI

Kaynak gl¢ kaynaginin "+" cikis terminali ile tel sirme Unitesi arasindaki kablonun uygun sekilde
uzatilmasina olanak tanir; ancak asagidaki kurallara mutlaka uyulmalidir:

e  Kablo Secimi: Kabloyu uzatirken, ulusal standartlara uygun ve orijinal kablodan daha genis
bir kesit alanina sahip bir kablo sectiginizden emin olun.

e  Voltaj Diisiimii Riski: Uzatma kablosu, kablo direncini ve voltaj dislstinu artirir; bu durum
kaynak operasyonunu olumsuz etkiler. Kablo kesit alani ne kadar kigiik olursa, bu olumsuz
etki o kadar buyuk olur.

e  Kablo Diizeni: Kabloyu mutlaka diiz bir sekilde uzatin veya asagidaki Sekil 3.8'de gosterildigi
gibi sarin.

Welding pewer supply

Welding power supply

Sekil 3.8 Cikis kablosu kullanumt
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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 bosaltiimalidir.

. 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 tutulmalidir.
e Yerdegistirmek igin kablo, tor¢ veya hortumlardan kesinlikle cekilmemelidir.

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

kesilmis oldugundan emin olunmaldir.

. Tasima isleminden dnce tim ara baglantilar (hortum paketi, tel bobini, tel besleme tnitesi, vs.)

sokilmelidir.

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

saglanmali ve makine dengeli sekilde kaldirnimalidir.

e Kullanildigi lkenin ilgili yonetmelikleri, is glvenligi ve kaza &nleme kurallari dikkate

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

e Gaz tupleri ve kiiguik parcalar makineden ayri olarak tasinmalidir. Birlikteyken vingle tasima

yapilmamalidir.

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 erisebilecegi konumda olmalidir.

e  Kaynak makinesi, operatoriin calismasini olumsuz sekilde etkileyecek kadar yakinda

olmamalidir.
. Makine, hava girislerinden kolayca hava alabilecek sekilde yerlestirilmelidir.
e Zemin islak ve ¢alisma ortami asirt nemli olmamalidir.
. Makinenin icine girebilecek toz ve kirin en az miktarda olmasina dikkat edilmelidir.

. Kablolar st Uste istiflenmemeli, kablolar ve makine operatorlin ayni tarafinda ve operatorden

mimkin oldugunca uzakta olmalidir. Kablolar operatdriin cevresinde ve daginik sekilde

olmamalidir.

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

etkilenmemelidir.

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

yerlestirilmemelidir.
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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 arizalar &nlemek igin yalnizca yetkili kisiler
tarafindan bakim, onarim veya modifikasyon yapilmalidir.

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

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

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

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 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 uglarinin 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.

Ug aylik bakim

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

Alti ayhik bakim

Elektrik glic besleme baglanti uclari kontrol edilmeli, gevsekse sikilmalidir.

Yan kapaklar acilarak, buradaki tim enerji baglanti uclar sikistiriimalidir.

Makinenin kaporta ve diger kisimlarinda ulasilabilir bitiin civata ve somunlar kontrol edilmeli,
gevsek olanlar sikilmalidir.
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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 yiksek isi artisina karsi temiz tutulmalidirlar.

Torg tizerindeki 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.

KONTROL ALANI ONEMLi NOKTALAR

Kontrol Paneli Makinenin acik oldugunu ve dogru kuruldugunu kontrol ediniz. Glg
gostergesinin agik mi yoksa kapali mi oldugunu dogrulayin.

Sogutma Fani Hava ¢ikisi olup olmadigini ve sesin normal olup olmadigini kontrol edin.

Gli¢ Kaynagi Gl verildiginde (gahstirildiginda) anormal titresim veya vizilti olup olmadig,

Ortam

guc verildiginde koku olup olmadigy, dis goriintste renk degisimi gibi isi izleri
olup olmadigi kontrol ediniz.

Hava besleme hattinin hasarli olup olmadigi ve baglantinin gevseyip
gevsemedigi, dis kasanin ve sabitleme pargalarinin gevseyip gevsemedigi
kontrol ediniz.
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Kaynak Torcu

KONTROL ALANI

Nozzle

Elektrot

Gaz Sartlandirici

Tel besleme spirali

ONEMLi NOKTALAR
Kurulum dogru mu mi ve ucta
deformasyon var mi?

Sigranti yapismis mi?

Kurulumun saglamligi

Uc (meme) hasari, delik
asinmasi ve tikanma

Parca takilmasinin unutulmasi,
deliklerin tikanmasi veya
bilesen montajinda bagka
Ureticilerden alinan parcalarin
kullaniimasi.

O-shaped sealing ring

Long wire feeding

LI
tube components

t |
L |

Tel sirme hortumundaki ‘L'
parcasinin boyutunu inceleyin.

Tel capinin, tel sirme
hortumunun i¢ capiyla eslesip
eslesmedigi.

Kismi blkilme ve gerilme

-

Heat shrinkable tube
O-shaped ring

Isiyla daralan tupln hasar
gormesi, o seklindeki halkanin
asinmasi.
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ACIKLAMALAR

Gozenek olusumu ve
birikmesine neden olur
Kaynak torcunun yanma
nedenleri (etkili yontem,
sigranti dnleyici kaplama
kullanmaktir.).

Kaynak torcu dislerinin hasar
g6rme nedeni.

Arkin kararsiz olmasi veya ark
kesilmesi nedeni.

Yetersiz gaz korumasi
nedeniyle kaynak kusurlarina
(sigranti vb.) veya torg
gbvdesinin yanmasina (gévde
icinde ark olusmasi) vb. yol
acabilir; litfen dogru sekilde
mudahale edin.

6 mm'den kisa ise
degistirilmelidir. 'L' pargasinin
boyutunun kigik olmasi arkin
kararsiz olmasina neden olur.
(Tel stirme hortumunu
degistirirken, 'L' parcasinin
boyutunu teknik 6zelliklerden
biraz daha uzun tutmak daha
iyidir.

Uyumsuzluk, ark kararsizliginin
nedenidir; bu nedenle litfen
uygun tel sirme hortumunu
kullanin.

Zayif tel sirme ve ark
kararsizliginin nedenidir.
Lutfen uygun tel sirme
hortumuyla degistirin.

Zayif tel sirme ve ark
kararsizligina neden olabilir.
(Gaz yagi ile silin veya yeni bir
tel sirme hortumu ile
degistirin.). Sigrantiya neden
olabilir. Isiyla buziisen
makaron (is1 blizigmeli parca)
kinlmustir ve yeni bir tel sirme
hortumu ile degistirilmelidir.
O-ring asinmustir ve yenisiyle
degistirilmelidir.
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Tel Siirme Unitesi

POZISYON
Torg

Tel Sirme Makarasi

Baski Silindiri

ONEMLi NOKTALAR

Tel capinin basing gdsterge
Gizgisinin lzerinde ayarlanip
ayarlanmadi 1.2mm altindaki
tellere zarar verilmesi kesinlikle

yasaktir.
e Tel capt ile tel sirme
makarasinin nominal

gapinin ayni  (birbiriyle
uyumlu) olup olmadig.

e Tel sirme makarasinda
tikanikhk  (birikme) olup
olmadigini inceleyin ve
kontrol edin.

j‘ Baski mekanizmasi

- Tel sirme mekanizmasi

e  Telcapiile tel sirme
makarasinin nominal
gapinin ayni olup
olmadig.

e  Tel sirme makarasinda
tikanikhk olup
olmadiginin incelenmesi
ve kontrold.
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ACIKLAMALAR
Tel stirme ve arkin kararsiz
olmasina neden olur.

e  Kaynak telinde talas
olusmasina, tel stirme
hortumunun tikanmasina
ve ark kararsizligina
neden olur.

e  Bir anormallik meydana
geldiginde lutfen
yenisiyle degistirin.

e  Kaynak telinde talas
olusmasina, tel sirme
hortumunun tikanmasina
ve ark kararsizligina
neden olur.

e Bir anormallik meydana
geldiginde lutfen
yenisiyle degistirin.
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KABLO
POZiSYON ONEMLi NOKTALAR NOT
Kablo yalitiminin aginmasi ve
hasar gérmesi. Kablo baglanti
Cikis Kablosu noktasinda (kesme gti¢

kaynagi terminali ve ana metal

baglantisindaki kablo) ciplaklik

(yalitim hasari) ve gevseklik.

e  Pano giris koruma
cihazinin giris ve ¢ikis
terminalleri arasinda
glvenli bir baglanti olup
olmadig.

e  Emniyet cihazinin kablo
baglantisi gtivenilir mi?

