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“AT” UYGUNLUK BEYANI / “EU”’ DECLARATION OF CONFORMITY
imalatci / Manufacturer
Kaynak Teknigi Sanayii ve Ticaret A.S.

Uriin / Product
Gazalti (MIG/MAG) Kaynak Makinesi / (GMA) MIG/MAG Welding Machine

Marka ve Model / Brand and Model
ASKAYNAK® SUPERMIG 355SP

Yukarida tanimlanan beyanin nesnesi, ilgili uyumlastinimig AB mevzuati ile uyumludur.
The object of the declaration described above, is in conformity with the relevant union harmonisation legisiation.

Direktifler / Directives
2014/35/EU, 2014/30/EU

Uyumlastinimig standartlar ve uygunlugun deklare edilmesiyle iligkili diger referanslar.
References to the relevant harmonised standards used, and references to the other technical specifications in
relation to which conformity is declared.

EN IEC 60974-10:2021, IEC 60974-1:2021, EN IEC 60974-1:2022, TS EN IEC 6074-1:2023

ilave Bilgi: Tanimlanan driiniin; kurulum, kullanim ve bakimi kullanim kilavuzunda belirtilen yénergelere, yasa ve
yonetmeliklere, standartlara ve bilinen miihendislik uygulamalarina uygun bir sekilde yapildiginda, yukarida verilen
Avrupa Birligi Direktif ve Regiilasyonlari ile uyumludur. Bunlara uyulmamasi veya Uriin tizerinde degisiklik yapilmasi
halinde, bu deklarasyon gegersiz olur.
Additional Information: The equipment complies with listed European Directives and Regulations if installed, used and
maintained in accordance with enclosed instructions, applicable laws, standards and sound engineering practices. Any
misuse and/or any modification render this declaration void.

imalatci adina imzalayan / Signed for and on behalf of

Savag Hiirol BOZARSLAN
Kaynak Ekipmanlar Midiri - Welding Equipement Manager
Kocaeli, TURKEY

15.05.2023

Bu uygunluk beyani yalnizca imalatginin sorumlulugu altinda diizenlenir.
This declaration of conformity is issued under the sole responsability of the manufacturer.

CE sertifikasi 2023 yilinda eklenmistir. / CE mark was first affixed in 2023.

~ Kaynak Teknigi Sanayi ve Ticaret A.S.
TOSB Otomotiv Yan Sanayi Ihtisas 0.S.B. 2. Cadde, No: 5, Sekerpinar 41420 Gayirova, Kocaeli - TURKEY
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Kaynakta Guvenlik - 1

Bu makine gazalti (MIG/MAG) kaynagi ve ortiulu elektrodlarla ark kaynagi
yapmak icin tasarlanmigtir. Bagka bir amag icin kullanilamaz.

Bu makine mutlaka yetkili ve kaynak egitimi almis bir personel tarafindan kullaniimaldir. Tim
baglantilarin, operasyonlarin, bakim ve onarim proseddrlerinin yetkin ve konusunda uygun egitim almis
kisilerce yapildigindan emin olun. Makineyi galistirmadan énce bu kullanim kilavuzunu mutlaka okuyun.
Kullanim kilavuzundaki talimatlarin uygulanmamasi ciddi yaralanmalara, can kaybina ve makinenin zarar
gbrmesine neden olabilir. Lutfen altta belirtilen sembollerin karsisindaki uyarilari okuyun. Uygun olmayan
baglantilardan, saklama kosullarindan ve kullanimdan kaynaklanan hasarlardan Kaynak Teknigi Sanayi
ve Ticaret A.S. sorumlu degildir.

UYARI: Bu sembol olasi ciddi yaralanmalari, can kayiplarini ve makinede meydana
gelebilecek hasarlarn énlemek icin kullanim kilavuzundaki talimatlara mutlaka uyulmasi
gerektigini gosterir. Kendinizi ve cevrenizdeki diger insanlari koruyun.

TALIMATLARI DIKKATLE OKUYUN ve ANLAYIN: Makineyi kullanmadan énce
kullanim kilavuzunu mutlaka okuyup anlayin. Kullanim kilavuzunda belirtilen talimatlarin
uygulanmamasi ciddi yaralanmalara, can kaybina ve ekipmanin hasara ugramasina
neden olabilir.

I
AN

Kaynak islemi dikkatsiz, dalgin, yorgun ve uykusuz iken yapiimamalidir.

Ark kaynagi kaynakgiy! potansiyel tehlikelerden koruyacak yeterli 6nlemler alindiginda
guvenli bir uygulamadir. Bu 6nlemler gézden kagirildiginda veya ihmal edildiginde, ciddi
hatta 6lumle sonuclanabilecek elektrik carpmasi, asir derecede duman ve gazlarin
etkisinde kalma, ark radyasyonu, yangin ve patlama gibi tehlikeler ortaya ¢ikabilir.

Not: Kaynakta guvenlik hakkinda detayli bilgi almak icin ANSI Z49.1 standardini okuyun.

Koruyucu Donanimlar:

Kaynak operatorleri, kendilerini yanma riskinden koruyan giysiler giymelidir. Kaynak
yaniklari, ¢iplak cilde kaynak kivilcimlarinin sicramasindan kaynaklanabilen ve cok sik
karsilagilan bir risktir.

Kaynak sirasinda giyilen elbiseler uygulanan kaynak yéntemine gére degisebilir ancak
genel olarak giysinin hareket kolaylgi saglamasi ve kaynakginin vicudunu sigrant,
kivilcim ve ark radyasyonundan koruyacak bicimde drtmesi gerekmektedir.

Aleve dayanikliligi nedeniyle yun giysiler tercih edilmelidir. Sentetik giysiler isiya maruz
kaldiginda eriyecegiicin kesinlikle giyilmemelidir.
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Koruyucu giysiler gresten ve yagdan korunmalidir. Bu tir maddeler oksijenli bir ortamda
kontrolsiiz olarak alev alabilir ve yanabilir.

Goémlek kollan ve pacalari katlanmamalidir. Zira kivilcimlar ve erimis metaller kivrim
yerlerine girebilir. Pantolonlar is ayakkabisinin disinda tutulmali, icine sokulmamalidir.
Aksi halde erimis metaller ve kivilcimlar ayakkabinin icine girebilir.

Tehlikeli durumlarda kullanilan diger koruyucu giysiler asagida belirtilmistir:

* Aleve dayanikli elbiseler

e Tozluklar

« Onlukler

Deri kolluklar ve omuz pelerinleri

» Kaynak maskesinin altina giyilen sapkalar



Kaynakta Guvenlik - 2

Elleri yaniklardan, kesik ve cgiziklerden korumak icin mutlaka deri gibi aleve dayanikli malzemeden
uretilen eldivenler giyilmelidir. Buna ek olarak elektrik carpmasina karsi bir miktar yalitim saglayabilmesi
icin deri gibi aleve dayanikl malzemeden uretilen eldivenlerin saglam ve kuru olmasina dikkat edilmelidir.

Gurulta:

Kulagi kivilcim ve erimis metallerden korumak ve ark kaynagi makinesinin guriltisinden kaynaklanan
duyma kaybini engellemek icin kulaklik takilmalidir. Galisma ortamindaki gtirGlti kulaklar rahatsiz edici
ve bas agrisina yol acan bir seviyeye ulastiginda, isitsel bir problem yasanabilir. Bu durumda hemen
kulaklik takilmalidir. sitme kaybi, test yapilana kadar fark edilmeyebilir ve sonrasinda tedavi igin gok geg
kalinmis olabilir.

Calisma Ortaminin Onemi ve Temizligi:

Calisma ortaminin dlzeni ve temizligi kaynak makinesine bakim yapmak kadar énemlidir. Hatta
olusabilecek zararin derecesi ortamdaki insan sayisi kadar katlanmaktadir. Makine ile ilgili uyarilar
okunmus ve gerekli dnlemler alinmis olsa da cevrede bulunanlardan herhangi birinin calisma
ortamindaki kabloya takilmasi, kendisi, siz ve diger insanlar icin elektrik carpmasi, sicak metale temas
edilmesiya da dusmeriskiile karsilasiimasina neden olabilir.

Tdm donanim, kablo, hortum ve gaz tUpleri; kapilar, koridorlar ve merdiven cevreleri gibi hareket
yogunlugu olan ortamlardan uzak tutulmaldir. Gevreyi dizenli tutmaya gayret edilmeli ve kaynak islemi
bittiginde calisma ortami temizlenmelidir. Bu sayede is guvenliginin yaninda calisma verimliligi de
artacaktir. Ayrica kaynak yapilan bdlgenin yakininda bulunan diger calisanlar dalginlikla sicak is
parcasina ve kaynak banyosunun icine basabilir, bu ylzden kaynak islemi sirasinda etrafa koruyucu
paravan cekilmelidir.

KAYNAKLI MALZEME YAKABILIR: Kaynak sirasinda yiilksek miktarda isi aciga
cikabilir. Sicak ylzeyler ve malzemeler ciddi yaniklara neden olabilir. Bu tir
m malzemelere dokunurken ve tasirken mutlaka eldiven kullaniimalidir.

:Q ° ELEKTRIK CARPMASI OLUME NEDEN OLABILIR: Elektrik carpma tehlikesi,
kaynak operatérunin sik kargilasabilecegi en ciddi risktir. Elektriksel olarak canli
parcalaratemas etmek; yaralanmalara, 6lUme veya elekirik carpmasina ve ani refleks
sonucu dusmeye neden olabilir. Makine ¢alisirken; kaynak elektroduna, topraklama
baglantisina veya makineye bagli olan gerilim altindaki is parcasina dokunmayin.
Kendinizi elektroda, topraklama baglantisina veya is parcasina karsi yalitin.
Makinenin figini prizden c¢ektikten hemen sonra fisin metal uglarina dokunmayin,
elektrik carpmatehlikesi olabilir.

Kaynak makinesiyle ilgili elektrik carpmariski iki kategoriye ayrilir:

* Primer voltaj carpmasi (6rnek; 230 - 460 V)
* Sekonder voltaj carpmasi (6rnek; 20- 100V DC)

Primer elektrik carpmasi kaynak geriliminden cok daha yuksek oldugu igin ¢ok
tehlikelidir. Makineye gelen guc acgikken, vicudunuz toprakla temas halindeyken ya
da makine icindeki canli bir noktaya dokunurken primer elekirik carpmasi ile
karsilasabilirsiniz. Unutmayin, makine Uzerindeki ON/OFF anahtarini kapatmak tek
basina yeterli bir ¢6zim olmayabilir. Tam guvenlik icin ON/OFF anahtarinin
kapatiimasinin yaninda sigorta kapatildiktan sonra kablonun baglanti noktasindan
ayrilmasi gerekmektedir.
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Kaynakta Guvenlik - 3

Makinenin yan kapaklarini asla sbkmeyin ve hatall ¢calisma durumunda yetkili bir
teknisyene kontrol ve tamir ettirin.

Makineyi ve is parcasini mutlaka topraklayin.

Yalitimsiz kablolar ve penseleri kullanmayin, yenileri ile degistirin. Sogutmak igin
kaynak elektrodunu asla suya sokmayin.

iki ayr kaynak makinesine bagli olan elektrod kablolarina dokunmayin, aradaki voltaj
iki makinenin acik devre voltaji toplami kadar olabilir.

Yerden yuksekte calisirken elektrik soku nedeniyle dismekten korunmak icin
mutlaka guvenlik kemeritakin.

KAYNAK ARKI ve KAYNAK I$IGI YAKABILIR: Kaynak islemi yapilirken veya
izlenirken, gozleri sigrantilardan ve kaynak arkinin yaydidi isinlardan korumak igin
uygun maske, filtre ve koruyucu camlar kulaniimahdir. Aleve dayanikli malzemeden
Uretilmis giysilerle cilt korunmalidir. Yakin cevrede bulunan kisiler, yanmaz
malzemelerden Uretilen uygun paravanlarla korunmali ve bu insanlar kaynak arkina
bakmamalari ve kendilerini ark isini etkisinde birakmamalari konusunda uyariimaldir.

Kisa sure de olsa gdzlerin UV iginlarina maruz kalmasi "Kaynak Almas!" olarak da
adlandirlan g6z yaniklarina neden olabilir. Kaynak almasi, maruz kalindigi andan
saatler sonrasina kadar fark edilmeyebilir, ancak ¢ok rahatsiz edici oldugu gibi gegici
korlige bile neden olabili. Normalde kaynak almasi gegici bir durumdur, ancak
go6zlerin UV isinlarina uzun sdre ve sik olarak maruz kalmasi gézde kalici hasarlar
olugsmasina neden olabilir.

| NS

Koruma Onlemi olarak ark isigina bakmamanin yaninda uygun filtreye sahip bir
koruyucu kaynak goézligua kullanmak gerekir. Ortuli elektrod ile ark kaynagi
uygulamasi igin uygun filtre seciminde asagidaki tablodan yararlanilabilir.

Koruyucu Filtre Secim Tablosu

Kaynak Elektrod Akim Koruyucu Koruyucu
Yoéntemi Capi (mm) Araligi (A) Filtre (Alt sinir) Filtre (Onerilen)
=2 Ortilii <25 <60 7 -
<5 Elektrod 25-4.0 60 - 160 8 10
< = Ark 40-64 | 160-250 10 12
E': = Kaynag > 6.4 250 - 550 11 14
4
< 60 7 -
(M?S/ZJKG) B 60 - 160 10 11
Kaynag 160 - 250 10 12
250 - 550 10 14

ANSI Z49.1-2005'den alinmistir.

Kural olarak kaynak islemine koyu renkli koruyucu filtre ile baslanmali daha sonra
calismaya, minimum seviyenin altina inmemek kosulu ile, kaynak yapilan alani yeteri
kadar gosterebilecek daha acik bir filtre ile devam edilmelidir. Kaynak isleminde
kullanilan maskeler basi, yuzu, kulaklar ve boynu elektrik ¢carpma riskine, Isiya,
kivilcima ve yangina kargi korur.



Kaynakta Guvenlik - 4

DUMAN VE GAZLAR TEHLIKELI OLABILIR: Kaynak islemi sagliga zararll duman ve
gaz cikisina neden olabilir. Kullanicilari bu tehlikeden korumak icin yeterli
havalandirma yapilmali veya duman ve gazlar soluma bolgesi disina atiimahdir.

Genel olarak kaynak uygulamalarinda; dumana maruz kalma suresi ve duman
miktarina bagl olarak yiziin ve cildin yanmasi, bas dénmesi, mide bulantisi ve ates
gibi kisa sureli gegici etkiler gordlebilir. Dumana uzun stireli maruz kalma, cigerlerde
demir birikmesine ve fonksiyon bozukluklarina neden olabilir. Bronsit ve akciger
fibrozisi karsilagilan baslica etkiler arasindadir.

Bazi elektrodlar, 6zel havalandirma gerektiren alasim elementleri icerebilir. Ozel
havalandirma gerektiren bu (riinlerin etiket bilgileri g6z ardi edilmemeli ve "Uriin
Guvenlik Bilgi Formu" raporlar dikkatle okunmaldir. Bu gibi malzemeler kaynak
edilirken gaz maskesi takmak gerekebilir.

Basin duman bulutunun diginda tutulmasi tehlikeli duman ve gazlardan korunmanin
en kolay yoludur.

Duman ve gazlar solunmamali, hava sirkllasyonu veya mekanik havalandirma
ekipmanlari kullanilmali ve eger yeterli havalandirma saglanamiyorsa gaz maskesi
takilmalidr.

GAZ TUPU HASAR GORDUGUNDE PATLAYABILIR: Kullanilan kaynak ydntemine
uygun koruyucu gaz iceren basinch gaz tlpleri ve secilen gaz ve basinca goére
tasarlanmis uygun regulatérler kullanin.

Batun hortumlar, donanimlar ve benzeri aksamlar yapilan kaynak islemine uygun
olmalive dogru bir sekilde monte edilerek diizguin ¢alisir durumda tutulmalidir.

TUpleri her zaman dik durumda ve tasiyici bir takima veya sabit bir destege iyice
zincirlenmig olarak tutun.

Tuplerin konulacagi yerleri 6zenle segin:

* TUpler, darbe alabilecekleri veya fiziksel hasara ugrayabilecekleri yerlerden
uzak tutulmaldirlar.

* Tupler, kaynak arkindan veya kesme islemlerinden ve bagka isi1, kivilcim veya
alev kaynaklarindan gtivenli bir uzaklkta bulunmalidir.

Elektrod, elektrod tutucu pense veya elektrik bakimindan aktif olan diger pargalarin
tiple temas etmesine kesinlikle izin vermeyin.