Kaynak gli¢ kaynaginin

Giris Kablosu girig terminali
baglantisinda gtivenli
kablo mevcut mu?

. Kablolama islemi
sirasinda giris kablosunun
yalitimi aginmis veya
hasar gérmus md, bu
nedenle iletken kisim
acikta mi?

e  Kaynak gli¢ kaynaginin
topraklama hattinda agik
devre olup olmadigi ve

baglantinin saglamligi. Elektrik kagagini 6nlemek icin
Topraklama Kablosu e Ana metalin (is [atfen rutin bakimlar
parcasinin) topraklama yaptiginizdan emin olun.

hattinda acik devre olup
olmadigi ve baglantinin
saglamhg..

ARIZA NEDENLERI VE COZUMLERI

SORUN VE OLASI SEBEPLERI

Sorun gidermeden Once lutfen tim glg baglantilarini kontrol ediniz. Sebeke baglantisi tGg fazli bir
sistemdir. Daima her faz icin nominal gerilim seviyesini kontrol edin. Kaynak gti¢ kaynagi, tek fazl kayip
durumunda performansi distrebilir.

Asagida verilen sorun giderme tablosuna bakin:
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[SORUN' | OLASI NEDENLER cozim

Cihaz acildiktan sonra
glic gostergesi
yanmiyor.

Cihaz agilir agilmaz arka
paneldeki otomatik
sigorta hemen atiyor.

Kaynak islemi sirasinda
otomatik sigorta
kendiliginden atiyor.

Kaynak akimi
ayarlanamiyor.

Ark kararsiz ve asiri
sicranti var.

CO: gaz regiilatorii
Isinmiyor.

Torg tetigine
basildiginda tel
siiriiliiyor ancak gaz
akisi engellenmis.

Torg tetigine
basildiginda tel siirme
tinitesi calismiyor ve

* Enerji yok.

* Arka paneldeki salter hasarl.
* GUg transformatori (trafo)
hasarl.

* Kontrol paneli veya gosterge
1s1g1 arizali.

* Sigorta arizali

* |GBT modulu hasarl.

* Ug fazl képri diyot (dogrultucu)
hasarli.

* Kaynak makinesi kontrol paneli
hasarli.

* Uzun sureli asin ylkte (devrede
kalma orani disinda) galisma.

* Salter arizasi.

* Tel slirme Unitesi kontrol
kablosu kopuk veya kontrolor
hasarl.

* Kaynak makinesi kontrolor
devresi hasarli.

* Cihaz igindeki akim sensoru
hasarl.

* Yanlis kaynak
parametreleri/kosullari.

* Kontak meme (nozul) asir
asinmis.

* CO2 gaz regilatori hasarl.

* Isitici kablosunda kopukluk veya
kisa devre.

* Isitic1 sigortasi atmig/hasarli.

* Gaz tlpu icinde yetersiz basing.
* Gaz saati (debi metre) hasarl.

* Kontrol devresi veya selenoid
valf (manyetik valf) hasarl.

* Torg ile valf arasinda yabanci
madde/tikaniklik.

* Kaynak torcu tetigi/anahtari
hasarli.
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* Devre baglantilarini kontrol
edin.

* Salteri degistirin.

* Trafoyu degistirin ve kontrol
panelini inceleyin.

* Kontrol panelini veya gosterge
1s1gini degistirin.

* Otomatik sigortay: (salteri)
degistirin.

*|GBT moduluind degistirin; ayni
zamanda ikincil dogrultucuyu ve
kontrol kartini kontrol edin.

* Ug fazl képrii diyodu degistirin.
* Kaynak makinesi kontrol
panelini degistirin.

* Makineyi nominal calisma
verimine uygun kullanin.

* Salteri degistirin.

* Tel stirme kontrol kablosunu
veya kontrolori degistirin.

* Kontrol panelini degistirin.

* Akim sensorlni degistirin.

* Kaynak spesifikasyonlarini
(voltaj/akim) ince ayar yapin.
* Kontak memeyi degistirin.

* Gaz regllatoriini degistirin.
* |sitici kablosunu onarin.
* Isitici sigortasini degistirin.

* Tup igindeki gaz basincini
kontrol edin.

* Gaz saatini degistirin.

* Kontrol kartini veya manyetik
valfi degistirin.

* Tikanikhgi giderin veya parcayi
temizleyin.

* Kaynak torcuna bakim yapin
veya degistirin.
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bosta voltaj
goriilmiiyor.

HATA KODLARI

* Tel stirme Unitesi kontrol
kablosu kopuk.
* Kontrol devresi karti hasarli.

* Tel stirme kontrol kablosunu
onarin.

* Kontrol devresi kartini degistirin.

HATA

Girig Yiksek VoItaJ

Sebeke VO|taJI cok yiksek

Sebekeyl kontrol edin,
normale dénmesini bekleyin

Sebekeyi kontrol edin,

E06 Giris Dustk Voltaj Sebeke voltaji cok disiik normale dnmesini bekleyin

1. Baslangigta tetik basili 1. Torg tetigini kontrol edin
E15 Anormal Baslangig 2. Bosta calisma voltaji hatasi 2. Kontrol panelini degistirin

3. Akim cikisi var 3. Surtict kartini degistirin

1. Asirt akim 1. Cikis kablosunu onarin

2. Akim sensori arizasi 2. Sinyal hattini kontrol edin
E17 Asin Gikis Akami 3. Sinyal kablosu kopuk 3. Akim sensorini degistirin

4. Ana kontrol karti arizasi 4. Kontrol kartini degistirin

: 1. Fani kontrol edin ve
1. I¢ ortam asiri sicak (fan . .
sogumasini bekleyin
tikal) L
- 2. Isi rolesi kablolarini kontrol
E19 Asirt Isinma Korumasi 2. Isi rolesi arizasi .
. edin
3. Sinyal kablosu kopuk 3. Isi rolesini veya karti
4. Ana kontrol karti arizasi S 4
degistirin

1. Haberlesme hattinda 1. Haberlesme hattini kontrol

E40/E41  iletisim Hatasi kopukluk/gevseklik edin

2. Ana kontrol karti veya
ekran karti arizasi

31

2. Arizali olan karti (ana
kontrol veya ekran) degistirin
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KAYNAK HATALARI VE OLASI SEBEPLERI

Kaliteli bir kaynak elde etmek icin tel besleme hizi, kaynak gerilimi ve koruyucu gaz akis hizi gibi kaynak
parametreleri dogru sekilde ayarlanmalidir.
Kaliteli bir kaynak icin tanimlanan genel sorunlar asagidaki tabloda verilmistir.

KAYNAK HATALARI OLASI NEDENLER ¢Ozim

Gozenek

Catlaklar

Yanma Olugu

Ciiruf Kalintisi

Asini Sigranti

Niifuz etme yetersiz

Yag/pas/su varligi veya yetersiz
gaz korumasi

Hatali akim-voltaj dengesi veya
yiksek karbonlu metal

Cok hizli kaynak veya uygun
olmayan torg agisi

Onceki
temizlenmesi

pasonun yetersiz

Hatali akim/voltaj; kirli tel veya
meme (nozul) asinmasi

Dustk akim veya hatall agiz
hazirhgi (kanal agma)

32

Malzemeyi
debisini ve tel igerigini kontrol
edin

temizleyin;  gaz

Akimi ayarlayin; dogru kaynak
sirasi ve temiz gaz kullanin
Kaynak hizini  disurin;  torg
pozisyonunu ve akimi optimize
edin

Pasolar arasi curuf temizligini
titizlikle yapin

Voltaji dengeleyin; sarf
malzemelerini  temizleyin veya
degistirin

Akimi artinin; kaynak agzi agisini
ve boslugunu dizeltin
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TEL SURME UNITESi SEMASI

+

Wire feeding motor

Torch 6

solenoid valve

+

2 2
o
b Remote-control box
=
» Rl ok | 3
5 S1 |
£ ot "
o —0 Controlling spcket
:D 4 Manual wire feeding
5 Vi Rv. |
3 =5 4
L] 4007 Voltage adjustment

V2 Ri

4007 Current adjustment 5
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KAYNAK ONERILERI

Kaynak Sekli

A

Plaka Kay.nak
. Teli
Kalinhgi Capi
M
(Mm) (@)
0.8 0.8,09
1.0 0.8,09
1.2 0.8,09
1.6 0.8,09
2.0 1.0, 1.2
3.2 1.0, 1.2
6.0 1.2
9.0 1.2

Kok

Boslugu

(Mm)

1.0
1.2

1.2
1.5

1.2
15

35

Kaynak
Akimi
(A)

60 ~ 70

75 ~ 85

80 ~ 90

95 ~
105

110 ~
120

140 ~
150

170 ~
185

320 ~
340

Kaynak
Voltaji
(L))

16 ~
16.5

17 ~
17.5

17 ~18

18 ~19
19 ~
19.5
20 ~ 21

24 ~ 26

32~ 34
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Kaynak
Hiz1
(Cm/Dak)

50 ~ 60

50 ~ 60

50 ~ 60

45 ~ 50

45 ~ 50

45 ~ 50

40 ~ 50

40 ~ 50

Gaz
Alasi
(L/Dak)

10

10 ~ 15

10 ~ 15

10 ~ 15

10 ~ 15

10 ~ 15

15~ 20

15~ 20
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Plaka Tel Kaynak Kaynak Hedefleme  Kaynak Gaz
Kaynak Sekli Kalinhgr  Capi1  Akimu Voltaji Pozisyonu Hizi Debisi
(mm) ()] (A) ) (A1) (em/dk)  (L/dk)
1.0 0.8, 70~80 | 17~18 (D (45°) 50 ~ 60 10 ~
0.9 15
1.2 0.9, 85~90  18~19 (D (45°) 50 ~ 60 10 ~
1.0 15
1.6 1.0, 100 ~ 18 ~ @® 459 50 ~ 60 10 ~
1.2 110 19.5 15
2.0 1.0, 115 ~ 19.5 ~ ® 459 50 ~ 60 10 ~
1.2 125 20 15
2.3 1.0, 130 ~ 19.5 ~ @® 459 50 ~ 60 10 ~
1.2 140 21 15
3.2 1.0, 150 ~ 21~22 (D (45°) 45 ~ 50 15 ~
= 1.2 170 20
¥ 1.0~2.0
45 1.0, 180 ~ 23~24 | (D (459 40 ~ 45 15 ~
1.2 200 20
6.0 1.2 230 ~ 25~27 (@ (459 40 ~ 45 15 ~
260 20
8.9 12, 270 ~ 29 ~35 (2 (50° 40 ~ 45 20 ~
1.6 380 25
12.0 12, 300 ~ 32~35 (2 (50% 35 ~40 20 ~
1.6 380 25
ORNEK KAYNAK PARAMETRELERI
Plaka Tel Kok Kaynak  Kaynak  Kaynak Gaz
Kaynak Sekli Kalinhgi Capt  Boslugu  Akimi Voltaji Hizi Debisi
(mm) ($) (mm) (A) V) (em/dk) (L/dk)
1.2 0.8, 0 60 ~ 70 15~ 16 30 ~ 50 10 ~ 15
0.9
1.6 0.8, 0 100 ~ 16 ~ 17 40 ~ 60 10 ~ 15
j—o—§ 0.9 110
3.2 0.8 ~ 1.0~ 15 120 ~ 16 ~ 17 25~ 30 10 ~ 15
6 12 140
4.0 1.0 ~ 1.5~20 150 ~ 17 ~ 18 20 ~ 30 10 ~ 15
1.2 160
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Plaka Kaynak Kaynak Kaynak Kaynak Gaz
. . . Hedefleme
. Kalinhgr  Teli Cap1  Akimi Voltaiji . Hizi Akisi
Kaynak Sekli Pozisyonu
(mm) (@) (A) v) (em/dk)  (L/dk)
1.0 0.8 85~90 15~17 @ 50 ~ 60 10 ~
15
1.6 0.8 100~ 155~ @ 50~60 10~
110 15
2.4 0.8~1.0 115 ~ 16~18 @ 50 ~ 60 10 ~
=4 125 15
- 1.0-2.0
3.2 08~12 130~ 165~ @ 50~60 10~
140 18.5 15
NAKLIYE

» Makinenin elektrik baglantilarinin sékildiginden emin olunuz.

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

» Makinenin nakliye esnasinda olumsuz hava kosullarindan etkilenmemesi icin koruyunuz.

« Makineleri Ust Uste koymayiniz, istifleme yapmayiniz.

» Makineyi, tepesinde ya da tekerleklerin yaninda bulunan ving mapalarindan kaldirarak tastyiniz.

» Makineyi yan veya bas asagi tasimayiniz.

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 Siiresi, lirlin teslim tarihinden itibaren baslar ve 2 (iki) yildir.

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

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

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

5. Uriin fatura ve irsaliyesi garanti belgesi yerine gegmektedir.

6. Torg ya da elektrot pensesi gibi yipranan parca ve aksesuarlar, gii¢ kaynag kablosu, kontrol
kablolari, sebeke 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 saticlya bildirimi tarihinde, garanti siiresi disinda ise malin yetkili servis istasyonuna teslim
tarihinden itibaren baslar.

8. Nuris Teknoloji garantisi kapsamindaki {iriin ambalajlamadan ve nakliyeden 6nce kontrol edilir.
Uriint aldiktan sonra iiriinde hasar olup olmadiini 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 tiriin garanti kapsami disinda kalir:

o Nuris Teknoloji yetkilileri disinda agilmis veya sokiilmiis triinler,

o  Yanlis kullanim ve ihmalden kaynakli zarar gérmiis iirtinler,

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

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

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

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

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

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

Kullanicilar yukaridaki bilgileri uygulamakla yiikiimlidiir. Kullanim kilavuzuna aykiri
kullanimlardan kaynakli olusan arizalar garanti kapsaminda degildir.

NURIS TEKNOLOJI A.S. All rights reserved.



NURIS TEKNOLOJI A.S.

KAYNAK MAKINESI
GARANTI BELGESI

MAKINE BiLGILERI

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

Makine Bandrol ve SEriNO: e e s e s e s ser e
TUKETICI BILGILERI
Firma Bilgileri:

Yetkili AdI-S0oyadi: e s b e sraaas
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:

UYART: 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
lizerindeki makine seri numaralarinin ayni oldugunu kontrol ediniz.

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

SECURITY SYMBOLS AND INSTRUCTIONS

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

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

& CAUTION

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

© ivrorTANT

Specifies notifications and alerts on how to operate the machine.

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

manual.