TUp vanasini acarken basinizi ve yuzinzU tip vanasinin ¢gikisindan uzak tutun.

TUp kullanimda iken veya kullanim amagliyla baglandigi zamanlar diginda (tipin
tagsinmasi dahil) vana koruma basliklari mutlaka yerlerine takiimis ve elle iyice
sikistinlmig halde olmalidr.

ELEKTRIKSEL ve MANYETIK ALAN iINSAN SAGLIGINA ZARARLI OLABILIR:
letkenler (izerinden akan elektrik, elektromanyetik alan olusturur. Olusan bu
elektromanyetik alan kalp pili gibi cihazlar Gzerinde etkili olabilir. Kalp pili kullanan
kaynak operatdrlerinin makineyi calistirmadan énce bir fizyoterapiste danismasi
gerekir. Elektriksel ve manyetik alanlar hentiz bilinmeyen baska saglik sorunlarina da
neden olabilir.
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Kaynakta Guvenlik - 5

7= KAYNAK SICRANTILARI YANGINA ve PATLAMALARA NEDEN OLABILIR: Yanici

f;}_’\ malzemeleri kaynak yapilan yerden uzakta tutun ve yangin séndurtcuyu kolaylikla

erisebileceginiz bir yere koyun. Kaynak islemi sirasinda olusabilecek sicrantilar ve

* sicak malzemeler ince catlaklardan ve en dar acgikliklardan bile etrafa kolaylikla
sigrayabilir.

Yanici ve zehirleyici gazlari ortamdan tamamen uzaklastiracak &nlemlerin
alindigindan emin olmadan higbir bidon, varil, tank ya da malzeme Uizerinde kaynak
islemi yapmayin. Yanici gazlarin, buharlarin ya da sivi yakitlarin bulundugu yerlerde
makineyi asla calistirmayin.

Kaynak islemi sirasinda yuksek sicakliklar olusabilecegi icin her zaman yangin riskini
g6z o6ninde bulundurun. Kaynak arkinin sicakligi 5000°C'a ulasabilir, ancak
genellikle bu isI tek basina yangin sebebi degildir. Yangin riski etrafa sigrayan kivilcim
veya erimis metallerden olusabilir. Bu metaller on metre uzaga sigrayabilir. Bu ylizden
kolay tutusan malzemeleri kaynak yapilan ortamdan uzak tutun. Ayrica, is parcanizin,
iIsindiginda alev alabilecek herhangi bir malzemeyle temas etmediginden emin olun.
Temasla alev alabilecek malzemeler; sivilar (benzin, yag, boya, tiner ve benzeri),
katilar (agag, karton, kagit ve benzeri) ve gazlar (asetilen, hidrojen ve benzeri) olmak
Uzere Uge ayrilir.

Kaynak yapilan ortami gozlemleyin. Etrafta benzin veya hidrolik yagla calisan
sistemler varsa ve kaynak ortamini ya da sistemi hareket ettiremiyorsaniz araya
yangina dayanikli paravan koyun. Yuksekte veya bir merdivende kaynak
yaplyorsaniz asagida yanici veya patlayici bir malzeme bulunmadigindan emin olun.
Ayrica etraftaki insanlarin Gizerine clruf ve kivilcim sigrayabilecedini unutmayin.

Tozlu ortamlarda kaynak yaparken 6zel dnlemlerin alinmasi gerekir. Toz parcalari
yanabilir ve ani bir yangina veya patlamaya neden olabilir. Ortamdaki tozun yaniciligi
ve uguculugu hakkinda bilginiz yoksa, uzman ve yetkili bir kisi tarafindan incelenip
onay verilmeden kaynak veya kesme islemine baglamayin.

Kaynak islemine baslamadan énce is parganizin yizeyinde yanici veya isindiginda
tutusabilecek bir kaplama olup olmadigini kontrol edin.

Kaynak islemine ara verildiginde, elektrod pensesinin topraga veya is parcasina
degmediginden emin olun.

Yanici malzemelerin bulundugu ortama on metre yakinlikta kaynak yapiyorsaniz
yaninizda bir gézlemci bulundurun. Bu g&zlemci kivilcimlarin ve sigrantilarin nereye
gittigini gézlemlemeli, gerektiginde yangin séndirtculere kolayca erisebilmelidir.
Kaynak islemi bittikten sonra gézlemci ile birlikte, kaynak isleminden sonra etrafta
herhangi bir duman olup olmadigini yarim saat boyunca kontrol edin.

Diger acil durumlarda oldugu gibi kaynak islemi sirasinda olusan kazalardan
kaynaklanan durumlarda da ilk kural panige kapiimamaktir. Yanginin biyukligine
gbre, diger insanlar uyarmak icin yangin alarmini caligtirin, itfaiyeye haber verin,
kaynak makinesini kapatin ve yangin gikiglarindan miimkin oldugunca gabuk cikin.

s>
z5
<sS
- <
E;"
4

YANGIN TEHLIKESi KAZALARA NEDEN OLABILIR: Her tiirlii ark parlamasi ve
yangin ¢ikma riskinin dnlenmesi i¢in kaynak torcunu kaynak masasinin Gzerine ya da
sase pensesiile temas eden bir ylizeye dogrudan birakmayin.

Kaynak arkinin yakinindayken veya cevrede herhangi bir motor calisirken yakit ilavesi
yapmayin. Galisan motoru durdurun ve yakitin dékilmesi halinde motorun sicak
parcalariylatemas edip buharlasmamasi ve alev almamasiicin, yakit koymadan énce
motorun sogumasini bekleyin. Depoyu doldururken cevreye yakit ddkmeyin.



Kaynakta Guvenlik - 6

I

ELEKTRIKLE CALISAN EKIPMAN: Elektrod kablolarinin, besleme kablolarinin ve
makineye bagli kablolarin durumunu dizenli olarak kontrol edin. Herhangi bir
uygunsuz durumla karsilastiginizda sorunlu parcalar yenileri ile hemen degistirin.
Her tarllG ark parlamasi ve yangin ¢ikmasi riskini énlemek icin elektrod pensesini
kaynak isleminin yapildigi masanin Uzerine ya da sase pensesi ile temasta olan bir
yuzeye dogrudan birakmayin.

S

ELEKTRIKLE CALISAN EKIPMAN: Makine (zerinde calismaya baslamadan énce
sigorta kutusundaki salteri kullanarak elektrigi kesin. Elektrik baglantilarini
yurdrlUkteki kurallara uygun olarak gerceklestirin.

TOPRAKLAMA: Guvenliginiz ve makinenin sorunsuz olarak calisabilmesi igin elektrik
besleme kablolari topraklamasi saglikli olarak yapilmig prize baglanmalidir.

HAREKETLI PARCALAR ELINIiZE ZARAR VEREBILIR: Ekipmanin btiin glivenlik
koruyucularini, drtulerini ve donanimlarini yerli yerinde ve bakimh tutun. Ekipmani
calistirir, igletir ve onarirken ellerinizi, saginizi, elbiselerinizi ve kullandiginiz aletleri her
zaman V-kayislarindan, diglilerden, fanlardan ve diger hareketli parcalardan uzak
tutun.

Bazi durumlarda, gerekli bakimi yapmak icin glvenlik koruyucularini gikarmak
gerekebilir. Koruyucularn sadece gerekli oldugu zaman cikarin ve cikariimalarini
gerektiren bakim islemi bittiginde tekrar yerlerine takin.

Hareketli parcalarin yakininda ¢alisirken mutlaka maksimum dikkati gésterin.
Fan caligirken ellerinizi sogutucu fanin yakinina uzatmayin.

Bakim caligsmasi sirasinda motoru veya kaynak jeneratdrinl cevirirken, benzin
motorlarinin yanliglikla ¢alismasini énlemek icin, duruma gére, atesleme tellerini,
dagitim basligini veya manyeto telini sékun.

CE NORMLARINA UYGUNLUK: Bu makine Avrupa Birligi Talimatlari'na uygun
olarak Uretilmistir.

GUVENLI KULLANIM: Bu makine elektrik carpma riskinin yiiksek oldugu ortamlarda
kaynak yapmaya uygundur.

Bu A-sinifi ekipman, elektrik enerjisinin algak gerilim sehir sebekesi tarafindan
saglandidi ev ve benzeri yerlerde kullanmaya uygun degildir.

Makinenin yiUksek elektromanyetik alanlarin bulundugu ortamlarda kullaniimasi
durumunda, ayarlanan kaynak akimindaki degisim + %10 degerini asabilir.
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Kaynakta Guvenlik - 7

EKSTRA GUVENLiIK ONLEMLERI:

Bazi durumlarda guavenlik énlemlerini uygulamak zor olabilir, ancak yine de belirtilen kurallara uyun.
Eldivenlerinizi kuru tutun, 1slanmasi kacinilmaz ise yaninizda ekstradan bir ¢ift eldiven daha bulundurun.

Kontrplak, plastik paspas veya benzeri kuru ve yalitkan bir malzeme tzerinde durun. Vicudunuzu kaynak
parcasindanizole edin.

Nemli ortamlar, 1slak giysiler, metal yapilarin Gzeri, izgara ve iskelelerin Uzeri, oturarak, diz cokerek, uzanarak
kaynak yapilan pozisyonlar, is parcasi veya topraga erisimin engellenemedigi durumlar gibi elektrik carpma
tehlikesinin yiksek oldugu ortamlarda kaynak yapilmasi gerekiyorsa, asagida belirtilen makineleri kullanmayi
tercih edin.

* Yari-otomatik DC sabit gerilimli makineler,

* DC manuel ark kaynak makineleri,
* Azaltlmis voltaj kontrollil AC kaynak makineleri.

Elektrod pensesinin ve kablolarin durumu ¢ok énemlidir. Pensenin Uzerindeki plastik veya fiber yalitkan
malzeme, canli (elektrik yuklU) yerlere temasi 6nler. Kaynak makinesini ¢calistirmadan énce daima pensenin
durumunu kontrol edin. Eskimis ve yipranmis olanlari degistirin, tamir etmeye calismayin. Ayni kontrolleri
kablolar icin de yapin. Kabloyu degistirmek maliyetli olabilecegi icin izolasyonu ylksek bir makaron veya
benzeriile tamir edin. Makineyi ¢alistirmadan dnce her defasindaizolasyonlari kontrol edin.

Eger bir elektrik soku hissederseniz bunun bir uyar oldugunu unutmayin. Béyle bir durumda ise devam
etmeden 6nce cihazinizi, is aliskanliklarinizi ve is ortaminizi elekirik carpma risklerine karsi kontrol edin.
Anormal bir durum varsa gerekli 6nlemi almadan kaynak islemine devam etmeyin. Eger sorunun kaynagini siz
tespit edemiyorsaniz uzman ve yetkili bir kisiye kontrol ettirin.

CALISMA ORTAMINDAKIi DiIGER KiSiLER iCiN ONLEMLER:

Calisma ortaminin temizligi ve duzeni sizin oldugu kadar, ortamdaki diger insanlarin giivenligi icin de son
derece 6nemlidir. Etrafinizda calisan diger kaynakgilar veya kisiler yuriirken dalginlikla kaynak banyosuna ya
da kaynak edilen parcgalara basabilir veya kablolara takilarak sizin ve diger insanlarin dismesine ve elektrik
carpma riski olusmasina neden olabilir. Ayrica kaynak sigrantilari, cevredeki diger insanlara sigrayarak yanma
tehlikesi yaratabilir.

Kaynak yaptiginiz ortami yangina dayanikli bir paravanla ayirmak olasi riskleri azaltr.

Calisma ortamindaki diger insanlari da is glvenligi ekipmanlarini kullanmalari konusunda uyarin. Ozellikle
kaynak islemi yapilan ortamda bulunmalari gerekiyorsa; yangina ve alevlenmeye dayanikli is gtivenligi giysileri
giymeleri, is g6zligu, kaynak maskesi kullanmalari, izoleli ayakkabi ve eldiven giymeleri konusunda
cevrenizdekileri uyarin. Uyarilariniza riayet etmeyen kisileri calisma ortamindan uzaklastirin.

Yuksekte kaynak islemi yapiyorsaniz, erimis metallerin ve kaynak sirasinda olusan sigrantilarin asagidan
gecen diger kisilere sigcramamasi igin ilgili uyari levhalari kullanin.

Elektromanyetik alanlar kalp pilleriicin zararli olabilir.

Cevreden gecen ve kaynakgl olmasa da etrafinizda bulunan diger calisanlar igin gerekli uyariy1 yapin, ikaz
levhalari kullanin. Bu gibi kisilerin kaynak ortaminda bulunmadan énce doktora danismalari gerektigini bildirin.

)
z5
<sS
- <
EI>"
4

Kaynak ortamlari, elektrik carpma riskinin yiksek oldugu ortamlardir. Diger kisiler yUrtrken kablolara basip
elektrik carpma riskine maruz kalabilirler. Yalitimsiz kaynak kablosu kullanmayin, miimkuinse kablolari izoleli,
plastik kanallar icerisinden yonlendirin.

BAKIYE RiISKLER HAKKINDA BILGi:

Bu kaynak makinesi, TS EN IEC 60974-1 standardinin gerektirdigi guvenlik kurallarina uygun olarak tasarlanmig
ve Uretilmistir. Glvenlik konusundaki riskleri ortadan kaldinimak icin gereken dnlemler alinmalidir, kullanicinin
almasi gereken Onlemler ve uymasi gereken Kkurallar kullanma kilavuzunda belirtilmigtir. Gerekli 6zen
gOsterilmedigi, guvenlik énlemlerin alinmadi§i durumlarda risklerin ortadan kaldirimasi mimkin degildir. Bu
riskler hafif yaralayici olabilecegi gibi, yangin ve patlama riskleri birden fazla kisi icin 6limcul dahi olabilir. Kaynak
isleminin yapildigi ortamin guvenliginin saglanmasi kullanicinin sorumlulugundadir, énlemlerin alinmadigi eksik
oldugu durumlarda derhal is durdurulmali ve yetkili kisiler uyariimalidir.
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Elektromanyetik Uyum - 1

TS EN IEC 60974-1'e gore tasarlanmigtir.
TS EN 55011’e gére makinenin EMU sinifi Grup-2 Sinif-A’dir.

Detayl bilgi icin TS EN 60974-10'a bakiniz.

* Kaynak yaparken agcma/kapama anahtarini acip kapatmayiniz. Bu durum sebekede gerilim
dalgalanmalari olusturabilecegi gibi makinenin kullanim émriinii de kisaltabilir.

* Guc unitesi acildiktan sonra makinenin elektriksel acidan kararlh hale gelebilmesi i¢cin ortalama
olarak 5-10 saniye beklenmeli ve daha sonra kaynak islemine baglanmalidir.

* Bu A sinifi ekipman, elektrik enerjisinin alcak gerilim sehir sebekesi tarafindan saglandigi ev ve
benzeri yerlerde kullanmaya uygun degildir. Bu gibi yerlerde, sebekeye iletilen ve havadan
yayillan radyo frekansh bozulmalar nedeniyle elektromanyetik uyumlulugun saglanmasinda
muhtemel zorluklar olusgabilir.

Kaynak makinesi, ilgili norm ve kurallara uygun olarak tasarlanmistir. Makine Uzerinde hicbir sekilde
degisiklik yapilmamalidir. Bununla beraber, telekomunikasyon cihazlarini (telefon, radyo, televizyon) ve
guvenlik cihazlarini karistirici elektromanyetik dalgalar Uretebilecegi icin elektromanyetik dalgalardan
etkilenen cihazlar icin guvenlik sorunu yaratabilir. Makinenin Urettigi bu elektromanyetik dalgalarin
(parazitlerin) etkisini dnlemek veya azaltmak icin asagida belirtilen aciklamalar dikkatli bir sekilde
okunmalidir. Kaynak makinesi endustriyel alanlarda kullaniimak tzere tasarlanmigtir. Yasam alanlarinda
kullanilmasi durumunda elekiromanyetik dalgalarin olasi etkilerini gidermek icin belirli édnlemlerin
alinmasi gerekmektedir.

Kurulum ve Kullanma:

Genel: Kullanici, bu ark kaynak ekipmanini Kaynak Teknigi Sanayi ve Ticaret A.S.’nin talimatlarina uygun
olarak kullanmak zorundadir. Elektromanyetik bozulmalar tespit edildiginde bu sorunlarin ortadan
kaldirimasi kaynak ekipmanini kullanan operatériin sorumlulugundadir. Kaynak Teknigi Sanayi ve
Ticaret A.S. gerektiginde teknik konularda yardimci olacaktir. Bazi durumlarda kaynak devresinin
topraklanmasi gibi basit bir uygulamaile iyilestirme yapilabilir (Not bélimune bakiniz). Diger durumlarda
ise kaynak makinesini ve is parcasini ¢evreleyen ve girig filtreleri bulunan elektromanyetik bir ekran
yapilabilir. Her durumda elektromanyetik bozulmalar etrafi etkilemeyen bir seviyeye disurilmelidir.