6 This product should not be thrown away after reaching its end of life. Electrical and/or
‘a electronic devices should be recycled at recycling facilities.

Explanation Of Safety Symbols

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

lack of understanding of the identified risks.
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ELECTRIC SHOCK CAN KILL

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

FUMES AND GASES CAN BE DANGEROUS

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

ARC AND RAYS CAN BURN

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

WELDING SPARKS CAN CAUSE FIRE OR EXPLOSION

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

ELECTRIC AND MAGNETIC FIELDS MAY BE DANGEROUS

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

WELDED MATERIALS CAN BURN

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

NOISE MAY CAUSE DAMAGE TO YOUR HEARING ABILITY

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

MOVING PARTS MAY CAUSE INJURIES

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

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

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

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

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

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

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

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

e  Ventilate the work environment during the welding process.

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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

ELECTROMAGNETIC COMPATIBILITY (EMC)

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

o IMPORTANT

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

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

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

. Radio and/or television transmitters and receivers,

e  Computers or computer-controlled equipment,

e  Safety and control equipment for industrial processes,

e  Personal medical devices like pacemakers and hearing aids,

e  Equipment for calibration and measurement.

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

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

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

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

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

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

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

3~380V/50Hz

Three-phase . . High , High frequency | __| e o
rcchﬁ&at;on fre u“"cnc trans: cﬂ‘mcr 4 Rectifier filter
e inverte —

Figure 2.7 Principle of Operation

OPERATING PRINCIPLE

Based on IGBT inverter technology; the 380V three-phase grid power supply, following input and
rectification stages, is converted into 17kHz high-frequency alternating current via an IGBT inverter.
Subsequently, the voltage is stepped down by a high-frequency transformer, rectified by a high-
frequency rectifier, and filtered to produce the direct current (DC) suitable for the welding process.

Through this process, the overall size and weight of the machine are reduced while increasing the
dynamic response speed of the welding power source. At the same time, the closed-loop control

provided across the entire machine via the control circuit grants the power source superior resistance

to grid fluctuations, ensuring excellent welding performance.

FIELD OF APPLICATION

Material Compatibility: Suitable for welding standard low-carbon steel, stainless steel, and
their alloys.

Welding Positions: Suitable for welding in flat (PA), vertical (PF/PG), overhead (PE),
horizontal (PC), and all-position welding applications.

Wire Types and Diameters: Suitable for use with solid (SG2) and flux-cored welding wires
with diameters of 0.8 mm, 1.0 mm, and 1.2 mm.

Manual Metal Arc Welding (MMA): Suitable for manual metal arc welding processes using
acid, basic, and cellulosic electrodes.

FEATURES

>

Low Spatter and Excellent Bead: Thanks to the high-speed ARM platform and unique
precision waveform control, low welding spatter and excellent weld bead appearance are
achieved.

Arc Control: The arc shape can be adjusted, and the arc stiffness can be freely set via the
"Arc Control" knob.

Arc Ignition and Wire Burnback/Cutting: With unique arc ignition and wire tip
burnback/cutting technology, the arc starting success rate is significantly increased,
providing high-quality fast spot-welding capability.

Digital Wire Feeding: A fully digitized wire feeding control system ensures more stable wire
feeding.

47
NURIS TEKNOLOJI A.S. All rights reserved.



NT-RDV-USG-037 MIG500N Rev 1.3 KULLANIM KILAVUZU

>

Database: The built-in comprehensive welding expert database and synergic adjustment
system streamline operations.

Digital Panel: A simple and intuitive digital operating panel displays both preset current and
voltage, as well as real-time welding current and voltage values.

Fault Diagnosis: Fault code alarm display facilitates troubleshooting and self-diagnostics.
Automatic Cable Compensation: The automatic loop compensation function automatically
compensates for cable losses based on cable length, allowing the cable output length to be
extended up to 100 meters.

Welding Specification Limiting: The maximum welding current and voltage of each power
source can be limited to prevent non-standard operations.

Industry 4.0 Compatibility: A scalable network interface enables networking and
communication with smart manufacturing and Industry 4.0 systems.

TECHNICAL SPECIFICATIONS

TECHNICAL SPECIFICATIONS UNIT VALUE
Voltage Adjustment Range \ 12-48
Current Adjustment Range A 50-500

Open-Circuit Voltage \ 80
Input Power kVA 26
Frequency Hz 50/60
Voltage \Y 380+%15
Phase - 3
Efficiency - >%85
Duty Cycle 40°C %100 A 500
MACHINE
Power unit weight kg 48
Weight of the wire feeding unit kg 15.6
Cooling water tank capacity Liter(L) 7
(For the liquid-cooled model)
Machine Dimensions mm 750%365*595
Operating Temperature °C -10/ +40
Storage Temperature °C -20 / +55
Protection class - IP21S
Warranty - 2 years
48
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MACHINE PARTS

PICTURE

A
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Figure 2.2 MIG500N screen

FUNCTION

Current-Voltage Meter

Mode selects

Trigger Selection

Double Trigger
Single Trigger

49

MIG -~ MMA [-

DESCRIPTION

In standby mode, the set
current/voltage is displayed, while
during welding, the actual
current/voltage is displayed.

Synergic Mode: In synergic mode,
the voltage adjustment is linked to

the current setting. First, set the
voltage knob to the middle indicator
position and then adjust the current
knob; the voltage will automatically
match the current setting
accordingly.

2T Mode: A mode where welding is
performed normally by pressing and
holding the torch trigger and stops
upon releasing the trigger.

4T Mode: Suitable for long weld
seams; after the arc is started by
pressing the torch trigger, welding
continues normally once the trigger

NURIS TEKNOLOJI A.S. All rights reserved.
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Wire Selection

CO:

MAG

MMA .
Gas Selection

A

Current adjustment
knob

m Arc Force

Low HIGH
MIG £ MMA[L 4

. Inductance & Hot
Start

SERT YUMUSAK
MIG -~ MMA [-
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is released. Pressing and releasing
the trigger again terminates the
welding process.

Options of 1.0, 1.2, and 1.6 based on
the diameter of the welding wire

Welding Mode Selection:
Corresponding indicator lights are
available according to the selected
welding method: flux-cored arc
welding (flux core), solid wire gas
shielded welding (solid gas
shielded), and manual metal arc
welding (shielded metal arc
welding/MMA).

The welding output current is
adjusted.

Arc Force:

In gas shielded welding mode, this
knob adjusts the output voltage
value at the end of the welding
process.

In manual electrode mode (MMA)
without a wire feeder unit, this knob
adjusts the amount of Arc Force.
Controls the arc output
characteristics. Turning the knob
clockwise softens the arc, decreases
stability, results in shallower
penetration depth, and reduces the
spatter amount.

Turning it counterclockwise makes
the arc stiffer (harder), increases
stability, deepens penetration, and
increases the spatter amount. The
adjustment range is between '-5 and
+5', with the default (factory preset)
position set to 0.

NURIS TEKNOLOJI A.S. All rights reserved.
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Figure 2.3 MIG500N wire feeder screen
PICTURE FUNCTION DESCRIPTION

. Current adjustment knob Welding current adjustment knob
50 500
A
Voltage adjustment knob Welding voltage adjustment knob
12 a8
\
. This is th | wire-feedi
. Manual Wire Feed Button 's 15 the manuat wire-teeding
button.
8
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Figure 2.4 Right-side view of the machine Figure 2.5 Front view of the machine
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20

Figure 2.7 Top view of the machine

Z
o

DESCRIPTION

Main Transformer

Diode Group

Three-Phase Bridge Rectifier
Film Capacitor

Current Sensor

Display

Plastic Front Panel

MIG Output "+" (Right connector for MANUAL PULSE MIG)
9. Wire Feeder Control Socket
10. Earth Clamp (-)

11. IGBT Module

12. IGBT Snubber

13. Current Transformer

14. Choke Coil

15. Thermostat

® N O VAW =

16. Switch

17. Power Output

18. Connection Terminal

19. Cooling Fan

20. Main Control Board Component

21. Driver Board
22. EMC Filter Board Assembly
23. Auxiliary Power Transformer
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2

Figure 2.70 Side view of the wire feeding unit

NO DESCRIPTION

1. Flange

2. Front Panel

3. Quick Coupling Socket

4, Wire Feeder Connection Connector
5. Wire Feed Roller Shaft

6. Wire Spool Cover

7. Wire Feed Pressure Arm

8. Feed Roller Housing / Bracket

9. Feed Roller

10. Wire Feeder Swivel Caster Assembly
11. V-Groove Wire Feed Roller (0.8/1.0 - 1.2/1.6)
12. Swivel Base / Turntable Base

13. Wire Feeder Fixed Wheel Assembly
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Figure 2.11 Inside the wire feeding unit
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Figure 2.12 Inside the wire feeding unit

DESCRIPTION

Pressure Adjustment

Pressure Rolle

V-Groove Wire Feed Roller 2 0.8/1.0
V-Groove Wire Feed Roller # 1.2/1.6
Wire Feeder Connection

Welding Torch Connection

Socket

Solenoid Valve

CONNECTION GUIDE

POWER CONNECTION

Figure 3.1 Power Connection

Welder power supply operates with three phase 380 Volt 50Hz
utility power. The energy input cable is located at the rear of
the welder power supply. The yellow-green cable should be
connected to protective earth. The remaining cables are the
three-phase connection, and the order of their connection to
the grid system is unimportant. A suitable fuse must always be
used in the electrical panel where the phase connection is
made. The technical values specified on the rating plate, such
as rated supply voltage (Us), rated maximum supply current
(Imax), and maximum effective supply current (/7e), should be

taken into consideration when selectini the fuse.

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

The machine must be protected by connecting the ground line to all enclosures. However, it is
recommended to use a residual current device (RCD) in the power panel.
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EQUIPMENT INTERCONNECTION DIAGRAM

FRONT REVERSE
Trachea

Gas meter

Gas cylinder Heating cable

Wire Feeder

= Three phase
380v

Input cable

Wire feeder control line

= Lﬁ—ﬂ—'
"l / Wire feeder control cable+

/
//

Grounding cable

= Sos— /
Welding Torch W—K

Workpiece

Figure 3.2 General view of the machine

Coolant

e  For the liquid-cooled MIG500N model, coolant must be added prior to operation.

e Non-limescale water must be used as the coolant. Limescale-heavy water can cause issues in the
machine's cooling system and shorten its lifespan. Ensure that the water used is completely clean
and free of any particles.

e The coolant tank should be filled with a maximum of 7 liters of coolant. The liquid level must
remain between the min and max lines. The coolant level should be checked before every welding
operation.

e To prevent freezing in cold seasonal conditions, a mixture of "5 liters of water + 2 liters of
antifreeze" is recommended (providing protection down to -8°C using Petrol Ofisi Four Seasons
Super Antifreeze). The antifreeze ratio should be adjusted according to the lowest expected
ambient temperature.

e  The cooling water must be clean, and the water tank cap must remain closed to prevent dust
ingress.

e Do not use any liquids other than a water and antifreeze mixture. Certain liquids, such as alcohol,
may react with the antifreeze in the system and cause coagulation.
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If the coolant level reaches the minimum line, the welding process must be terminated. An
antifreeze mixture must be added to the water tank. Otherwise, over time, the operational lifespan
of the torch will be reduced.

USAGE

During prolonged welding operations, the ground connection point may become hot. Caution must
be exercised if any operation is to be performed on this part after welding. The ground clamp must
be connected as close as possible to the workpiece, ensuring good contact between the clamp and
the part.

CONNECTION AND OPERATION METHOD OF MANUAL METAL ARC
WELDING

Output Cable Connection

There are two connection methods in electrode welding: Direct Connection (DCEN) and Reverse
Connection (DCEP).

e (1) Direct Connection (DCEN): The workpiece is connected to the "+" (positive) pole, and
the electrode holder is connected to the "-" (negative) pole. This method is generally
preferred for welding acidic electrodes as it provides a high deposition rate and shallow
penetration.

®  (2) Reverse Connection (DCEP): The workpiece is connected to the "-" (negative) pole, and
the electrode holder is connected to the "+" (positive) pole. It is preferred for welds requiring
deep penetration and especially when using basic (alkaline) electrodes. Additionally, it
improves arc stability during operations with basic electrodes.

Connected to
workpiece

— Py
GonnE‘fled KOC @:/l\m@“ Sl Idi | i F ';I ’—‘
workpicce ] @®@ @ elding clamp Welding clamp 16? @@@ ?

TrTTTT

Figure 3.3 Machine connection sockets
Operation Method of Manual Metal Arc Welding

5. Power On: Turn the power switch of the machine to the ON position.

6. Selection: Set the welding method to "MMA" via the control panel.
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7. Connection and Adjustment: Ensure that the output terminals are connected securely and
in accordance with the proper connection methods.

O  If there is no wire feeder: The welding current is adjusted using the current
encoder on the front panel, and the arc force is adjusted using the arc force
encoder.

O  If there is a wire feeder: Current and arc force settings are made directly using
the knobs on the wire feeder unit.

8. Safety: Leather gloves, safety shoes, and an appropriate welding helmet must be worn
during the welding process.

MIG/MAG WELDING CONNECTION AND OPERATION METHOD

MIG/MAG Welding Connection
To connect the welding power source with other equipment, follow the steps below:
(1) Power Source Connection

Before starting the installation, ensure that the power supply requirements (voltage, phase, etc.) are
fully met.

(2) Connection Between Power Source and Wire Feeder

e  Equipment Compatibility: Use only a wire feeder supported by the manufacturer to
prevent machine damage and achieve optimal welding results.

e  Safety: Make sure to turn off the machine's power switch before making any connections.

®  Polarity Connections (+/-): Connect the copper end of the welding cable coming from the

wire feeder to the "+" output terminal of the power source. Connect the copper end of the
work clamp (workpiece) cable to the "-" output terminal of the power source. Securely attach
the other end to the workpiece using nuts and bolt

e  Control Cable: Insert the 7-pin control plug of the wire feeder into the socket on the
power source and secure it by tightening the nut.

(3) Connection Between Wire Feeder and Welding Torch
®  Prepare a compatible Euro-type welding torch.

® Insert the Euro plug of the torch into the socket on the wire feeder and tighten the locking
nut securely.

(4) Gas Cylinder and Gas Regulator Connection

e Sealing: Mount the gas regulator tightly onto the gas cylinder to prevent any leaks.
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e  Heater Connection: Plug the two-pin plug on the regulator into the heater socket on the
rear panel of the power source.

®  Hose Connection: Connect the gas hose from the wire feeder to the regulator outlet and
secure it with a hose clamp.

®  Securing: Secure the gas cylinder to the bracket on the machine using a safety belt, or to a
fixed structure, to prevent it from tipping over.

®  Gas Mixture: Use an appropriate gas mixture when performing MAG welding.

GAS SHIELDED ARC WELDING PREPARATION

1) Preparation of Safety Equipment

To protect the health of the welding operator, the following precautions must be taken:

e  Personal Protective Equipment: Leather gloves and safety shoes must be worn to protect
the operator's skin and exposed body parts.

Figure 3.4 Safety Precautions
e  Eye Protection: A suitable welding helmet must be used to protect the operator's eyes.