Not: Kaynak devresinin topraklanmasi yerel glvenlik yénetmeliklerine baghdir. EMC acisindan
topraklamayi degistirmek gulvenlik veya cihazin bozulmasi agisindan riskler icerebilir. Daha fazla
bilgiicin IEC 60974-9’a bakiniz.

Ortamin Degerlendirilmesi:

Ark kaynagi ekipmani kurulmadan 6nce kullanici etraftaki potansiyel elektromanyetik problemleri
degerlendirmelidir. Bu degerlendirme yapilirken asagidaki maddeler g6z énunde bulundurulmahdir:

a) Ark kaynagi ekipmaninin yanindaki, Ustiindeki veya altindaki diger besleme kablolari, kontrol kablolari,
sinyal ve telefon kablolari

Radyo ve televizyon alicilari ve vericileri

Bilgisayar ve diger kontrol ekipmanlari

d) Kritik glivenlik ekipmanlari, (6rnegin endustriyel ekipmanlarin korumalari ve sensérleri)

e) Etraftaki kisilerin saghg, (6rnegin kalp pili ve isitme cihazlar)

f) Kalibrasyon veya 6lcim cihazlari

g) Cevredeki diger cihazlarin elektromanyetik bagisikigi. Kullanici gevrede kullanilan diger cihazlarin
elektromanyetik uyumlulugundan emin olmalidir. Bu ilave koruma énlemleri gerektirebilir.

h) Kaynagin yapildigi gtin ve zaman da g6z 6nlinde bulundurulmalidir.

b
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Elektromanyetik Uyum - 2

Not: Deg@erlendirmenin yapilacadl cevrenin buyUkligl cevredeki binalarin yapisina ve etraftaki
aktivitelere de baglidir. Bu gevre sadece iginde bulunulan binayla sinirla olmayabilir.

Kaynak Tesisatinin Degerlendirilmesi:

Elektromanyetik girisimin anlasilarak ¢6zilmesi igin cevrenin degerlendirmesine ilave olarak kaynak
techizatinin da degerlendiriimesi gerekir. Bir emisyon degerlendirmesi CISPR-11:2009 Madde-10’da
bahsedildigi gibi yerinde emisyon o6lcimleri de yapilmalidir. Yerinde élgimler iyilestirme tedbirlerinin
etkinliginin anlasiimasi icin de yapilabilir.

iyilestirme Onlemleri:

Dagitim Sebekesi: Kaynak ekipmani sebekeye Ureticinin talimatlarn dogrultusunda baglanmalidir.
Elektromanyetik girisim olustugunda sebeke girisini filtrelemek gibi ilave tedbirlerin alinmasi gerekebilir.
Sabit olarak kullanilan kaynak makinelerinin kablolari metal boru veya benzeri bir tertibatla ekranlanabilir.
Ekranlama kablo boyunca devamli olmalidir. Ekranlama kaynak makinesinin gévdesine baglanmalidir.
Bdylece kaynak makinesi gbvdesi ile ekran arasinda iyi bir elektriksel temas saglanmis olur.

Kaynak Ekipmaninin Bakimi: Kaynak ekipmanina dreticinin talimatlarina uygun olarak dtzenli olarak
bakim yapiimalidir. Makine calisiyorken tim erisim, servis kapilari ve kapaklar kapal ve dizgun bir
sekilde vidalanmig olmalidir. Ureticinin talimatlan disinda kaynak makinesi (izerinde hic bir surette
degisiklik ve ayar yapilmamalidir. Ozel olarak TIG kaynagi icin HF olusturan elektrotlarin arasindaki
mesafeler Ureticinin talimatiile ayarlanabilir.

Kaynak Kablolari: Kaynak kablolari mimkln oldugunca kisa olmali, birlikte yonlendirilmeli ve yer
seviyesine yakin olmalidir.

Espotansiyel Baglama: Etraftaki tim metal nesnelerin topraga baglanmasi hedeflenmelidir. Ancak is
parcasi ile birlikte topraga baglanmis olan metalik cisimler operatér igin, elektrod ve bu metal cisimlere
ayni anda dokundugunda elektrik carpma tehlikesi olusturur. Operat6r tim bu metalik nesnelerden izole
edilmis olmaldir.

i§ Parcasinin Topraklanmasi: Guvenlik nedenleri ile veya is parcasinin boyutlari nedeniyle topraga
baglanmadigi durumlarda (6rnegin gemi gévdesi) is parcasinin topraga baglanmasi her zaman olmasa
da elektromanyetik emisyonu diisirebilir. is parcasi topraklanmak istendiginde glivenlik veya diger
cihazlarin bozulmayacagindan emin olunmalidir. Bu baglantinin gerekli olmasi durumunda is pargasi
direkt topraga baglanabilir veya direkt baglantiya izin verilmeyen bazi tlkelerde baglant ydnetmeliklere
uygun olarak segilen bir kapasitor Gzerinden yapilabilir.

Ekranlama: Cevredeki diger kablolarin ekranlanmasi da emisyon sorunlarini azaltabilir. Bazi 6zel
durumlarda tim ¢evrenin ekranlanmasi da dasunulebilir.
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sehir sebekesine baglanmak istendiginde, elektrik dagitim firmalarina danisarak

ﬂ Bu ekipman IEC/EN 61000-3-12 standardina uygun degildir. EKipman, algcak gerilim
uyumlulugun saglandigindan emin olmak kullanicinin sorumlulugundadir.
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Operator Talimatlan - 1

Dikkat!
Makineyi kurmadan veya calistirmadan énce bu béliimi dikkatle okuyun.

Kullanim kilavuzunu ve icinde bulunan givenlik tedbirlerini okumadan kaynak makinesini kurmayin,
calistirmayin ve onarmayin. Bu kullanim kilavuzunu saklayin ve her zaman elinizin altinda bulundurun.

Is bittikten sonra veya ise uzun sure ara vereceginiz zaman kaynak makinesinin sebeke ile olan elektrik
baglantisini kesin.

Kaynak makinesine disaridan herhangi bir cisim sokmayin. Makine calisir durumda iken 6zellikle
hareketli parcalara parmaginizla dokunmayin.

Kaynak makinesi tzerinde hicbir degisiklik yapmayin. Bu islem, makinenin 6zelliklerini kaybetmesine
ve teknik deg@erlerinin degismesine neden olabilir.

Kaynak makinesi Uzerinde degisiklik ve adaptasyon yapilmasi yasaktir. Degisiklik ve adaptasyon
yapilmasi, sadece garanti haklarinin kaybedilmesine neden olmakla kalmaz, ayni zamanda makinenin
kullanim guvenligini de tehlikeye sokabilir ve kullanicilar elektrik carpmasi riskiyle karsi karsiya
birakabilir.

Kaynak makinesi kullanilmadan énce mutlaka topraklayin. Cesitli kaynak makineleri veya diger
elektrikli aletler eger ayni topraklama hattini kullaniyorsa seri olarak baglanmamali, tim makineler ya
da aletler birbirlerine paralel olarak baglanmis olmalidir. Kaynak makinesinin topraklama kablosunun
kesit alani sebeke girisindeki kablonun kesit alanindan daha az olmamaldir.

Kaynak makinesi ortam aydinlatmasinin iyi oldugu aydinlik yerlerde kullaniimali, karanlikta
kullaniilmamalidir.

Kaynak makinesi bina i¢i kullanim igin tasarlanmis olup gunes 1sigi altinda, yagmurda ve karda
kullaniimaya uygun degildir.

Kaynak makinesi boru eritme islemleriicin kullanilamaz.

Yanhs kullanim veya kullanicinin hatasindan dolayl kaynak makinesinde hasar meydana gelmesi,
garanti haklarinin kaybedilmesine neden olur.

Torg kablosuna basmayin ve kablonun katlanma acisini cok dar tutmayin.

Calisma sirasinda kabul edilen ortam sicakhigiarahigr —10°Cile + 40°C’dir.

Tasima ve depolama sirasinda kabul edilen ortam sicakhigi arahigr —20°Cile + 55°C’dir.

Kabul edilebilir bagil nem orani 20°C’de % 90’a, 40°C’de % 50’ye kadardir.

Isinma deneyleri ortam sicakliginda yapilmis ve galisma cevrimi 40°C’de simulasyonla belirlenmisgtir.

Kaynak makinesini havalandirmasi saglikl yapilan bir ortamda calistirin ve gevresinde en az 50 cm bos
alan bulundurun. 100 m’den daha yuksek yerlerde calistirmayin.

Kaynak makinesinin kararll bir ark saglamasi icin kuvvetli rizgar bulunan bir ortamda calisirken
rizgara karsi 6nlem alin. Rizgar hizi 1 m/sn’nin altinda olmaldir. EGer rizgar daha kuvvetli ise
koruyucu perdeleme igslemi uygulayin.

Uretici firma, dnceden haber vermeden teknik ézellikleri degistirme hakkini sakli tutar.

Bu makinenin uzun 6émurlt olmasi ve guvenilir bir sekilde calisabilmesiicin asagida belirtilen bazi basit
Onleyicitedbirlerin ainmasindafayda vardir.

Makineyi 15 den fazla egimi olan bir ylizeye koymayin ve bdyle bir ylizeyde galistirmayin.
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Operator Talimatlar - 2

* Makine mutlaka temiz hava akimi olan bir ortamda calistirimal, makinenin bulundugu yerde
havalandirmayi engelleyen ya da hava akimini durduran bir etken olmamalidir.

* Calisirken makinenin Uzeri kagit, bez ya da benzeri cisimlerle értiimemelidir.
» Kaynak sirasinda tel stirme unitesinin kapagi kapal tutulmahdir.

* Tozve kirler makinenin icine girebilir. Bu durum mimkun oldugunca asgariye indirilmelidir. Yogun tozlu
ortamlar ile atmosferinde su, boya ve yag tanecikleri ile taslama tozlar ve asindirici gaz bulunan
ortamlarda calismayin.

* Bu makine IP21S sinift korumalidir. Makineyi mimkin oldugunca kuru tutun ve islak ya da su birikintisi
olan bir zeminin Gzerine koymayin.

* Makineyi, radyo kontrolll cihazlardan uzak bir yere koyun. Makinenin normal calismasi, yakinlarda
bulunan bu tip cihazlarin galismasina olumsuz etki edebilir ve bu durumda yaralanmaya veya ekipman
arizasina neden olabilir. Bu kullanim kilavuzundaki “Elektromanyetik Uygunluk” b&lGmand okuyun.

* Elektrikli ekipmanlar konusunda yetkili olmayan kisilerin makinenin sase kapagini acmalar ve
mudahalede bulunmalari hayati tehlike yaratabilir. Aksi durumda davrananlar, olusabilecek olumsuz
sonugclari pesinen kabul etmig sayilirlar.
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Genel Ozellikler

ASKAYNAK SUPERMIG 355SP otomotiv, metal mobilya tretimi, gemicilik, basin¢h kap tretimi ve celik
imalat sektdrlerinde yaygin olarak kullanilan yari otomatik invertérli DC kaynak makinesidir. Kaynak
gerilimini kaynak akimina gére ayarlar ve ayrica tamamlayici nitelikteki ilgili dalga bicimi kontrol
devresinden de yararlanarak farkli tel caplarina gére ayar yapabilmektedir. Az cUruf birakmasi, iyi kaynak
yuzeyi ve daha yuksek verimlilik saglamasi ile kaynak akimi, kaynak gerilimi ve dinamik 6zelliklerin ¢ok
duzgun sekilde ayarlanmasina imkan tanimasi makinenin tipik 6zelliklerindendir. Ayrica agiri iIsinmaya ve
asir akima yonelik koruyucu devreler sayesinde makine uygulanan kaynak yénteminin uyarlanabilirligi
ve guvenilirligini etkili bir sekilde saglayabilmektedir. Makine, ylUksek bir glic besleme dengelemesi
kabiliyetine (>%15) sahip olmasi sayesinde, gu¢ beslemesi, is parcasi, elektrod ve uygulamadaki
degisikliklere hizlica karsilik verebilmektedir.

* Moduler yapi sayesinde ¢ikis akiminda minimum dalgalanma,

* Kapali déngu geri bildirim kontrolu, kararli ¢ikis gerilimi, etkili glic besleme dengelemesi
kabiliyeti,

» Surekli kaynak gerilimi ayari, farkli kaynak akimlarina hassas adaptasyon,

» Ozel tasarnimli dinamik karakteristik kontrol devresi, az ciiruf, iyi kaynak yiizeyi, daha
yuksek verimlilik,

* Ark bitirme, damlacik dnleme ve yumusak tel surme,

* %100 CO2 gaziile gazalti kaynagi uygulamalarina elverislilik,
* 00,8-1,2mm arasitellerile kaynak yapabilme olanagi,

* Hafiflik, dUsuk hacim ve yuksek verimlilik,

 Ayarlanabilirtel besleme hizi,

* 2/4tetik secenedi,

* Ark olusumunu kolaylastiran otomatik yavas tel besleme (yumusak baslangig) 6zelligi,
* Agiriisil yUklemeye karsi termal koruma devresi,

* Guvenilirlik ve kullanimi kolaylig,

¢ |P21S koruma sinifi,

* ENIEC 60974-1’e gbre tasarim,

* TSEN55011’e gére makinenin EMU sinifi Grup 2 Sinif A’dir.

* 3 (Uc) yil garanti suresi (torg ve kablolar harig),

Dikkat! Kaynak Teknigi Sanayi ve Ticaret A.S. dnceden haber vermeden teknik 6zellikleri degistirme
hakkini sakli tutar.

Calisma Cevrimi ve AsiriIsinma:

Makinenin calisma verimi, kaynakginin, asir isinma olmadan ve kaynaga ara vermeden 10 dakika
boyunca makinenin verilen kaynak akiminda kaynak yapabilme suresinin ylzdesel oranidir.

Makine, termal korumasi sayesinde asiri 1Isinmaya karsi korunur. Bu koruma devreye girdiginde 6n
paneldeki uyari lambasi yanar. Glvenli calisma sicakligina dénuldiginde ise lamba sbner ve kaynaga
devam edilir.

Elektrik Besleme Gereksinimi:

* 400V = % 10, 50/60 Hz ¢ fazl sebeke elektrigiicin tasarlanmistir.
* Fazlararasisapma orani % 5’i gegmemelidir.
* Frekans salinimisapmasi = % 1’i gecmemelidir.
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Teknik Ozellikler - 1

SUPERMIG 355SP

Gii¢ Unitesi
Girig
Giris Voltaji Sebekeden Cekilen Glg (%50'de) Frekans
400V ; 3 Faz 14,3 kW (MIG) ; 15,7 kW (MMA) 50/60 Hz
Gug Faktoéra Sebekeden Cekilen Akim (%50'de) Verim (min.)
min. 0,94 (350 A’de) 22,4 A (MIG) ; 24,1 A (MMA) %83
Kaynak Akimi Cikis Degerleri
Cevrim Orani Cikis Akimi Cikis Gerilimi
(10 dakikalk periyod) (Amper) (Volt)
%50 350 A (MIG/MMA) 31,5V (MIG) / 34 V (MMA)
%60 280 A (MIG/MMA) 28V (MIG) / 31,2V (MMA)
%100 210 A (MIG/MMA) 24,5V (MIG) / 28,4 V (MMA)
Cikis Arahigi
Kaynak Akimi Aralig Kaynak Gerilimi Araligi
30-350A 15,5-31,5V (MIG) ; 21,2 - 34 V (MMA)

Maks. Acik Devre Gerilimi (Bosta Calisma Gerilimi)
30V

Besleme Kablosu : 4 x 4 mm?2

Sigorta Degeri ve Tipi: 3 x 40 A (Gecikmeli Sigorta)

Fiziksel Olgiiler

YUkseklik Geniglik Uzunluk AQirlik (Torg ve Kablolar harig)
440 mm 295 mm 740 mm 39,5 kg

Calisma Sicakligi -10°C ile +40°C arasi

Yalitim Sinifi: H Koruma Sinifi: IP21S Kirlenme Derecesi: 3
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Teknik Ozellikler - 2

SUPERFEEI? SF3P
Tel Siirme Unitesi

Girig
Giris Voltaji Sebekeden Cekilen Glg ve Akim Frekans
42V /1 Faz 147 W ; 35A 50/60 Hz

Cikis ve Tel Siirme Makarasi Tipleri

Tel SUrme Hizi Aralig
1,27 - 18 m/dak

Celik Tel (V-makara) Ozlii Tel (Kertikli V-makara) Altiminyum Tel (U-makara)
0,8-1,0-1,2mm 1,2 mm 1,2 mm

Fiziksel Olgiiler

Yukseklik Geniglik Uzunluk Agirlik (Torg ve Kablolar harig)
480 mm 335 mm 655 mm 16,6 kg

Koruma Sinifi: IP21S

SUPERMIG 355SP

Araba
Fiziksel Olgiiler
Yukseklik Genislik Uzunluk Agirlik
400 mm 490 mm 1100 mm 23 kg
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Kurulum ve Operator Talimatlari - 1

Sebeke Baglantisi:

* Makinenin sebeke baglantisi kurallara uygun olarak ve sadece gerekli egitimden gecmis yetkili
elemanlartarafindan yapiimaldir.