2) Switch Operations and Gas Flow Adjustment

e  Power On: Turn on the power switch.

e  Method Selection: Set the gas shielded arc welding option on the welding power source
control panel to "Solid Core" (SG2 wire) or "Flux Core" (flux-cored wire), depending on your
wire type.

e Parameter Selection: Set the welding wire diameter and protective gas type (CO2 or
Mixture) to the required positions using the control panel of the welding power source.

e  Gas Flow Adjustment: Press the torch trigger and open the valve of the gas cylinder. Turn
the valve on the gas regulator to set the flow meter value to an appropriate level for the
welding process.

e  Off Gas: Press the torch trigger again to stop the gas flow.

3) Installation of the Welding Wire
Ensure you carefully check that the specifications of the wire feed roller match the diameter of the
welding wire being used and then install the welding wire.
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Figure 3.5 Installation of the welding wire

WIRE FEED MECHANISM AND WIRE INSTALLATION

When selecting the appropriate wire for the welding process, remember that the chosen wire diameter
must strictly match the wire feed roller, torch liner (spiral), and contact tip.

Installation Steps:

1.
2.

w

Unlocking the Spool: Lift the wire spool lock and bring it to a horizontal position.

Placing the Wire: Place the welding wire spool onto the shaft. (The end of the wire must
feed from the bottom of the spool and face toward the wire feeder).

Locking: Pull back the wire spool lock to return it to its original (locked) position.
Preparing the Tension Arm: Lift the tension arm and open the wire feed frame upward.
Feeding the Wire: Insert the welding wire into the inlet guide, aligning it fully with the roller
groove. Then advance it toward the outlet guide and close the pressure roller over the wire.
(Feeding the wire into the torch will be done manually or automatically after power is
supplied to the machine).

Adjusting Tension: Adjust the tension arm to an appropriate tightness to prevent slipping
on the wire feed roller.

WELDING WIRE DIAMETER (®) SETTING SCALE FOR REFERENCE

1.2 mm 4~5
1.0 mm 3~4
0.8 mm 2~3

Table 3.1 Welding wire references
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There is a damping (braking) compression mechanism on the axis of the wire spool (the hexagonal
screw visible on the shaft when the shaft cap is removed). Pull the wire spool by hand to make a rough
adjustment. If the resistance is high, adjust the damping bolt clockwise to increase the resistance;
otherwise (to decrease the resistance), turn it counterclockwise. After the adjustment process, please
also tighten the shaft cap.

MANUAL WIRE FEEDING

Press and hold the manual wire feed button on the wire feeder unit, and set the welding current
adjustment knob to the appropriate wire feed speed. Do not release the button until 15-20 mm of
welding wire extends from the welding torch head.

& CAUTION

When manually feeding wire, please do not get close to the contact tip to check whether the
welding wire is coming out.

OPERATION METHOD OF BASIC WELDING FUNCTIONS

Except for welds using very low currents, small depressions called "arc craters" generally form at the
end of the weld seam. The cause of this crater formation is the downward force applied by the arc,
along with the condensation and shrinkage of the molten metal. In general, the larger the welding
current, the larger the crater, and these areas are prone to cracking.

To reduce the crater size and improve weld quality, a lower current—typically around 60-70% of the
main welding current—should be used when extinguishing the arc and filling the crater.

®  4-Trigger Mode (4T): A program where the torch trigger is used at the end of the weld to
reduce the current to a level lower than the main welding current to fill the crater.

e  2-Step Mode (2T): A mode where there is no dedicated control program for crater filling.
In this mode, releasing the trigger immediately terminates the weld while at the main current
level.

1) Modu 4-Trigger (4T) Mode
To activate this mode, follow these steps:

3. Set the selection switch on the control panel to "Flux Core" (flux-cored wire) or "Solid
Core" (solid/SG2 wire) according to your wire type.

4.  Set the (2T/4T) switch to the (4T) position.
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Figure 3.6 Trigger Modes 4T
As shown in the figure above, the arc can be extinguished using the torch trigger (switch). When
welding ends, pressing the torch trigger causes the system to automatically switch to the arc
termination current (for crater filling). Once the arc crater is filled, releasing the torch trigger
extinguishes the arc.

2) “Single Trigger” (2T) Mode

Set the selection switch on the power source control panel to "flux cored wire gas welding” (flux cored)
or "solid wire gas welding" (solid core/SG2) according to the wire type and set the "2-step/4-step”
switch to the "2T" position. The operation steps are shown in Figure 3.7 below.

Welding arc generation Welding arc stop

tﬁz\ =

i’:‘

\\ ~ Welding torcl
s Weld hON

ON OFF
Welding torch N |
Tpf Taf
o el
Gas supply ON i . OFF - —_
Slow wire feeding * T : Time of pre-flow
Wirefocing I Time of after-flow

—Flashback duration

Output voltage ’—'—‘—‘L—

Output current 1

Adjustment of welding conditions Welding

¢ Time of arc starting

= Time of arc ending

Figure 3.7 Trigger Modes 2T
As shown in the figure above, the arc cannot be extinguished using the torch trigger. In this case, the
arc crater cannot be filled when welding is completed, and welding can only be terminated at the
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original welding current. This type of welding method is mainly used for repeated tack welding,
momentary welding, and thin plate welding.

GAS CONNECTION

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

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

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

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

OUTPUT CABLE USAGE

Allows proper extension of the cable between the "+" output terminal of the welding power source
and the wire feeder unit; however, the following rules must be strictly observed:

®  Cable Selection: When extending the cable, ensure that you select a cable that complies
with national standards and has a cross-sectional area larger than the original cable.

e Risk of Voltage Drop: The extension cable increases cable resistance and voltage drop,
which adversely affects the welding operation. The smaller the cross-sectional area of the
cable, the greater this negative impact will be.

e  Cable Arrangement: Be sure to extend the cable straight or coil it as shown in Figure 3.8
below.

Welding power supply

Welding power supply

Figure 3.8 Use of the power cord
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STORAGE AND INSTALLATION

= The machine should be stored in a closed and dry environment between -20 °C and +50°C.

Ll It should be kept upright, and nothing should be put on it.

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

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

= During operation, ensure that it can easily intake air.

TRANSPORTATION

*=  Always use the handling ring when moving the machine.

= Never pull-on cables, torch, or hoses.

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

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

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

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

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

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

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

INSTALLATION

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

= Welding machine should not be positioned near the operator in a way that could negatively
affect their work.

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

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

= Be careful of dust and dirt that may get inside the machine.

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

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

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

= All electrical connections should be checked.

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

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

»  Technical issues arising from improper interventions may void the manufacturer's warranty.

*  When the machine is used in accordance with the guidelines and specifications, it does not
require any significant maintenance. However, the following maintenance procedures should
be performed to ensure the machine's high efficiency and long lifetime.

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

MAINTENANCE AND REPAIR

= All the electrical connections should be checked regularly.

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

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

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

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

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

Daily Maintenance

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

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

= Daily maintenance should be done by the person who will perform the welding process.

= The machine coolant level should be checked before each use.

Quarterly Maintenance

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

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

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

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

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

than six months.

Non-Periodic Maintenance

e The consumables on the torch should be cleaned regularly and replaced if necessary.
e  Foragood welding quality, if the welding wire is rusted or corroded, it should be replaced

with a new one.

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

CONTROL AREA
Control Panel

IMPORTANT POINTS

the power indicator is on or off.

Cooling Fan
normal.
Power Source

Check that the machine is turned on and properly installed. Verify whether
Check for airflow from the exhaust and verify whether the noise level is

Check for abnormal vibration or humming upon powering on, smell when

power is applied, or thermal marks such as discoloration on the exterior.

Environment

Check if the air supply line is damaged or if the connections are loose and

inspect the outer casing and mounting parts for any looseness.

Welding Torch

CONTROL AREA

Nozzle

Electrode

Gas Diffuser

IMPORTANT POINTS

Is the installation correct and is
there any deformation at the
tip?

Is there spatter sticking to it?

Secureness of the installation

Tip damage, orifice wear, and
clogging

Omitting part installation,
clogged orifices, or using third-
party components in assembly.
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DESCRIPTIONS

Causes porosity formation
and weld spatter
accumulation.

A cause of welding torch
burnouts (an effective method
is to use anti-spatter coating).
A cause of damaged threads
on the welding torch.

Causes arc instability or arc
interruption.

Can lead to welding defects
(spatter, etc.) due to
insufficient gas shielding or
cause torch body burnout (arc
formation inside the body);
please handle correctly.
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Wire Feed Liner

Wire Feeder Unit

O-shaped sealing ring

Long wire feeding Cil

tube components ‘
L

Inspect the size of the "L"
dimension on the wire feed
conduit.

Whether the wire diameter
matches the inner diameter of
the wire feed conduit.

Partial bending and strain

N DI ) )
-

Heat shrinkable tube
O-shaped ring

Damage to the heat-shrink
tubing, wear on the O-ring.

If it is shorter than 6 mm, it
must be replaced. A small "L"
dimension causes arc
instability. (When replacing
the wire feed conduit, it is
better to keep the "L"
dimension slightly longer than
the specifications).

Mismatch causes arc
instability; therefore, please
use an appropriate wire feed
conduit.

Causes poor wire feeding and
arc instability. Please replace
with an appropriate wire feed
conduit.

Can cause poor wire feeding
and arc instability. (Wipe with
kerosene or replace with a
new wire feed conduit.) May
cause spatter. If the heat-
shrink tubing is broken, it
must be replaced with a new
wire feed conduit. If the O-
ring is worn, replace it with a
new one.

POSITION
Torch

Wire Feed Roller

Pressure Roller

IMPORTANT POINTS

Whether the wire diameter is

adjusted above the pressure

indicator line. Damaging wires
under 12 mm s strictly
prohibited.

e Check and verify whether
the wire diameter
matches the nominal
diameter of the wire feed
roller.

e Inspect and check for any
clogging (buildup) on the
wire feed roller.

} Baski mekanizmasi

- Tel stirme mekanizmas

. Check whether the wire
diameter matches the
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DESCRIPTION
Causes poor wire feeding and
arc instability.

e  Causes metal shavings
on the welding wire,
clogging in the wire feed
liner, and arc instability.

e If an abnormality occurs,
please replace it with a
new one.

e  Causes metal shavings
on the welding wire,
clogging in the wire feed
liner, and arc instability.

e If an abnormality occurs,
please replace it with a
new one.
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nominal diameter of the
wire feed roller.

e Inspect and check for any
clogging on the wire feed
roller.

CABLE

POSITION IMPORTANT POINTS NOTES
Cable insulation wear and
damage. Exposed conductor
(insulation damage) or
Output Cable looseness at cable connection
points (power supply
terminals and base metal
connection).
. Whether there is a
secure connection
between the input and
output terminals of the
panel input protection
device.
e s the cable connection
of the safety device
reliable?
e s the cable securely
connected to the input
terminal of the welding
power source?
e  During wiring, is the
insulation of the input
cable worn or damaged,
leaving the conductive
part exposed?
e Whether there is an open
circuit in the grounding
line of the welding power
source and the security
of the connection. Please ensure routine
Grounding Cable e Whether there is an open | maintenance is performed to
circuit in the grounding prevent electrical leakage.
line of the base metal
(workpiece) and the
security of the
connection.

Input Cable
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TROUBLESHOOTING AND SOLUTIONS

PROBLEMS AND POSSIiBLE CAUSES

Before troubleshooting, please check all power connections. The grid connection is a three-phase
system. Always check the nominal voltage level for each phase. The welding power source may
degrade in performance in the event of a single-phase loss.

Please refer to the troubleshooting table provided below:

PROBLEM POSSIBLE CAUSES SOLUTION

Power indicator does
not light up after
turning on the device.

Circuit breaker on the
rear panel trips
immediately upon
turning on the device.

Circuit breaker trips
automatically during
welding.

Welding current
cannot be adjusted.

Arc is unstable and
excessive spatter
occurs.

CO; gas regulator
heater does not heat

up.

When the torch trigger
is pressed, wire feeds

* No power.

* Rear panel switch damaged.

* Power transformer damaged.

* Control panel or indicator light
faulty.

* Fuse faulty.

*|GBT module damaged.

* Three-phase bridge rectifier
damaged.

* Welding machine control panel
damaged.

* Long-term overload operation
(exceeding the duty cycle).

* Switch fault.

* Wire feeder control cable
broken or controller damaged.
* Welding machine controller
circuit damaged.

* Internal current sensor
damaged.

* CO, gas regulator damaged.

* Heater cable broken or shorted.

* Heater fuse blown/damaged.
* CO, gas regulator damaged.

* Heater cable broken or shorted.

* Heater fuse blown/damaged.
* Insufficient pressure in gas
cylinder.

* Gas flowmeter damaged.
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* Check circuit connections.

* Replace the switch.

* Replace the transformer and
inspect the control panel.

* Replace the control panel or
indicator light.

* Replace the automatic circuit
breaker.

* Replace the IGBT module; also
check the secondary rectifier and
control board.

* Replace the three-phase bridge
diode.

* Replace the welding machine
control panel.

* Use the machine according to
the nominal duty cycle/efficiency.
* Replace the switch.

* Replace the wire feed control
cable or controller.

* Replace the control panel.

* Replace the current sensor.

* Fine-tune welding
specifications (voltage/current).
* Replace the contact tip.

* Replace the gas regulator.

* Repair the heater cable.

* Replace the heater fuse.

* Check gas pressure in the
cylinder.

* Replace the flowmeter.
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but gas flow is
blocked.

When the torch trigger
is pressed, the wire
feeder unit does not
work, and no open-
circuit voltage is
detected.

ERROR CODES

* Control circuit or solenoid valve
(magnetic valve) damaged.

* Foreign matter/blockage
between torch and valve.

* Welding torch trigger/switch
damaged.

* Wire feeder unit control cable
broken.

* Control circuit board damaged.

* Replace the control board or
solenoid valve.

* Clear the blockage or clean the
component.

* Service or replace the welding
torch.

* Repair the wire feed control
cable.

* Replace the control circuit
board.

ERROR
CODE FAULT POSSIBLE CAUSE SOLUTION

Input Overvoltage

Grid voltage is too high

Grid voltage is too low

1. Trigger pressed at startup
2. Open-circuit voltage fault

3. Current output present

1. Overcurrent
2. Current sensor failure
3. Signal cable broken

4. Main control board failure

1. Internal temperature too

high (fan clogged)
2. Thermal relay failure
3. Signal cable broken

Check the power grid, wait
for it to return to normal
Check the power grid, wait
for it to return to normal

1. Check the torch trigger
2. Replace the control panel
3. Replace the driver board

. Repair output cable

. Check signal line

. Replace current sensor
. Replace control board

N O R N R

1. Check fan and wait for it to
cool down

2. Check thermal relay wiring
3. Replace thermal relay or

EO6 Input Undervoltage
E15 Abnormal Start
E17 Output Overcurrent
E19 Overheat Protection
E40/E41 Communication

Fault

4. Main control board failure
1. Disconnection/looseness in
communication line

2. Main control board or
display board failure

69

board

1. Check communication line
2. Replace the faulty board
(main control or display)

NURIS TEKNOLOJI A.S. All rights reserved.



NT-RDV-USG-037 MIG500N Rev 1.3 KULLANIM KILAVUZU

WELDING ERRORS AND POSSIBLE CAUSES

To obtain a high-quality weld, welding parameters such as wire feed speed, welding voltage, and
shielding gas flow rate must be set correctly. General problems identified for achieving a high-quality
weld are provided in the table below.