» Kaynak makinesi 400V * % 10, 50/60 Hz, U¢ fazl sebeke elektrigi icin tasarlanmis olup 40 A gecikmeli
sigortaile korunmalidir. Besleme kablosu en az 4 x 4 mm® olmalidir.

* Sebeke baglantisitoprakh olmalidir.
* Makineyi sebekeye baglamadan énce makinenin kapal oldugundan emin olunmalidir.

* Makine uzerinde fis bulunmamaktadir. Elektrik baglantisini yapmak icin baglanti noktasindaki prize
uygun bir fig seciniz ve besleme kablosundaki sari-yesil kabloyu fisin topraklama noktasina takiniz. Fis
ve priz de@erleri maksimum akim ve gerilimden daha kiguk olmamalidir.

Yetkili elektrik¢i tarafindan onaylanan saglikh bir koruyucu toprak baglantisi olmadan kesinlikle
sebeke baglantisi yapilmamali ve makine calistinimamahdir. Elektrik kacaklari insan saghgi icin
olimciil tehlike icermektedir.

Not: Kaynak makinesinin btin baglantilari makineye enerji verilmeden yapiimalidir.

Koruyucu Gaz Baglantisi:

Koruyucu gazin baglanmasi icin asagida belirtilen islemler yapiimalidir:
* Gaztlpunu sabitleyin ve devrilme gibi risklere karsi koruyun.

* Gaz tipUnun emniyet vanasinin kapagini ¢ikarin ve tip vanasini bir stre igin hafifce acik tutarak olasi
yabancimaddelerden temizlenmesini saglayin.

* Gazregulatériini gaz tipune takin.
e Gazhortumunu gaz reguilatériine baglayin.

e Gaz hortumunun diger ucunu, tel sirme uUnitesinin arka tarafinda bulunan “Koruyucu Gaz Baglanti
Kaplini’ne baglayin.

* Eger gerekliyse, isiticinin fisini kaynak makinesinin arka tarafinda bulunan “Koruyucu Gaz lIsrtici
Soketi”ne (24V) baglayin.

e Kullanimda olmadigi zaman gaz tlpUnin vanasini kapatin.

Kaynak Torcunun Baglanmasi:

e Kaynak torcunu, tel sirme Unitesinin 6n tarafinda bulunan “Tor¢ Baglanti Soketi”’ne (EURO Soket)
baglayin.

Giic Unitesi ve Tel Siirme Unitesinin Birbirlerine Baglanmasi:
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e GUc¢ Unitesi ile tel sirme Unitesi arasindaki baglanti, “Haberlesme (Kontrol) Kablosu” tarafindan
gerceklestirilir. Gl Unitesinden tel stirme Unitesine gerilim ve kontrol sinyallerinin génderilmesi bu iki
Unitenin arka taraflarinda bulunan “Haberlesme (Kontrol) Kablosu Baglanti Soketleri’ne baglanan
kontrol kablosu araciligiile saglanir.
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Kurulum ve Operator Talimatlar - 2

is Parcasina Yapilan Baglanti:

* Sase kablosunu gugc Unitesinin 6n panelindeki “—” baglanti soketine takin ve siki bir baglanti saglamak
icin hizli baglanti parcasini (erkek) saat yoninde gevirin. Sase kablosunun diger ucunu ise is pargasina
tutturun.

Kaynak Teli Makarasinin Tel Bolmesine Yerlestirilmesi:

 Tel sirme Unitesinin arka tarafinda bulunan “Kaynak Teli Makarasi Koruyucusu’nun kapagini agin.

* Kaynak teli makarasini, telin ucu makaranin alt kisminda olacak sekilde iken “Kaynak Teli Makarasi
Baglanti Mili”ne takin.

* Eger gerekiyorsa, “Kaynak Teli Makarasi Baglanti Mili’nin frenleme (sikma) torkunu ayarlayin. Makara
durdugunda baglanti ekseni etrafinda kolayca serbest dénlis yapmamalidir.

* Telin bakllmus olan ucunu koruyucunun agik bélimunden gikarip kesin ve keskin kdseleri egeleyin.

Kaynak Telinin Tel Siirme Unitesine Siiriilmesi:

* Telslirme Unitesinin yan kapagini agin.

* “Tel SUrme Makarasi Baski Kuvveti Ayar Mili”ni gevseterek serbest birakin.

» Kaynak telini tel sirme Unitesinin “Tel Giris Kilavuzu”na gegirin.

» Kaynak telini tel sirme makaralarindan gecirerek “Tel Cikis Kilavuzu”na takin.

* “Tel SUirme Makarasi Baski Kuvveti Ayar Mili’ni tekrar sabitleyerek baski kuvvetini ayarladiktan sonra
gUc Unitesinin arka panelindeki “Acma/Kapama Anahtar” ile makineyi agin.

 Tel sirme Unitesinin 6n panelinde bulunan “Kaynaksiz (Manuel) Tel Stirme Kontrol Butonu”na basin.
Buislem sirasinda kaynak torcunun kontak memesi mutlaka ¢ikariimis olmalidir.

» Kaynak teli gérindukten sonra “Kaynaksiz (Manuel) Tel Strme Kontrol Butonu”nu birakin ve kontakt
memeyive gaz nozulunu kaynak torcunun ucuna takarak iyice sikin.
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Kurulum ve Operator Talimatlari - 3

Tel Siirme Makaralari Baski Kuvvetinin Ayarlanmasi:

* Makaralarin baski kuvvetini dogru sekilde ayarlayin. Baski kuvveti cok disUk olursa, tel makaralar
Uzerinde kayar; baski kuvveti cok yliksek olursa, makaralar teli ezer veya tel sikisir. Strtici makara
baski kuvveti ayari saat yoninde cevrildiginde baski kuvveti artar, saatin tersi yoninde cevrildiginde
ise baski kuvvetiazalir.

Kaynak Teli Makarasi Baglanti Milinin Fren Torkunun Ayarlanmasi:

» Kaynak telinin makaradan bosalmasini dnlemek icin, makarayi tutan baglanti mili frenleme sistemiile
donatiimigtir.

* Frenayari, baglantimilininicinde yer alan yay ile yapilir.

* Yaylar soladogru sikildiginda fren torku artar, saga dogru sikildiginda ise fren torku azalir.

Tel Siirme Makaralarinin Tipi ve Secilmesi:

* Tel surme unitesi, @ 0.8, 1.0 ve 1.2 mm dolu kaynak teli icin ayarlanmis olan “V” kanalli makaralarla
donatilmigtir. @ 1.2 mm 6zlt kaynak teliicin “Kertikli-V” kanalll makaralar bulunmaktadir.

* Takilan makara ¢apinin kullanilan kaynak teli capina uygun oldugundan emin olun.

* Makaralarin yan ylzeyinde, kullanilacak tel capina uygun tel sirme yivi profilini belirten bir isaret
bulunmaktadir. Bu isaret, montajdan sonra gérilmez.

* Celik ve paslanmaz celik kaynak telleriicin “V” tipi makaralar kullaniimahdir.
e Aliminyumtellericinise “U” tipi makaralar kullanilmalidir.

« Ozlitellericin “Kertikli-V” tipi makaralar kullaniimalidir.

Tel Siirme Makaralarinin Degistirilmesi:

Kullanilan tel capina ve tel cinsine uygun olan tel sirme makaralarini birbirleri ile esledikten sonra
makaralari tel sirme sistemindeki yerine takin.

* Surdcl makaralarin baski kuvveti ayarini serbest birakin.
* Degistirmek istediginiz makarayi yerinden ¢ikarin.
* Yenimakarayl, iyice oturdugundan emin olarak yerine takin.

» Surtcu makaralarin baski kuvveti ayarini tekrar sabitleyin.

Tel Siirme Unitesinin Fonksiyonlari - 1
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Tel stirme sistemi asagida belirtilen islevleri yerine getirir:

Kaynak Torcu Calisma Modlari:

» 2 Tetik Modu (Elle Galisma): Kaynak torcunun Gzerindeki tetige strekli basarak kaynak islemi baslatilir.
Tetik serbest birakildiginda kaynak islemi bitirilir.

* 4Tetik Modu (Otomatik Calisma): Kaynak torcunun Gzerindeki tetige bir kez basilip birakilarak kaynak
islemi baslatilir. Ikinci kez basilip birakildiginda kaynak islemi bitirilir.

Tel Siirme Hizi Ayari:

* Telbesleme hizini 1,27 - 18 m/dak arasinda ayarlamak mimkuandur.
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Tel Siirme Unitesinin Fonksiyonlari - 2

Testislevleri:

» Kaynaksiz Tel Sirme: Bu 6zellik sayesinde, gtic Unitesi ve gaz solenoidi acilmadan sadece tel siirme
calistinhr. Bu 6zellik, kaynak telinin kaynak torcuna surtlmesi sirasinda kullanilir.

* Kaynaksiz Gaz Akisi: Bu 6zellik sayesinde, glc Unitesi acilmadan sadece gaz solenoidi acilip
kapatilabilir. Bu 6zellik, gaz akis hizinin ve gaz baglantilarinin kontrol edilmesi igin kullanilir.

Yumusak Baslangi¢ (Kaynak Oncesi Kaynak Teli Ucunun is Parcasina Yaklasma Hizi Ayan):

* YUksek kaynak kalitesini elde etmek icin, tel sirme Unitesi is parcasina temas etmeden 6nce gecen
sure icerisinde kaynak telini dusuk bir hizda surer. Dislk hizda tel sirme stresi makine tarafindan
otomatik olarak ayarlanir. Ark olustuktan sonraise tel sirme hizi normal seviyeye ulasir.

Geri Yanma Kontrolu (0 - 25 birim):

* Bu 06zellik, kaynak isleminin sona erdigi anda kontakt memeden gikan kaynak telinin uygun uzunlukta
olmasini ve kaynaktan sonra kontakt memeye veya is pargasina yapismamasini saglar.

On Gaz Siiresi Kontrolii (0 - 25 saniye):

« On gazsiiresini belirli bir saniyeye ayarlayarak, kaynak islemi &ncesinde kaynak bélgesinin korunmasi
saglanabilir. Bu sire tel sirme Unitesi panelindeki digme ile ayarlanabilir.

Son Gaz Siiresi Kontrolii (0 - 25 saniye):

* Son gaz suresini belirli bir saniyeye ayarlayarak, kaynak islemi sonrasinda kaynak bdlgesinin
korunmasi saglanabilir. Bu sure tel sirme Unitesi panelindeki digme ile ayarlanabilir.

Hot start (0—10 birim):

* Kaynak akiminda meydana gelen gecici artis sayesinde, arkin cabuk ve hatasiz sekilde olusmasini
saglar. Yalnizca 6rtulu elektrod kaynagi modunda aktiftir.

Arc Force (0-10 birim):

+ Ortili elektrod kaynag sirasinda, kaynak akiminin gegici olarak artmasi 6zelligidir. Kaynak akimindaki
gegcici yukselme, elektrod ve kaynak havuzu arasinda olusan ark kesilmelerini dnler. Yalnizca 6rtali
elektrod kaynadi modunda aktiftir.

Endiiktans (-50 - +50 birim):

* Ark kaynak islemi sirasinda ark karakteristiklerini kontrol eder.

Baslangic Rampa (0 - 10 saniye):
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* Kaynagin baslangicinda ayarlanan stre boyunca akim ve gerilimi kontrol eder.

Bitis Rampa (0—10 saniye):

« Tetik birakildiktan sonra kaynagin sonunda ayarlanan stre boyunca akim ve gerilimi kontrol eder.

Gaz Secimi:
* CO2ve karisim gazi arasinda secim yapar. Yalnizca sinerjik modda aktiftir.

Tel Capi Secimi:

* Tel surme Unitesine yerlestirilen tel capina gére uygun kalinlik secimi yaplilir. Yalnizca sinerjik modda
aktiftir.
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Tel Siirme Unitesinin Fonksiyonlari - 3

Tel Siirme Unitesi Elemanlari (Sayfa 23):

1 - EndUktans ayar ledi .Vﬁ.
2 - Ark kuvveti (Arc Force) ayar ledi Il
3 - Sicak baslangis (Hot Start) ayar ledi |&
4- Tel siirme hiziayar ledi OjO
5- Akim gostergesi (Display)
6- Akim ayar digmesi
7 - Kaynaksiz gaz akis butonu
8- Kaynaksiz (manuel) tel sirme kontrol butonu
9- Kaynak modu secim butonu
10-2/4 tetik secim butonu
11 - Tel capi segim butonu
12-Gaz secim butonu
13 - Hafizaya kaydetme butonu
14 - Hafizalar arasi gecis butonu
15 - Gerilim ayar digmesi
16 - Gerilim gostergesi (Display)
17 - Bitis akimi (Rampa) suresi ledi _C
18- Geri Yanma (Burn Back) suresiledi _tt’_
19-Son gaz “t2” (Post-flow) suresi ledi 24
20-On gaz “t1” (Pre-flow) siiresi ledi “/',?

21 - Baglangic akimi (Rampa) suresiledi -|__/_
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22 - Hata ledi |-|

23- Gl (Power) ledi €V)
24 - Termal koruma ledi f

25 - Palsh gazalti (MIG/MAG) kaynagi malzeme secimi
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Tel Siirme Unitesinin Fonksiyonlari - 4

TEL SURME UNITESI
ON PANEL
TUS FONKSIYONLARI
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Tel Siirme Unitesinin Fonksiyonlari - 5

Giic verilip Gnite acildiginda; makine son kapatildiginda hangi mod segili ise onunla baslar. ilk olarak 9
numarali buton ile Elektrod, Manuel MIG ve Synergic MIG modlarindan istenilen mod secimi yapilir.

A- Ortiilii Elektrod Kaynagi (MMAW Modu): F

1- [2] ve [38] numarali “Arc Force” ve “Hot Start” gostergeleriileilgili ayarlar yapilir.

2- [5] numarali akim gosterge ekranindan, [6] numarali digme ile akim ayari yapilir. Gerilim
ekraninda ¢ikig voltaji goérulir ama ayarlama yapilamaz.

3- [13] ve [14] numarall “Hafiza Kaydetme” ve “Hafiza Gegcis” butonlari aktif olur ve ilgili 6zellikler
kullanilabilir.

B- MIG/MAG (Gazalti)) Kaynagi (GMAW Modu): 5

1- [6] numarali dugme ile tel besleme hizi ayari, [15] numarali digme ile gerilim ayari yapilir. Bu iki
digme manuel modda birbirinden bagimsiz ayarlardir. Kaynak akiminin degeri, dogrudan
dogruya tel besleme hizi degerine baglidir.

2- [1],[4], [17], [18], [19], [20], [21] numarali “EndUktans”, “Tel Besleme Hizi”, “Bitig Akimi”, “Burn
Back”, “t2 Son Gaz”, “t1 On Gaz” ve “Baglangic Akimi” g&stergeleriile ilgili ayarlar yapilir.

3- [71, [8], [10], [11], [12], [13], [14] numarall “Kaynaksiz Gaz”, “Kaynaksiz Tel Surme”, “Gaz
Secimi”, “Tel Gapi Secimi”, “2/4 Tetik Secimi”, “Hafiza Kaydetme” ve “Hafiza Secimi” butonlari

aktif olur ve ilgili 6zellikler kullanilabilir.
C- Sinerjik MIG/MAG (Gazalti) Kaynagi (Sinerjik GMAW Modu):
1- [6] numaralidigme ile tel besleme hizi ayari yapildiginda gerilim otomatik olarak ayarlanir.