WELDING DEFECTS POSSIBLE CAUSES SOLUTION

Porosity

Cracks

Undercut

Slag Inclusion

Excessive Spatter

Lack of Penetration

Presence of oil/rust/water or
insufficient gas shielding
Incorrect current-voltage
balance or high-carbon metal
Excessive welding

improper torch angle

speed or
Insufficient cleaning of the
previous pass

Incorrect current/voltage; dirty
wire or nozzle wear

Low current or improper joint
preparation (grooving)

70

Clean the material; check gas
flow rate and wire composition

Adjust
welding sequence and clean gas

current; use correct
Reduce welding speed; optimize
torch position and current
Thoroughly clean slag between
passes

Balance voltage; clean or replace
consumables

Increase current; correct groove
angle and root gap

NURIS TEKNOLOJI A.S. All rights reserved.
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WIRE FEEDING UNIT DIAGRAM

+

Wire feeding motor

Torch : - 6

solenoid valve

+

= 2
o
et Remote-control box
=
2 RI ok | 3
5 S1 |
‘6 rro Controlling spcket
¥ + Manual wire feeding
e
= T vl Rv.
° Voltage adjustrhent 4
= 4007

V2 Ri I

4007 Current adjustment 5
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RECOMMENDED WELDING PARAMETERS

| 5hape of Plate Welding Root Gap Welding Welding Welding (ias Flow
butt Thickness Wire {mm) Current Voltage Speed (L/Min)
welding {mm) Diametar (A) (V) {em/in)
)]
0.8 0.8,0.9 0 G0—~T70 16~16.5 50—~—a0 10
1.0 0.8,0.9 0 75~B5 17~17.5 S0~60 10~15
1.2 0.8.0.9 0 B0—~20 17~18 50—~&0 10~15
1.6 0.8,0.9 0 25~105 18~19 45~50 10~15
qu 20 1.0,1.2 0~0.5 110~120 | 19~19.5 45~50 10~15
8 2.3 1.0.1.2 0.5~1.0 120~130 | 19.5—~20 45~50 10~15
3.2 1.0,1.2 1.0~1.2 140150 20~—~21 45~50 10~15
4.5 1.0,1.2 1. 0~1.5 140~150 22~13 40~50 15
6.0 1.2 1.2~1.5 170185 24~24 4050 1520
7.0 1.2 1. 2~1.5 320~340 32~34 4050 15~20
T fillet Plate Thickness | Welding Widlding Currenl | Welding Voltage Aiming Welding Speed Gas Flow
we ld {mim) Wire (0] w at femfin v
Diamater position
(%) o @
1.0 0.80.9 T0~80 17~18 0] S50~—50 10~15
1.2 0.%1.0 85~20 18~19 o S0~6&0 10~15
1.6 1.0,1.2 100~110 18~~-19. 5 [0] S0~—560 10~15
g 2.0 1.0,1.2 115~125 19, 5—20 o S0—~—a0 10~15
2.3 1.0,1.2 130~140 19. 5~21 o S0~&0 10~15
3.2 1.0,1.2 150~170 21 ~322 [0] 45~50 15~20
-z 4.5 1.0,1.2 160—~200 23—24 o 40~—45 15~20
& 1.2 230~2&0 2537 o 40~—45 15~20
8.9 1.2,1.6 270~380 29~35 L] 40—~—45 20—~23
12 1.23,1. 4 300~380 32~35 D 35~—40 20~25
1.2 Example Table of MAG welding
|5hapea of Plat= Melding Broot Gap Welding Welding Welding Gias Flow
butt welding Thickness Nirs {mm) Cusrrent Valtage Spead (Lisdin)
{mm} Dismater (Y] vl {emMin)
[2)
1.2 0.80.9 0 H0~T0 15~14 30~50 10~15
q:F 1. 6 0.8.0.9 0 100~110 16~17 40~—&0 10~15
e 3.2 0.8~1.2 1.0~1.5 120140 16~17 25~30 10~15
4.0 1.0~1. 2 1. 5~2.0 150~160 17~18 20~30 10~15
T fillet Plate Thickness Walding Widddiegg Currenl | Welding Viskage Aiming Wikding Spesd Gas Flow
we ld {mim) Wire (0] w at femfin v
Diamater position
(%) o @
5ty 1.0 0.8 85~—20 15~17 o S0~—a0 10~15
W 1.6 0.8 100~110 15, 5~ o S0~—560 10~15
T 2.4 0.8~1.0 115~125 16~18 @ S0—~—a0 10~15
e 3.2 0.8~1.2 130~140 16.5~—18. & o S0~&0 10~15
73
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TRANSPORTATION

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

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

during transportation.
e Take precautions to protect the machine from adverse weather conditions during transit.
e Avoid stacking or piling up multiple devices.
e Utilize the crane lugs located on top or next to the wheels to lift the device.
e  Disconnect all electrical connections while transporting the device.
e Refrain from carrying the device upside down or on its side.
e Avoid stacking the devices as they are not suitable for stacking.

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

MANUFACTURER COMPANY

NURIS TEKNOLOJi MAKINE SAN. TiC. AS.

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

Phone: +90 (312) 267 58 60

Web: www.nuris.com.tr/en

SERVICE

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

NURIS TEKNOLOJi MAKINE SAN. TiC. AS.

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

Phone: +90 (312) 267 58 60

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

1. The Warranty Period starts from the product delivery date and is 2 (two) years.

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

3. All parts (such as the wire feeder) supplied with the product and required for the operation of the
product are under the warranty of Nuris Teknoloji.

4.  Ifthe product malfunctions during the warranty period due to material, workmanship, and assembly
errors, it will be repaired without any labour cost, replacement part cost or any other fee.

5. The product invoice can be accepted as the warranty certificate.

6.  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.

7.  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.

8.  The product within the scope of Nuris Teknoloji guarantee is checked before packaging and shipping.
After receiving the product, check whether there is any damage to the product, in case of damage,
notify Nuris Teknoloji and the shipping company immediately. Check the contents of the box with
the ingredient list.

9.  The product is out of warranty in the following cases:

o  Products that have been opened or dismantled without the participation of Nuris
Teknoloji officials,
Products damaged due to misuse,
Products operated under improper installation-maintenance or unsuitable storage /
operation conditions,

o  Products that fail due to excessive vibration and/or shock during transportation
operations such as loading and unloading,

o Products damaged in natural disasters (fire, flood, earthquake, flood and lightning strike,
etc.),
Products that fail as a result of using original and unsuitable spare parts and accessories,
Products that fail due to utility power surges or similar problems outside the limits
declared by the manufacturer.

10. Nuris Teknoloji has no responsibility for the issues such as loss of business and loss of production
that may occur due to malfunctions that may occur in the machines, except for the free repair of the
above-mentioned products under warranty.

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

WELDING MACHINE
WARRANTY DOCUMENT

MACHINE INFORMATION

Brand: NURIS TEKNOLOJi A.S.

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

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

E-mail: e b s s b

SIGNATURE/CACHET:

SERVICE INFORMATION

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

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

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

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

NURIS TEKNOLOJI A.S. All rights reserved.




NURIS TEKNOLOJI A.S.

WELDING MACHINE
WARRANTY DOCUMENT

MACHINE INFORMATION
Brand: NURIS TEKNOLOJi A.S.

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

Company NAIME: e e e R bbb s e b b e h b s
AUhOTIZEd PEISON: e e e e s bt R e et r b
TelePRONE: e e b h e bbb s e
Address:

CILY/COUNLIY: e e s eb b e r e b b s s bbb b e eh s e p b e b s

E-mail: e b s s b

SIGNATURE/CACHET:

SERVICE INFORMATION

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

Telephone:
SIGNATURE/CACHET:

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

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

NURIS TEKNOLOJI A.S. All rights reserved.