2- [1],[4], [17], [18], [19], [20], [21] numarali “EndUktans”, “Tel Besleme Hizi”, “Bitis Akimi”, “Burn
Back”, “t2 Son Gaz”, “t1 On Gaz” ve “Baslangic Akimi” gostergeleriile ilgili ayarlar yapilir.

3- [7],[8], [10], [11], [12], [13], [14] numaral “Kaynaksiz Gaz”, “Kaynaksiz Tel Strme”, “2/4 Tetik

I I

Secimi”, “Tel Capi Secimi”, “Gaz Secimi”, “Hafiza Kaydetme” ve “Hafiza Secimi” butonlar aktif

olur ve ilgili 6zellikler kullanilabilir.
mn
D- Palsli MIG/MAG (Gazalt)) Kaynagi (Pulse GMAW Modu):

1- [9] Numarali buton Uzerinden Sinerjik GMAW Pulse Modu secimi yapllir.

2- Sinerjik GMAW Pulse Modu secimi yapildiktan sonra aktiflesen [25] numarall pulse kaynagi
malzeme secim butonundan (Steel, Stainless Steel, AISi, AIMg) kullanilacak malzeme secimi
yapilr.

3- [12] numarali gaz secim butonu tzerindeki ledler secilen malzeme icin otomatik yanacaktir.
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4 - [11] numaral butondan kullanilacak telin cap secimiyapilir.

5- [6] numaralidigmeile [5] numarali ekrandan tel besleme hizi ayari yapildiginda gerilim otomatik
olarak ayarlanir. Tel besleme hizi ayan yapildiktan sonra [16] numarali ekranda otomatik
ayarlanan referans gerilimi, [15] numarali digme ile arttinldiginda [21] numarali led,
dusuraldugiinde [17] numarali led yanar. [17] ve [21] numarali ledler aktif olmadiginda otomatik
ayarlanan referans degerin kullanildigini géstermektedir.

6- [10] numarali butondan tetik “2T/4T” modu segimiyapilir.

7- [1] Endliktans, [4] Tel Besleme Hizi, [17] Bitis Akimi, [18] Geri Yanma, [19] Son Gaz, [20] On Gaz,
[21] Baslangic Akimiledleriile ilgili ayarlar yapilr.

8- [7] Kaynaksiz Gaz, [8] Kaynaksiz Tel Beslemez, [13] Hafiza Kaydetme, [14] Hafiza Secimi
butonlariileilgili 6zellikler kullanilabilir.
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Tel Siirme Unitesinin Fonksiyonlari - 6

SUPERMIG 355SP Hafiza Kullanimi:

4 adet hafiza ve bu hafizalara bagli 4 adet led bulunmaktadir.

Hafiza Kaydetme: Parametre ayarlar yapildiktan sonra kaydetmek icin [14] numarall “Hafizalar Arasi
Gecis Butonu” ile istenen hafiza numarasi secilir ve [13] numarall “Hafizaya Kaydetme Butonu”na
basarak kaydedilir. Kayit islemi sirasinda [2] ve [15] numarali “Akim Gdstergesi Ekrani” ve “Gerilim
Gostergesi Ekrani” kisa sureli olarak sontp yanar. Hafiza numarasi secildikten sonra kaydetme butonuna
basiimazsa belirli bir stire sonra ilgili hafizanin ledi séner ve kayit islemi yapilmaz. Herhangi bir segili
hafiza Gzerinde herhangi bir parametre degisikligi yapildiginda ekrandaki degerler artik o hafizaya ait
olmadig! icin ilgili hafizanin ledi s6ner. Kaynak makinesi bir hafiza secili olarak (ilgili hafiza ledi
yaniyorken) kapatilirsa, o hafiza modundan acilir. Herhangi bir hafiza secili degil ise makine kapatilirken
ekranda bulunan parametrelerle acllir.

Hafiza Cagirma: [14] numarali “Hafizalar Arasi Gegis Butonu” ile hafizalar arasinda gezilir. Ledi yanan
secili hafizanin degerlerinin cagirimasi isteniyorsa [14] numaral “Hafizalar Arasi Gegis Butonu”na 3 - 4
saniye basili tutularak degerler ekrana getirilir.

Hata Kodlari ve Aciklamalari

Hata kodlar soldaki ekranda “Err” yazisi ve sagdaki ekranda bir rakam ile belirtilir.
Hata kodlar ve aciklamalari agagida belirtilmistir.

“Haberlesme” Hatasi
Gug Unitesi ve tel sirme Unitesi arasinda haberlesme yok.

“Faz Bagl Degil” Hatasi

“Haberlesme” Hatasi ve
“Faz Bagl Degil” Hatasi
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On ve Arka Panel Elemanlari - 1

On Panel Elemanlar (Sayfa 27):

1 - Panel koruyucu seffaf kapak

2- Akim gostergesi (Display)

3- Akim veya tel stirme hizi ayar digmesi
4 - Torg baglanti soketi (Euro soket)

5- Cekme ve hareketkolu

6- Sase (-) baglanti soketi

7 - Akim (+ ) baglanti soketi

8- Gerilim ayar digmesi

9- Gerilim géstergesi (Display)

Arka Panel Elemanlari (Sayfa 28):

10 - Gaz baglanti kaplini

11 - Tel stirme Unitesi haberlesme (kontrol) kablosu baglanti soketi
12 - Tel strme Unitesi akim ( + ) soketi

13 - GUg Unitesi haberlesme (kontrol) kablosu baglanti soketi
14 - Guc Unitesi akim ( + ) soketi

15 - GUg Unitesi sigortasi (8A)

16 - Isitici sigortasi (5A)

17 - Gazisitici soketi

18- GUg Unitesi besleme kablosu

19 - Glc Unitesi agma/kapama anahtari

20- Kaynak teli makarasi koruyucusu
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On ve Arka Panel Elemanlari - 2

SUPERMIG

3555P

ON PANELLER
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On ve Arka Panel Elemanlari - 3
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Baglanti Semasi
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Bakim ve Sorun Giderme - 1

olarak yapilmasi yiiksek performans elde edilmesi ve ¢caligma 6 mriiniin uzamasi
acisindan o6nemlidir. Bakim-onarim ve servis hizmetleri sadece gerekli
egitimden gecmis yetkili bir personel tarafindan yapiimahdir!

g Kaynak makinesinin dogru kullaniimasi ve periyodik bakimlarinin eksiksiz

Kaynak makinesinin sebeke akimi, bakim ve servis sirasinda kesilmeli ve
makinenin elektrik fisi prizden ¢ekilmelidir!

GUNLUK BAKIM
Kaynak islemleriyle ilgili genel kisisel glivenlik ve yangin gtivenligi kurallarina uyun.

Metal sigrantilarini gaz nozulundan temizleyin. Bunlar, ergimis kaynak metalini 6rten koruyucu gaz
akisinda zayiflamaya yol acabilir.

Kaynak torcunun ucundaki gaz nozulunu sigrantiya karsi gazalti spreyi ile temizleyin. Buislem igin
“Focusweld” kaynak spreyimizi kullanabilirsiniz. Torcun ucunu sert bir zemine vurarak biriken
capaklaritemizlemeye kalkmayin.

Eger kaynak telinde asinma ve ezilme fark ederseniz, tel sirme makaralarinin baski kuvvetinin tel
capina gore uygun olup olmadigini kontrol edin ve asir baski oldugunu fark ederseniz baski
kuvveti ayariniyeterince disurun.

Tel sirme makaralar asinmis ya da hasar gérmusse dizgun bir tel sirme islemi elde edemezsiniz.
Makaralari sik sik kontrol edin, eger asinma varsa yenileri ile degistirin.

Yeni bir kaynak teli makarasi takmadan édnce gaz nozulunu ve kontakt memeyi sOkin ve basingli
havaile spirali temizleyin. Buiglem, telin yapismasini engelleyecektir.

Kaynak torcunu kontrol edin ve gerekirse temizleyin.

Tel sirme Unitesinin 6n panelinde bulunan kaynak akimi ayar digmesi ve glg¢ Unitesinin arka
panelinde bulunan acma-kapama anahtarinin yerlerinde ve calisir durumda oldugundan emin
olun. Akim ayar digmesi dizgin monte edilmemisse ve agma/kapama anahtari yerinden
oynamis ve rahat calismiyorsa yetkili servise bagvurun.

Calistirdiktan sonra makinede titreme, i1slik sesi ya da garip bir koku olup olmadigini kontrol edin.
Eger herhangi bir sorun varsa sorunun kaynagini bulmaya calisin, gevreden kaynaklanan bir
problem varsa ortadan kaldirin, sorun eger makineden kaynaklaniyorsa mudahale etmeyin ve
sebeke ile baglantisini kestikten sonra yetkili servise basvurun.

Kaynak akiminin ayarlanan akim degeri ile uyumlu oldugundan emin olun. Eger farklilik varsa
normal kaynak islemini etkileyeceginden gerekli ayarlamayi yapin.
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Sogutma faninin hasarl olmadigindan ve normal bir sekilde dondiigiinden emin olun. Makine asiri
derecede isindiktan sonra eger fan devreye girmiyorsa fandaki pervanenin bloke olup olmadigini
kontrol edin. Eger fan hasarliise yetkili servise basvurun.

Kaynak baglantilarinin gevsek ya da asiri derecede i1sinmis olup olmadigini kontrol edin. Eger asir
Isinmaya da gevseme varsa baglantilari sikin veya yetkili servise basvurun.

Akim kablosunun hasar gérip gérmedigini kontrol edin. Eger hasar gérmisse hasarl bolima
uygun bir malzeme ile sararak yalitin ya da kabloyu yenisi ile degistin.
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Bakim ve Sorun Giderme - 2

AYLIK BAKIM

Toz ve kirler makinenin igine girebilir. Bu durum mUmkun oldugunca asgariye indirilmelidir. Kuru
hava kompreséru kullanarak makinenin icini zamanla biriken tozlardan temizleyin. Ki¢uk parcalari
korumak igin, temizlik sirasinda kullanilan havanin basincina dikkat edin. Yogun tozlu ve dumanli
ortamlar ile atmosferinde su, boya ve yag tanecikleri ile taslama tozlari, yanici ve asindirici gaz
bulunan ortamlarda ¢alismayin. Calisma ortami ve sartlarina gére aylik periyodlarla, makine icinde
yag ve diger sivi birikimi olup olmadidi kontrol edilmeli ve mevcut olmasi durumunda bunlar
temizlenmelidir.

Batan elektrik baglantilarin durumlarini kontrol edin, gevseyen baglantilari gerektiginde sikistirin.
Makinenin Gzerindeki vidalan kontrol edin, eder gevseklik varsa sikin. Eksik vida varsa yerine
mutlaka yenisini takin. Pasli vidalari yenisiile degistirin.

UC AYLIK BAKIM

Makinenin verdigi gercek akim degerinin potansiyometre ile ayarlanan akim degeri ile ayni
oldugunu kontrol edin. Gercek akim degeri pens ampermetre ile 6lculdr.

YILLIK BAKIM

Yilik bakim igin yetkili servise basvurun. Yillik bakimda topraklamanin devamliligi ve makinenin
izolasyon kontroliintn yapilmasi gerekmektedir. Yillik bakim raporunuzda bu verileri isteyin.

Kaynak makinesi fabrikadan ¢ikmadan 6nce her tirl hataya karsi kontrol edilmistir. Bundan dolayi
yetkisiz kimselerin makineyi kurcalamasina kesinlikle izin verilmemelidir.

Tamirat islemleri sadece Kaynak Teknigi Sanayi ve Ticaret A.S. tarafindan yetkilendirilen "Yetkili Teknik
Servisler" tarafindan yapiimalidir.

Klcuk parcalari korumak icin, temizlik sirasinda kullanilan havanin basincina dikkat edilmelidir.
Temizlik amaciyla kaynak makinesinin icerisine su tutulmamalidir.

Kaynak makinesi ucucu ve sentetik kimyasallarla temizlenmemeli, dis ylzeyinin temizligi sirasinda
nemlive sabunlu bir bez kullaniimalidir.

Bakim islemi cok dikkatli bir sekilde yapilmalidir. Herhangi bir kablonun bukulmesi ya da yanhs
baglanmasi kullanici igin cok tehlikeli olabilir.

Kaynak makinesinin icerisine su ve buhar girmesi engellenmelidir. E§er makine nemden etkilenmis ise,
makinenin i¢i kurutulmali ve izolasyonu kontrol edilmelidir.

Kaynak makinesi kaldirilirken veya tasinirken rastgele atiimamali ve darbelerden korunmalidir.

Kaynak makinesi uzun sure kullanilmayacaksa, kendi kutusuna yerlestirilmeli ve kuru bir ortamda
saklanmalidir.
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Bakim ve Sorun Giderme - 3

SORUN

OLASI HATA

cozim

Fan calismiyor.

Fan arizal.

Teknik servise bagvurun.

Baglantilar gevsek.

Teknik servise bagvurun.

Diger nedenler.

Teknik servise bagvurun.

Koruma LED’i yaniyor.

Makine asiri Isinmis.

Makinenin sogumasini ve
LEDin sénmesini bekleyin.

Termik réle arizall.

Teknik servise bagvurun.

Diger nedenler.

Teknik servise bagvurun.

Akim ve gerilim degerleri
goruntilenmiyor.

Display karti arizali.

Teknik servise bagvurun.

Baglantilar gevsek.

Teknik servise bagvurun.

Ana kontrol karti arizal.

Teknik servise bagvurun.

Diger nedenler.

Teknik servise bagvurun.

Torg tetigi cekildiginde torg
calismiyor.

Torc tetigi anzall.

Torcg tetigini degistirin.

Kablo baglantilarinda kopukluk
var.

Kablo baglantisini
gerceklestirin.

Guc Unitesindeki kontrol karti
veya tel sirme Unitesindeki
display karti arizali.

Teknik servise bagvurun.

Gaz akigl yok.

Gaz hortumu sikismis.

Teknik servise bagvurun.

Gaz valfi arizal.

Teknik servise bagvurun.

Guc Unitesindeki kontrol karti
veya tel sirme Unitesindeki
display karti arizal.

Teknik servise bagvurun.
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islevsel bir sorun yok. Ancak
tel strdimuayor.

Kablo baglantilarinda sorun var.

Kablo baglantilarini
gerceklestirin.

Motor arizal.

Teknik servise bagvurun.

Tel stirme unitesindeki motor
kontrol karti arizal.

Teknik servise bagvurun.

Tel stirme Unitesindeki akim
ayar digmesi galismiyor.

Baglantida ariza veya kopukluk
var.

Teknik servise bagvurun.

Akim ayar dugmesi arizall.

Teknik servise bagvurun.

Display karti arizali.

Teknik servise bagvurun.

Acik devre gelilimi (OCV) yok.

Makine termal korumada.

Teknik servise bagvurun.

Makinede eneriji yok.

Teknik servise bagvurun.




Bakim ve Sorun Giderme - 4

SORUN

OLASI HATA

cozim

Fan dénmuyor veya yavas
dénayor.

Besleme gerilimi dusuk.

Kontrol edin ve normal guc¢
girisini saglayin.

Guc Unitesindeki kontrol karti
arizal.

Teknik servise bagvurun.

Fan arizal.

Teknik servise bagvurun.

Baglanti kablosunda gevseklik
veya kopukluk var.

Teknik servise bagvurun.

Makinede veya kabloda
asiri Isinma var.

“+” ve/veya “-” sokette agiri
Isinma var.

Uygun torg¢ kullaniimiyor.

Daha yuksek gugcte bir torg
kullanin.

Kaynak kablolar cok ince.

Uygun capta bir kablo
kullanin.

Soketler gevsek.

Soketleri sikin.
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Kaynak Dikislerindeki Hatalar - 1

GOZENEK OLUSUMU

Olasi Nedenler

Coziumler

1 - Gaz korumasi yetersiz.

2 - Kullanilan gaz kirli veya gaz akis hizi uygun degil.
3 - Kaynak telinin yuzeyi kirli.

4 - is parcasi kirli.

5 - Gerilim degeri cok yuksek.

6 - Nozul ile is parcasi arasindaki mesafe (serbest
tel boyu) cok fazla.

1 - Kaynak bdlgesindeki havanin timuna
uzaklastirmak icin gaz debisini artirin. Tarbulansi
ve havanin kaynak dikigine girmesini dnlemek
icin debiyi asin yUksek bir degere ayarlamayin.
Nozuldaki sicramis capak parcaciklarini
temizleyin. Gaz hortumundaki sizintilan
engelleyin. Direkt olarak kaynak arkina gelen
hava akimlarini (calisan fanlar, acik kapilar, vb.)
kesin. CO2 gazi ile kaynak yaparken, regulatériin
donarak tikanmasini engellemek igin Isitic
kullanin veya birkac gaz tipunu birbirine
baglayin. ilerleme hizini diisiiriin. Nozul ile is
parcasi arasindaki mesafeyi azaltin. Ergimis
metal katilasana kadar, torcu kaynak dikisinin
sonunda tutun.

2 - Kaynak icin Uretilmis olan kaliteli bir gaz kullanin.
Gaz debisini ayarlayin.

3 - Sadece temiz ve kuru kaynak teli kullanin.

4 - |s pargasl ylizeyinden tiim yag, gres, pas, boya
ve pislikleri uzaklastirin. Daha fazla oksit ¢6zlcu
element iceren kaynak teli kullanin.

5 - Gerilim degerini dasurun.

6 - Serbest tel boyunu (nozul ¢ikiginda) kisaltin.

YETERSIiZ ERGIME

Olasi Nedenler

Coéziumler
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1 - Kaynak bdlgesindeki ylzeyde kaplama veya asiri
oksit tabakasi var.

2 - Isi girdisi yetersiz.
3 - Kaynak banyosu gereginden bulyUk.

4 - Uygulanan kaynak teknigi yanlis veya torca
verilen hareket duzensiz.

5 - Dikis birlestirme sekli yanlis.

6 - ilerleme hizi gok yliksek.

1- Kaynak dikisi bélgesindeki tim ylzeylerden tufal
ve oksit kalintilarini temizleyin.

2- Tel besleme hizini ve ark gerilimini artirin. Serbest
tel boyunu azaltin.

3- Kaynak banyosunu daha kolay kontrol edebilmek
icin agirt saliniml kaynak yapmayin. llerleme
hizini artirin.

4- Salinimli kaynak yapiyorsaniz, dikisin
kenarlarinda bir an bekleyin. Dikisin kékline
erisimi iyilestirin. Kaynak telini kaynak
banyosunun 6n tarafina dogrultun. Kése
kaynaginda tor¢ agisini ayarlayin.

5- Dikis dibine erisimi saglamak igin birlestirme
acisini yeteri kadar birakin. Dikis kenarlarini

kaynatmak icin serbest tel boyunu ayarlayin ya
da (J) veya (U) dikisi hazirlayin.

6- Tel besleme hizini azaltin.




Kaynak Dikislerindeki Hatalar - 2

NUFUZIYET AZLIGI

Olasi Nedenler

Coziumler

1 - Birlestirme hazirh@i yanlis.
2 - Uygulanan kaynak teknigi yanlis.

3 - Isi girdisi yetersiz.

1 - Dikisin dibine erisebilmek icin, dogru serbest tel
boyu ve ark karakteristigini saglamak sartiyla,
baglanti seklini ve baglanti hazirh@ini gézden
gecirin. Kokteki boyunun asiri yuksek olmasini
engelleyin. Alin birlestirmelerinde kdk acikligini
artirin veya tersten acilan oyugu derinlestirin.

2 - Maksimum nufuziyet elde etmek icin kaynak
telini is parcasina dik tutun. Arki kaynak
banyosunun 6n tarafina dogrultun.

3 - Akim gerilime gére ¢ok dlsuk olabilir. Tel
besleme hizini, dolayisi ile akimi artirin. Serbest
tel boyunu degistirmeyin.

KOKTE SARKMA

Olasi Nedenler

Coziumler

1 - Kaynak hizi gok diguk.
2 - Akim gerilime goére cok yuksek.

1 - llerleme hizini artinn. Torg agisini ayarlayin.

2 - Ark gerilimini artirin.

SICRAMA

Olasi Nedenler

Coéziumler

1 - Kaynak teli is pargasina degerek kisa devre
yaplyor.
2 - Koruyucu gaz olarak CO2 kullaniliyor.

3 - Kaynak islemi argon gazi kullanilarak kiresel
iletim ile gerceklesgtiriliyor.

1 - Ark gerilimini artinn. Eger kisa devre iletim ile
calisiyorsaniz kaynak makinesindeki indiktansi
artirarak akim artisini kisitlayin.

2 - Ark gerilimini azaltin veya tel besleme hizini
artirarak arki “gdbmuan” ve bdylece sicramayi
sinirlayin.

3 - Akimi artirarak sprey iletim moduna gegin.

KENAR YANIGI

Olasi Nedenler

Coziumler

1 - llerleme hizi gok yilksek.

2 - Kaynak gerilimi gok yuksek.
3 - Kaynak akimi cok yUksek.
4 - Bekleme suresi yetersiz.

5 - Torg acisi hatal.

1 - ilerleme hizini azaltin.
2 - Gerilimi azaltin.
3 - Tel besleme hizini azaltin.

4 - Ergimis kaynak banyosunun kenarlarinda daha
fazla bekleyin.

5 - Torg acisini ayarlayarak arkin ergiyen metali
yoénlendirmesini saglayin.
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Enerji Tuketimi Acisindan Verimli Kullanim

» Kaynak makinesi, acik konumda iken elektrik sebekesinden disuk enerji cekecek sekilde tasarlanmis
ve Uretilmigtir.

» Kaynak islemi sirasinda asir enerji tUketimini dnlemek icin kullanilan kaynak teli capina uygun akim
degerleriile calisiimali, gereginden ylUksek akim degerlerinin kullanilmasindan kaginiimalidir.

» Kaynak yapilmadigi zamanlarda kaynak makinesi mutlaka kapatiimalhdir.

Kaynak Makinesinin Servisten Alinmasi

Makinenizin kullanim 6mri bittiginde ve islevini yerine getirmediginde evsel atik olarak
imha etmeyin, ¢cope atmayin. Kaynak makinesini yerel ydnetmeliklere uygun olarak
hizmetten kaldirnn.

Ambalajin Sokulmesi

ASKAYNAK SUPERMIG 355SP gazalti kaynak makinesi, orjinal karton kutusu igerisinde ve bir palet
Uzerinde satilmaktadir. Ambalajli olmayan makineleri satin almayin. Makineyi kutusundan ¢ikarmak icin
palete bagh olan seridi keserek kutuyu yukariya dogru kaldirin. Cikarilan kutuyu atmayin ve ileride
makineyi tekrar kaldirmak ya da depolamak icin saklayin.

Depolama ve Tagima Sartlari

» Kaynak makinesi, - 20°C ile + 55°C arasinda sicakliga ve 20°C’da en fazla % 90 bagil ne oranina sahip
kapal odalarda depolanmalidir. Odada yakici, iletken toz veya bagka ¢evre unsurlar bulunmamalidir.

» Kaynak makinesi tercihen ambalajinda saklanmalidir. Fabrika icinde nakliye, makinenin kendi sasesi
kullanilarak yapilmali veya istege bagh olarak bir ving veya kdprilt asma ving kullaniimalidir. Uzun
mesafeli nakliyelerde, kaynak makinesi, mekanik hasarlara karsi korunacak sekilde ambalajlanmaldir.
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* Kaynak makinesi kullanima alinmadan 6nce bekleyecek veya uzun slre kullaniimayacaksa,
temizlenerek kendi kutusuna yerlestiriimeli, nem ve toz icermeyen bir ortamlarda saklanmalidir.
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Cevre Kosullari

Dikkat!
Makineyi ¢alistirmadan énce asagidaki islemlerin yapilmasi gerekir.

« Kaynak makinesi icin gerekli cevre kosullarini saglayin. Ornegin odada parlayici gazlar ve buharlar,
iletken tozlar, yakici/yanici dumanlar ve makinenin yalitimina ve mekanik yapisina zararl olabilecek
baska unsurlar bulunmamalidir.

» Kaynak makinesi bina ici kullanim icin tasarlanmis olup gtines 1si§1 altinda, yagmurda ve karda
kullaniimaya uygun degildir.

» Kaynak makinesi surekli gérulebilir bir yere yerlegtiriimelidir.

* Asirt 1Isinma belirlendiginde, duman veya alev goérildiginde, yalitim yanigi kokusu geldiginde,
makinede asiri bir sarsinti oldugunda veya asiri bir gtrGlti duyuldugunda makine hemen kapatiimali,
sebeke ile olan baglantisi kesilmeli ve yetkili elektrik teknisyenine ya da “Yetkili Teknik Servisimiz’e
mutlaka haber verilmelidir.

* Asirtnemli ortamlar makine yalitiminin bozulmasina ve elektrik carpmasi tehlikesine yol acabilir.

» Calisma sirasinda makinenin bazi i¢c parcalari isinarak sicakliklari 100°C’a kadar yUkselebilir. Bu durum
normal olup makine asiriisinmaya karsi “Termal Koruma Devresi” ile korunmaktadir.

 Kablo baglanti noktalarinda ¢ok yuksek sicakliga izin veriimemelidir. EGer baglantilar ¢ok isinirsa, bu
onlarin calismaya devam edebilecek durumda olmadiginaisarettir.

* Baglantiyi olusturan pargalar kontrol edilmeli ve hasarl olanlar mutlaka degistirilmelidir.

Makine ile Birlikte Verilen Aksesuarlar

e Sase baglanti kablosu ve pensesi - 350A (4 m)

* Tel makara adaptéru

* “Weldline” kaynak spreyi

e Tel sirme makaralari: * 0.8 - 1.0 mm (Dolu teller icin V-kanalli tel sirme makaralar)
* 1.2 (Dolu teller icin V-kanalli tel sirme makaralari)

e Cam sigorta (3A)

* Gaz hortumu kelepcesi

e Gaz tlpu sabitleme zinciri
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istege Bagl Olarak Temin Edilen Aksesuarlar (Opsiyonel)

* MIG/MAG kaynak torcu, 350A, hava sogutmali, 4 m
* Kontrol kablosu (Haberlesme kablosu), 5/10/15 m
* “Focusweld” CO2 gaz isiticisi, 24V

e Koruyucu kablo kilifi, 5/10/15 m

e Gaz baglanti hortumu

* Sase kablosu (guc Unitesi - tel sirme Unitesi)
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Elektriksel Baglanti Semasi - 1
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Elektriksel Baglanti Semasi - 2

MOTOR DRIVE PCB
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Elektriksel Baglanti Semasi - 3

EMCPCB
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Elektriksel Baglanti Semasi - 4
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Yedek Parcalar - 1

SUPERMIG 355SP

Gii¢ Unitesi
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Yedek Parcalar - 2

SUPERMIG 355SP Gii¢ Unitesi

No. Parca Numarasi Parca Tanimi Miktar
1 82UP2001610 Kontrol PCB (SM505) 1
2 82UP2001609 EMC PCB (SM505) 1
3 82UP2024306 Toroid Ferrite / CF199T6325C 2
4 82UP2004099 Kontrol Trafosu (SM505) 1
5 82UP2022201 K&pru Diyot / DF75LA160 1
6 82UP2009010 On-Off Pako Salter / 63A 1
7 82UP2021329 Kondansatér / 100UF 800V 1
8 82UP2004303 Akim Sensori / L37S600D15M 1
9 82UP2009201 Cam Sigorta Yuvasi / 6x30 2

10 82UP2008030 9 Pin Panel Tipi Erkek Soket 1

11 82UP220757756 3 Pin Panel Tipi Disi Soket / XS16 1

12 82UP220757757 2 Pin Panel Tipi Disi Soket / SX16K2A 1

13 82UP2008004 Kaynak Soketi Panel Tipi Disi / 35-70 3

14 82UP2005412 Aliminyum Sogutucu Bd (SM505) 1

15 82UP2009004 Plastik Rakor / PG21 1

16 82UP2005170F Yan Metal Kapak (SM505) 2

17 82UP2005171F Ara Kat Metal Parca (SM505) 1

18 82UP2005172F Ust Metal Kapak (SM505) 1

19 82UP2005173F Alt Metal Parca (SM505) 1

20 82UP2005174F Alt Metal Ekstra Parca (SM505) 1

21 82UP2005175F 3 Numarali L Metal Parca (SM505) 2

22 82UP28123633 Plastik Kése Takozu (SM505) 8

23 822UP001071 Komple Gig¢ Modult (SM505) 3

24 82UP2013207 Kd(+), Kd(-) Bakir Bara (SM505) 1

25 82UP2013205 Kaynak(+) Bakir Bara (SM505) 1

26 82UP2013206 Kaynak(-) Bakir Bara (SM505) 1

27 82UP2Y008032 3 Pin Erkek-Disi Soket Takimi (SC5) 1

28 82UP2003122 Plastik itme ve ¢ekme kolu 3

29 82UP2003121 Tel sirme Unitesi plastik destek yuvasi 1
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Yedek Parcalar - 3

G Unitesi Moduli
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SUPERMIG 355SP
Guc Modulu
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Yedek Parcalar - 4

SUPERMIG 355SP Gii¢ Unitesi (MODUL)

No. Parca Numarasi Parca Tanimi Miktar
1 82UP2001608 Modul Gug PCB (SM505) 1
2 82UP2001607 Modul Cikis PCB (SM505) 1
3 82UP2022122 IGBT / STGWA40H120F2 1200V 40A TO247-3 4
4 82UP2003067 Seramik izolatér / TO247/TO3P 1
5 82UP2022112 Diyot / ST STTH3012W 30A 1200V 2
6 82UP2022111 Diyot / SCHOTTKY STPS60SM200C 60A 200V 6
7 82UP2004112 Modul Ana Trafo (SM505) 1
8 82UP2024305 Modul Cikis Bobini (SM505) 1
9 82U7720010 Fan / PELKO DC24V / R1225Y24BPLP1S-7 1

10 82UP2024104 Termik / KEMET/TOKIN OHD3-75B (SM505) 1

11 82UP28123636 Modul Plastik Karkas Model 1 (SM505) 1

12 82UP28123635 Modul Plastik Karkas Model 2 (SM505) 1

13 82UP28123634 Modul Plastik Karkas Model 3 (SM505) 4

14 82UP2005399 Aliminyum Sogutucu L130 A (SM505) 1

15 82UP2005398 Aliminyum Sogutucu L130 B (SM505) 1

16 82UP2005397 Aliminyum Sogutucu L130 C (SM505) 1

17 82UP2005396 Aliminyum Sogutucu L130 D (SM505) 1
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Yedek Parcalar - 5

T \
& ;
3* — ‘:i \
(Parga-2) . ~ 30

*) Dikkat!
3 numarali parca birbirlerine monte edilmis olan iki alt pargadan olusmaktadir.

Parga-1: Tel Besleme Motoru + Siirlicii Mekanizma
Parga-2: Tel Besleme Euro Konnektor

SUPERFEEI_'._) SF3P
Tel Siirme Unitesi




Yedek Parcalar - 6

SUPERFEED SF3P Tel Siirme Unitesi

No. Parca Numarasi Parca Tanimi Miktar
1 82UP2001604 Ekran PCB (SF5) 1
2 82UP2001603 Motor Surtict PCB (SF5) 1
3 82UP220740664 (1) Tel Besleme Motoru + SirlGcu Mekanizma (SF5) 1

(2) Tel Besleme Euro Konnektér (SF5)
4 82UP2008302 Makara / 1.2-1.6mm OzIi Tel (SF5) 2
5 82UP2008304 Makara / 0.8-1.0mm Dolu Tel (SF5) 2
6 82UP2008004 Kaynak Soketi / Panel Tipi Disi Soket / 35-70 1
7 82UP2008030 Panel Tipi Erkek Soket / 9 Pin 1
8 82UP088 Su Jaki - Mavi / 8 mm 2
9 82UP087 Su Jaki - Kirmizi / 8 mm 2

10 82UP220755005 Selenoid Gaz Valfi / CEME 5511 / 12V DC 1
11 82UP2003465 Hortum Baglantisi / 1/8 - 6mm 1
12 82UP2003554 Tekerlek / 80x25mm / 80x25 MLB 2
13 82UP2003553 Tekerlek / 50x20mm / 1702 MMB 50 2
14 82UP27458010 Bakalit Akim Ayar Dugmesi 2
15 82UP220505301 Plastik Makara Kapagi / MF3 / TL3-5 1
16 82UP2204031 Tel Makara Adaptori 1
17 82UP220505121 Makara Mili / Siyah Vidali 1
18 82UP2003113 Metal tutma sapi 1
19 82UP2003112 Tel Strme Motoru Alt Plastik (SF5) 1
20 82UP2009009 Mentese / 4756 (SF5) 4
21 82N01401016 Hareketli Kapi Klipsi 1
22 82UP2003106 Gaz Yalitim Flangi (SF5) 1
23 82UP2005176F Alt Metal Parca (SF5) 1
24 82UP2005177F Makara Yataklama Plakasi (SF5) 1
25 82UP2005178F Metal Separatér (SF5) 1
26 82UP2005179F Ust Metal Kapak (SF5) 1
27 82UP2005180F Yan Metal Kapak (SF5) 1
28 82UP2005181F Arka Metal Kapak (SF5) 1
29 82UP2005182F On Metal Kapak (SF5) 1
30 82UP2005137F On koruyucu kapak 1
31 82UP2003120 Tel strme Unitesi plastik destek mili 1
32 — Pul 2
33 — Segman 2
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Yedek Parcalar - 7
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SUPERMIG 355SP / SUPERFEED SF3P
Tastyici Araba
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Yedek Parcalar - 8

Tasiyici Araba

No. Parca Numarasi Parca Tanimi Miktar
1 82UP2005194F TUp Destegi Metal Parca (CART5) 1
2 82UP2005195F Ana Metal Parca (CART5) 1
3 82UP2005191F 1 Numarali L Metal Parca (SC5)(CART5) 2
4 82UP2003555 Tekerlek / 100x35mm / 3802 MLB 100 F18 2
5 82UP2003556 Tekerlek / 250x50mm / 250x50 MLP 2
6 — Pul 2
7 — Segman 2
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Yedek Parcalar - 9
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82UP2003072-3
Tel Sirme Unitesi Ekran Manbrani
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Yedek Parcalar - 10

SUPERMIG

3555P

www.lincolnelectric.com.tr

_82UP2003072-1
Guc Unitesi On Panel Etiketi
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Yedek Parcalar - 11

Imalate / Manufacturer

Kaynak Teknigi Sanayii ve Ticaret A.S.
TOSB, 2. Cadde, No: 5, Sekerpinar

41420 Gayirova, Kocaeli - TURKIYE

Trademark Seri No. / Serial Number
ASKAYNAK

Model
SUPERMIG 355SP

I1max: 22.4A (GMA) | [1eff max: 15.8A (GMA)
I1max: 24.1A (MMA) | [eff max: 17.1A (MMA)

8A (CONTROL)

s>
=5
<S
—
=
T ¥

Made in TURKIYE

URETIM TARiHi SERi NUMARAS| ETIKETINDE BELIRTILMISTIR
PRODUCTION DATE IS EMBEDDED WITHIN THE SERIAL NUMBER

82UP2003072-2

_ 82UP2003072-2
Gulc Unitesi Arka Panel Etiketi
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Yedek Parcalar - 12

Imalatg / Manufacturer

Kaynak Teknigi Sanayii ve Ticaret A.S.
TOSB, 2. Cadde, No: 5, Sekerpinar

41420 Gayirova, Kocaeli - TURKIYE

Seri No. / Serial Number
Trademark
ASKAYNAK

Model

SUPERFEED SF3P EN IEC 609
EN 60974-10

60
N

Tel Sirme Hizi (Wire Feed Speed)
1.27 - 18 m/dak (m/min)

E fimax DC 42V- 147w

Made in TURKIYE C

URETIM TARIHi SER NUMARASI ETIKETINDE BELIRTILMISTIR:
PRODUCTION DATE IS EMBEDDED WITHIN THE SERIAL NUMBER

Tel Gapi (Wire Size)
08-1.0-1.2mm
IP21S

82UP2003072-6
Tel Strme Unitesi
Nameplate Etiketi

S
S
I
3
8

82UP2003072-5

%82 Ar + %18 C02 %100 C02 Te| Surme Unitesi
Malzeme Tel Gaz Tel Kaynak Tel Kaynak H H
Kalinhg Capl | Akis Hizi Hizi Geyilimi Endiiktans| Hizt Ge%limi Endiiktans Arka Panel Et|ket|
(mm) (mm) (t/dk) | (m/dk) V) (m/dk) V)
1 0.8 10 25 14.9 0 = = =
0.8 10 5.0 16.9 0 46 19.2 0
2 1.0 12 36 16.7 0 23 18.2 -50
12 14 25 16.0 0 — — —
0.8 10 8.0 20.0 0 75 21.0 0
4 1.0 12 55 18.4 0 4.0 19.8 0
1.2 14 43 19.5 0 45 22.6 0
0.8 10 1.8 19.8 0 10.0 2341 50
=D
6 1.0 12 7.0 19.5 0 6.5 22.8 0 = N
12 | 14 | 55 | 195 [ o 50 | 237 | o <>
10 | 12 | 85 | 207 | 0 | 75 | 238 | o j >
8
1.2 14 6.5 21.2 0 7.0 25.6 -50 | j
10 1.2 14 75 235 0 — — — E E

Tablodaki degerler yatay pozisyonda gerceklestirilen sinerjik kaynak uygulamalar icin verilmistir.
Haberlesme Hatas!
m B Giig dinitesi ile tel stirme dinitesi
arasinda haberlegme yok.
HATA KODLARI Bl e eoovo s
Haberle?me Hatasi ve
Faz Bagli Degil Hatas!

82UP2003072-12

82UP2003072-12
Tel Strme Unitesi
Kaynak Parametreleri Etiketi
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Yedek Parcalar - 13

82UP2003046
3 YIL Garanti Etiketi

Ny
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Be

db

~—@

W Bu donanimi ¢alistirmadan ve
isletmeye almadan 6nce
kullanma kilavuzunda belirtilen
talimatlari iyice okuyun.
Makineyi “Elektromanyetik
Uyumluluk Yénetmeligi'nde

belirtilen sartlar saglayacak
sekilde ilmek ve kullanim

i

%)) I

sinirlamalan hakkinda detayl
bilgi alabilmek icin mutlaka
kullanma kilavuzuna bakin.
Elektrik soku 6lime neden

olabilir. Makinenin kapag!

yetkili kisiler tarafindan
aciimalidir.

;“
E sadece konusunda uzman ve

WARNING!

Do not attempt to use this
‘equipment until you have
read all i

82UP2003071-3

operating and maintenance
information supplied with your
equipment. They include
important safety precautions
and detailed operating and
maintenance instructions.
Follow the safety informations
exactly to avoid serious
personal injury or loss of life.

82UP2003071-3

Guig Unitesi

Tel Stirme Unitesi

Uyar Etiketi

82UP2003049
Tel Stirme Unitesi
Marka-Model Etiketi

KULLANIM
KILAVUZU

82UP2003045
Guigc Unitesi
Marka-Model Etiketi




Uyar Etiketleri ve Bilgi Etiketleri - 1

DiKKAT!

Bu donanimi calistirmadan ve
isletmeye almadan 6nce
kullanma kilavuzunda belirtilen
talimatlari iyice okuyun.
Makineyi “Elektromanyetik
Uyumluluk Yonetmeligi"nde
belirtilen sartlar saglayacak
sekilde kurabilmek ve kullanim
sinirlamalari hakkinda detayli
bilgi alabilmek icin mutlaka
kullanma kilavuzuna bakin.
Elektrik soku 6lime neden
olabilir. Makinenin kapagi
sadece konusunda uzman ve
vetkili kisiler tarafindan
aciimahdir.

Do not attempt to use this
equipment until you have
thoroughly read all installation,
operating and maintenance
information supplied with your
equipment. They include
important safety precautions
and detailed operating and
maintenance instructions.
Follow the safety informations

I exactly to avoid serious

personal injury or loss of life.

82UP2003071-3

Genel Uyari Etiketi
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Uyar Etiketleri ve Bilgi Etiketleri - 2

imalatgi / Manufacturer

Kaynak Teknigi Sanayii ve Ticaret A.S.
TOSB, 2. Cadde, No: 5, Sekerpinar

41420 Gayirova, Kocaeli - TURKIYE

Trademark Seri No. / Serial Number
ASKAYNAK

Model
SUPERMIG 355SP

EN IEC 60974-1
EN 60974-10

30/ 15.5V — 350 / 31.5V
30A/ 21.2V — 350A/ 34.0V

MODE wma | ama [ mma
350A 350A | 280a [ 2804 [210a [ 2104
3av | 28v [31.2v]24.5v]28.4v

[Tmax: 22.4A (GMA) | [1eff max: 15.8A (GMA)

1400V ma: 24.1A (ama) | et max: 17.14 (MMA)

50/60Hz

P1max: 14.3 KW (GMA)

PF: 0.94 @ 350A
& P1max: 15.7 KW (MMA)

s>
=5
<S
—
=
T ¥

Made in TURKIYE

URETIM TARIHI SERi NUMARASI ETIKETINDE BELIRTILMISTIR.
PRODUCTION DATE IS EMBEDDED WITHIN THE SERIAL NUMBER

SUPERMIG 355SP
Gug Unitesi
Bilgi Etiketi
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Uyar Etiketleri ve Bilgi Etiketleri - 3

Imalatgi / Manufacturer

Kaynak Teknigi Sanayii ve Ticaret A.S.
TOSB, 2. Cadde, No: 5, Sekerpinar

41420 Gayirova, Kocaeli - TURKIYE

Seri No. / Serial Number
Trademark
ASKAYNAK

Model
SUPERFEED SF3P EN IEC 60974-5

EN 60974-10

12 280A 210A

Tel Gapi (Wire Size)
0.8-1.0-1.2 mm

Tel Siirme Hizi (Wire Feed Speed)
1.27 - 18 m/dak (m/min)

rimax: 358 156 42y - 147w

URETIM TARiHi SERIi NUMARASI ETIKETINDE BELIRTILMISTIR.
PRODUCTION DATE IS EMBEDDED WITHIN THE SERIAL NUMBER

Made in TURKIYE

SUPERFEEI? SF3P
Tel Stirme Unitesi
Bilgi Etiketi
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Teknik Servisler - 1

Guncel teknik servislerimizle ilgili iletisim bilgilerimiz ve diger sorulariniz
icin www.lincolnelectric.com.tr internet adresimizi ziyaret ediniz.

ADANA:

Bakir Makina

Yesiloba Mahallesi, Kiiglk Seyhan
Sanayi Sitesi, C Blok, No:7
Seyhan - ADANA

Tel :(0322) 428 40 30

Faks : (0322) 428 40 30

e-posta: info@bakirmakina.com

AFYONKARAHISAR:

Er Kaynak

2. Kiigik Sanayi Sitesi

15. Ada, 5-Blok, No: 8
Merkez - AFYONKARAHISAR
Tel :(0272) 223 42 72
e-posta: isaerkek@gmail.com

ANKARA:

Bilim Elektrik Bobinaj

1. Sokak, Armagan Pasaji, No: 102/18
Yenimahalle - ANKARA

Tel :(0312) 385 30 41

Faks : (0312) 385 35 45

e-posta: bilim-elektrik@hotmail.com

Keyvan Teknik Servis

Sanayi ve Ticaret Ltd. Sti.

ivedik Organize Sanayi Bélgesi
1438. Sokak (647), No: 24

Ostim - ANKARA

Tel :(0312) 39544 66 - 39567 17
Faks : (0312) 395 67 14

e-posta: keyvanteknik@hotmail.com

Ozkaynak Makine ve Ticaret Ltd. Sti.
Ostim OSB, 1174. Cadde, No: 10
06370 Yenimahalle - ANKARA

Tel :(0312) 38506 19 - 385 06 20
Faks : (0312) 385 06 21

e-posta: sbal@oz-kaynak.com.tr

ANTALYA:

Tanrikulu Makina ingaat Emlak Otomotiv

Turizm San. ve Tic. A.S.

Cumbhuriyet Mah. 680. Sokak, No: 89

Muratpasa - ANTALYA

Tel :(0242) 335 35 82

Faks : (0242) 335 35 83

e-posta: info@tanrikuluas.com.tr
tanrikuluas@gmail.com

58

BATMAN:

Topiz Bobinaj
Cumbhuriyet Mah. 1512. Sokak, No: 35/A
Merkez - BATMAN

Tel :(0488) 2148770

Faks : (0488) 214 87 70

e-posta: topizbobinaj@hotmail.com

BURSA:

Alp Kaynak Teknik Hirdavat Tic. Ltd. Sti.

Ugevler Mahallesi, Kiicilk Sanayi Sitesi

48. Sokak, No: 3, Par-Koop

Nilufer - BURSA

Tel :(0224) 441 90 34

Faks : (0224) 441 90 24

e-posta: alpkaynak@yahoo.com
alpguller@yahoo.com.tr

Enbir Kaynak Makineleri ve Teknik Servis

Sanayi ve Ticaret A.S.

Ucgevler Mahallesi, 60. Sokak
NilGfer Ticaret Merkezi, No: 4/L
Niltfer - BURSA

Tel :(0224) 2151507

e-posta: enbirkaynak@gmail.com

Ozduran Kaynak Teknolojileri
Ucevler Mahallesi, Kiigik Sanayi Sitesi

48. (220) Sokak, A-Blok, No : 9, Par-Koop

Niltfer - BURSA

Tel :(0224) 441 46 08

Faks : (0224) 443 49 79

e-posta: info@ozdurankaynakcom.tr
kamiluzun@gmail.com

ORUM:

Kiliclar Bobinaj

Klcuk Sanayi Sitesi

Sanayi Caddesi, No: 109

Merkez - CORUM

Tel :(0364) 2349273

Faks : (0364) 234 92 73

e-posta: kiliclar-bobinaj@hotmail.com

DENIZLI:

imtas i¢ ve Dig Ticaret A.S.
Zafer Mahallesi

1066 Sokak, No : 10

Bakirli - DENIZLi



Teknik Servisler - 2

Tel :(0258) 37198 77

Faks : (0258) 372 21 40

e-posta: mahmut@imtasdemir.com
www.imtasdemir.com

ELAZIG:

Oztirk Elektrik Bobinaj

Sanayi Mahallesi

Sanayi Caddesi, No: 80/A

Merkez - ELAZIG

Tel :(0536) 985 70 39

e-posta: ademozturk.0403@hotmail.com

ERZURUM:

Tolga Makine

Bakirci Mahallesi, Cennet Cesme Sokak,
Yasam Apartmani, No: 5/A

Merkez - ERZURUM

Tel :(0442) 235 63 64

Faks : (0442) 235 63 64

e-posta: tolgamakine@hotmail.com

ESKISEHIR:

Tutares Makine Elektrik ingaat
Sanayi ve Ticaret Ltd. Sti.

75. Yl Mahallesi, Oto Sanayi Sitesi
11233. Sokak, H-Blok, No: 10
Merkez - ESKISEHIR

Tel :(0222) 228 04 16

Faks : (0222) 228 04 47

e-posta: fahri@tutargroup.com

GAZIANTEP:

Fatih Teknik Makina

Sanayi Mahallesi

Anafartalar Bulvari, No: 109

Sehit Kamil - GAZIANTEP

Tel :(0342) 23537 18

Faks : (0342) 235 37 17

e-posta: info@fatihteknikmakina.com

HATAY:

iskenderun Elektronik Sanayi

Tayfur Sokmen Bulvari

Sanayi Sitesi, No: 71

iskenderun - HATAY

Tel :(0326) 616 29 83

Faks : (0326) 616 29 83

e-posta:
iskenderun_elektroniksanayi@hotmail.com

iSTANBUL:

Akcan Kaynak ve Servis Hizmetleri
San. ve Tic. Ltd. Sti.

Aydinli Mahallesi, TEM Yan Yol
Melodi Sokak, No: 2, i¢ Kapi No: 44

Tuzla - ISTANBUL

Tel :(0216) 593 41 48-49

Faks : (0216) 593 41 50

e-posta: info@akcankaynak.com.tr

Ark Kaynak Sistemleri

San. ve Tic. Ltd. Sti.

Mescit Mahallesi, Demokrasi Caddesi
Birmes Sanayi Sitesi, B-7 Blok, No: 3/28
Tuzla - ISTANBUL

Tel :(0216) 394 82 10-11-12

Faks : (0216) 394 82 13

e-posta: turan.unal@arkkaynak.com
www.arkkaynak.com

Gelisim Kaynak Teknigi

San. ve Tic. Ltd. Sti.

Perpa Ticaret Merkezi, B Blok,

Kat: 4, No: 339

Okmeydani - ISTANBUL

Tel :(0212) 320 18 94

Faks : (0212) 221 29 34

e-posta: info@gelisimkaynak.com.tr

Ser Kaynak

ikitelli O.S.B. Tormak Sanayi Sitesi
Cami Pasaji, No: 8

Basaksehir - ISTANBUL

Tel :(0212) 4857120

Faks : (0212) 485 71 21

e-posta: serkaynak2015@gmail.com

iSTANBUL (devam):

Sinerji Kaynak Sistemleri

San. ve Tic. Ltd. Sti.

ikitelli O.S.B. Demirciler Sitesi

D2 Blok, No: 310

Bagaksehir - ISTANBUL

Tel :(0212) 407 01 23

Faks : (0212) 407 01 23

e-posta: sinerjikaynak@gmail.com

Yagmur Makina

Baglarbasi Mahallesi

Kooperatif Caddesi, No: 54/A
Maltepe - ISTANBUL

Tel :(0216) 457 12 92

Faks : (0216) 457 12 92

e-posta: makinayagmur@gmail.com

izMiR:

ATC Kaynak Makinalari ve Malzemeleri
Pazarlama Sanayi ve Ticaret Ltd. Sti.
2828. Sokak, No: 39

1. Sanayi Sitesi

Mersinli - iZMIR

Tel :(0232) 459 50 40

Faks : (0232) 459 50 45

e-posta: atckaynak@gmail.com
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Teknik Servisler - 3

Ayaz Teknik Makina

Yesilova Mahallesi, 4150 Sokak, No: 58/A
Bornova - iZMIR

Tel :(0232) 467 57 17

Faks : (0232) 467 57 17

e-posta: ayazteknikmakina@gmail.com

Doruk Hirdavat ve Isitma Cihazlari
Sanayi ve Ticaret Ltd. Sti.

1426. Sokak, No: 14

Bornova - iZMiR

Tel :(0232) 478 14 12

Faks : (0232) 479 64 77

e-posta: hasan@dorukhirdavat.com.tr
www.dorukhirdavat.com.tr

Erma Teknik Malzeme

Ticaret ve Sanayi Ltd. Sti.

4. Sanayi Sitesi

129/8 Sokak, No: 2

Bornova - iZMIR

Tel :(0232) 37552 83

Faks : (0232) 375 60 59

e-posta: meral.h@ermateknik.com.tr

KAHRAMANMARAS:

Electro Center Otomasyon Elektrik
Elektronik Tic. ve San. Ltd. Sti.
Dulkadiroglu Bahcelievler Mahallesi,
Trabzon Bulvari, No: 116 E,

Merkez - KAHRAMANMARAS

Tel :(0344) 236 00 96

Faks : (0344) 236 01 45

e-posta: electro-center46@hotmail.com

Kahraman Hirdavat Bobinaj Elektrik Makina
Taahhiit ins. Tic. ve San. Ltd. Sti.

Yavuz Selim Mahallesi, Kaportacilar Caddesi
No: 37/A, Dulkadiroglu

Merkez - KAHRAMANMARAS

Tel :(0344) 236 57 87

Faks : (0344) 236 42 32

e-posta: aksakahraman@hotmail.com

Ustiin Makina Bobinaj

Orhangazi Mahallesi, Sanayi Sitesi
9. Sokak, 9/B Blok, No: 1
KAHRAMANMARAS

Tel :(0344) 4837323

Faks : (0344) 483 73 23

e-posta: ustunbobinaj@hotmail.com

KARS:

Ayrim Elektrik

Orta Kapi Mahallesi

ismail Aytemiz Caddesi, Bur¢ Sokak, No: 7
KARS

Tel :(0474) 223 82 95
e-posta: hamitayrim1@hotmail.com

KAYSERi:

Elektron Kaynak Ekipmanlari
Makina San. Tic.

Anbar Mahallesi, 879. Sokak, No: 26/A
Melikgazi - KAYSERI

Tel :(0352) 311 41 60

Faks : (0352) 311 41 61

e-posta: ali@elektronkaynak.com.tr

KIRSEHIR:

Cozim Elektronik

Ahi Evran Mahallesi

Sehit Bekir Korkmaz Caddesi, No: 19/C
Merkez - KIRSEHIR

Tel :(0386) 2134670

e-posta: sukrupolat40@hotmail.com

Girisim Dis Ticaret A.S.

Sanayi Mahallesi, Carsi Yapi AVM

Kumru Sokak, No: 14/27

izmit - KOCAELI

Tel :(0262) 335 08 63 - 64

Faks : (0262) 335 08 65

e-posta: teknikservis@girisimdisticaret.com

Goka Marmara Makina A.S.

Balcik Kéyu, Organize Caddesi, No: 45/A
Gebze - KOCAELI

Tel :(0262) 64124 11

Faks : (0262) 641 24 33

e-posta: gkb@gkbgrup.com

KONYA:

Faruk Bobinaj ve Kaynak

Fevzi Cakmak Mahallesi

Med-Cezir Caddesi, No: 37

Karatay - KONYA

Tel :(0332) 342 66 23

Faks : (0332) 342 66 59

e-posta: faruk_bobinaj@hotmail.com

MALATYA:

Aktif Kaynak Pompa

Yakinca Mahallesi

Semt Ozsan Sanayi Sitesi, 24. Blok, No: 13

Yesilyurt - MALATYA

Tel :(0422) 238 33 11

Faks : (0422) 238 33 11

e-posta: aktif@aktitkaynakpompa.com
www.aktifbobinaj.com



Teknik Servisler - 4

MANISA:

irfan Bobinaj

Guzelyurt Mahallesi

Mehmet Akif Ersoy Caddesi

D-Blok, No: 86/A

Merkez - MANISA

Tel :(0236) 236 22 96

e-posta: cengiz@irfanbobinaj.com.tr

MERSIN:

Flas Hirdavat ve San. Tic. Ltd. Sti.
Siteler Mahallesi, Sanayi Sitesi

159. Cadde, No: 4/D

Akdeniz - MANISA

Tel :(0234) 336 02 32

e-posta: flas_hirdavat@hotmail.com

ORDU:

Zafer Elektromekanik

Karapinar Mahallesi, 1190. Sokak

Otes Sanayi Sitesi, No: 5D

Altinordu - ORDU

Tel :(0452) 233 1269

Faks: (0452) 233 12 69

e-posta: zaferelektromekanik@hotmail.com

SAKARYA:

2V Megatronik

Guney Mobilyacilar Sanayi Sitesi
1288. Sokak, No: 12/A

Erenler - SAKARYA

Tel :(0264) 666 18 19

Faks : (0264) 666 18 19

e-posta: info@2v.com.tr

SAMSUN:

Med Kaynak Teknigi

ilk Adm Sanayi Sitesi

57. Sokak, No: 44

Tekkekdy - SAMSUN

Tel :(0362) 260 50 01

Faks : (0362) 260 50 02

e-posta: medkaynak@gmail.com

SiVAS:

As-Tek Elektronik Kaynak

Makina ve Ekipmanlari

4 Eylul Sanayi Sitesi

39. Sokak, No: 5/B

Merkez - SIVAS

Tel :(0346) 226 11 15

Faks : (0346) 226 11 15

e-posta: e_guleryuz58@hotmail.com

TEKIRDAG:

Asya Elektronik

Zafer Mahallesi, Yeni Sanayi Sitesi
imalat 1. Sokak, No: 4

Corlu - TEKIRDAG

Tel :(0282) 650 19 87

e-posta: asyaelektronik59@gmail.com

TRABZON:

Teknik Elektronik Bobinaj
Sanayi Mahallesi

Degirmen Caddesi, No: 25
Degirmendere - TRABZON

Tel :(0462) 325 52 26

Faks : (0462) 325 52 26

e-posta: davut.kol@hotmail.com

YALOVA:

Anadolu Kaynak Ekipmanlari
Hurriyet Mahallesi, Bagdat Caddesi
Cavdar Apartmani, No: 11/14
Altinova - YALOVA

Tel :(0226) 461 40 08

Faks : (0226) 461 39 89

e-posta : ismailduman@anadolukaynak.com.tr

www.anadolukaynak.com.tr

YOZGAT:

Genbak Motorlu Araclar Genel Bakim
Kerestecilik Otomotiv Ticaret Sanayi A.S.
Ylzincu Yil Sanayi Sitesi, 8. Sokak, No: 2
Merkez - YOZGAT

Tel :(0354) 2121970

Faks : (0354) 217 84 88

e-posta: info@genbak.com.tr
z.taser@genbak.com.tr

ZONGULDAK:

Emre Elektronik

Elmatepe Mahallesi

Camii Sokak, No: 12/A

Karadeniz Ereglisi - ZONGULDAK

Tel :(0372) 312 46 57

e-posta: info@emreelektronikservis.com
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Uretici Firma Baglanti Adresleri

Degerli musterimiz,

Asagida belirtilen dnerilere uymanizi 6nemle
rica ederiz.

1 - Makineyi aldiginizda "Garanti Belgesi"ni
mutlaka onaylatiniz.

2 - Makinenizi kullanma kilavuzunda
belirtilen esaslara uygun olarak
kullaniniz.

3 - Servis ihtiyaciniz oldugunda Kocaeli
merkezde bulunan Teknik Servis
Departmani'miza, size en yakin Bélge
Satis Biiromuz'a ya da Yetkili Bayimiz'e
basvurunuz.

4 - Servis islemi bittiginde yetkiliden "Servis
Formu" istemeyi unutmayiniz.

SATIS SONRASI SERVIS
DEPARTMANIMIZ:

Kaynak Teknigi Sanayi ve Ticaret A.S.

TOSB Otomotiv Yan Sanayi ihtisas
Organize Sanayi Bolgesi

2. Cadde, No: 5, Sekerpinar Mevkii
41420 Cayirova, KOCAELI

Tel :(0262) 679 78 00

Faks: (0262) 679 77 00

BOLGE SATIS BUROLARIMIZ:

ISTANBUL Bélgesi Satis Biirosu

Rauf Orbay Caddesi

Evliya Celebi Mahallesi

Ak Is Merkezi, No: 33

icmeler, 34944 Tuzla, ISTANBUL
Tel :(0216) 395 84 50 - 395 56 77
Faks: (0216) 395 84 02

iZMIR Bélgesi Satis Biirosu

Mersinli Mahallesi,1. Sanayii Sitesi
2822 Sokak, No: 25

35120, iZMIR

Tel :(0232) 449 90 35 - 449 01 64
Faks: (0232) 449 01 65

ANKARA Bolgesi Satis Biirosu

Ostim Sanayii Sitesi

Ahi Evran Caddesi, No: 83
06370 Ostim, ANKARA

Tel :(0312) 38513 73 - pbx
Faks: (0312) 354 02 84

ADANA Bolgesi Satis Blirosu

Yesiloba Mahallesi, 46253 Sokak
Metal Sanayi Sitesi, No: 5/B

01100 Seyhan, ADANA

Tel :(0322) 359 59 67 - 359 60 45
Faks: (0322) 359 60 01

Dikkat !

0850 2 288 288

Kaynak Teknigi Sanayi ve Ticaret A.S. tarafindan yetkilendirilen teknik servislerimize

ﬁ Her tlrli bakim ve onarim islemleri icin bulundugunuz noktaya en yakin olan ve

veya satis birolarimiza bagvurunuz. Yetkisiz servisler veya kisiler tarafindan yapilan
bakim ve onarnim islemleri Gretici firma garantisini gecersiz kilar.
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“AT” UYGUNLUK BEYANI / “EU”’ DECLARATION OF CONFORMITY
imalatci / Manufacturer
Kaynak Teknigi Sanayii ve Ticaret A.S.

Uriin / Product
Gazalti (MIG/MAG) Kaynak Makinesi / (GMA) MIG/MAG Welding Machine

Marka ve Model / Brand and Model
ASKAYNAK® SUPERMIG 355SP

Yukarida tanimlanan beyanin nesnesi, ilgili uyumlastinimig AB mevzuati ile uyumludur.
The object of the declaration described above, is in conformity with the relevant union harmonisation legisiation.

Direktifler / Directives
2014/35/EU, 2014/30/EU

Uyumlastinimig standartlar ve uygunlugun deklare edilmesiyle iligkili diger referanslar.
References to the relevant harmonised standards used, and references to the other technical specifications in
relation to which conformity is declared.

EN IEC 60974-10:2021, IEC 60974-1:2021, EN IEC 60974-1:2022, TS EN IEC 6074-1:2023

ilave Bilgi: Tanimlanan driiniin; kurulum, kullanim ve bakimi kullanim kilavuzunda belirtilen yénergelere, yasa ve
yonetmeliklere, standartlara ve bilinen miihendislik uygulamalarina uygun bir sekilde yapildiginda, yukarida verilen
Avrupa Birligi Direktif ve Regiilasyonlari ile uyumludur. Bunlara uyulmamasi veya Uriin tizerinde degisiklik yapilmasi
halinde, bu deklarasyon gegersiz olur.
Additional Information: The equipment complies with listed European Directives and Regulations if installed, used and
maintained in accordance with enclosed instructions, applicable laws, standards and sound engineering practices. Any
misuse and/or any modification render this declaration void.

imalatci adina imzalayan / Signed for and on behalf of

Savag Hiirol BOZARSLAN
Kaynak Ekipmanlar Midiri - Welding Equipement Manager
Kocaeli, TURKEY

15.05.2023

Bu uygunluk beyani yalnizca imalatginin sorumlulugu altinda diizenlenir.
This declaration of conformity is issued under the sole responsability of the manufacturer.

CE sertifikasi 2023 yilinda eklenmistir. / CE mark was first affixed in 2023.

~ Kaynak Teknigi Sanayi ve Ticaret A.S.
TOSB Otomotiv Yan Sanayi Ihtisas 0.S.B. 2. Cadde, No: 5, Sekerpinar 41420 Gayirova, Kocaeli - TURKEY
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Physical life determined by The Ministry of Industry and Trade is 10 years.
(This is the period for providing spare parts required for the machine to operate)

MANUFACTURER

Kaynak Teknigi Sanayii ve Ticaret A.S.

TOSB Otomotiv Yan Sanayi ihtisas Organize Sanayi Bolgesi
2. Cadde, No: 5, Sekerpinar 41420 Cayirova, Kocaeli - TURKEY

Phone: +90 262 679 78 00 Fax: +90 262 679 77 00
www.lincolnelectric.com.ir

MADE IN TURKEY
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Safety in Welding - 1

This machine has been designed for GMA and MMA welding.
Shall not be used for any other purpose.

Be sure that this machine should only operated by qualified personnel. Be sure that all installation,
operation, maintenance and repair procedures are performed only by authorized personnel. Be sure to
read user guide carefully before operating the machine. Failure to follow the instructions included in the
user guide may cause serious injury, loss of life and damage on machine.

Please read the warnings next to the symbols stated below. “Kaynak Teknigi Sanayive Ticaret A.S.” is not
liable for any damages due to improper connection, storage conditions and operation procedures.

WARNING: This symbol indicates that the instructions within the user guide must be
followed to avoid potential serious personal injury, loss of life and damages on machine.
Protect yourself and other people.

READ and UNDERSTAND the INSTRUCTIONS CAREFULLY: Be sure to read and
understand the user guide before operating the machine. Failure to follow the
instructions stated in the user guide may cause serious injury, loss of life and damage on
equipment.

I
AN

Do not weld while you are unattentive, unattentive, tired and sleepless.

Arc welding is a safe application when necessary measures are taken to protect the
welder against potential dangers. If these measures missed or disregarded, there may
be dangers such as electric shock, exposing to high levels of fume and gas, arc
radiation, fire and explode which may cause serious injury or even death.

Note: For detailed information on safety in welding, please read ANSI Z49.1 standard.

Protective Equipment:

Welding operators should wear protective clothing to protect themselves against
burning risk. Welding burns is a frequent risk which may be caused due to splash of
welding sparks on bare skin.

Clothing used while welding may vary based on used welding method but generally it
should provide easy movements and should cover welder’s body to protect against
splashes, sparks and arc radiation.

Wooly clothing should be preferred due to its resistance against flame. Synthetic
clothing should not be worn since they will melt when exposed to heat.

Protective clothing should be protected from grease and oil. This kind of materials may
flare and burn uncontrolledly in an environment with oxygen.

Shirtsleeves and trouser hems should not be folded. Since sparks and melted metals
may enter into these folds. Trousers should be kept outside the work shoes and should
not be inserted into it. Otherwise melted metals and sparks may enter into shoe.

Other protective clothing used in dangerous situations are stated below:

* Flameresistant clothing,

e Gaiters,

* Aprons,

* Leather cuff gloves and capes,

* Helmetused under the welding mask.
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Safety in Welding - 2

To protect hands against burns, cuts and scratches, gloves made from flame resistant materials such as
leather must be used. In addition, to provide some insulation against electric shock, care should be taken
that the gloves made from flame resistant material are in good condition and dry.

Noise:

To protect ears against sparks and melted metals and to prevent hearing impairment due to noise of arc
welder, ear protectors should be used. When the noise in working environment is reached to a level that
disturbing the ears and causing headache, auditory problem may occur. In such a condition immediately
use your ear protectors. Hearing impairment may not be noticed until tested and then it may be too late
fortreatment.

Importance and Cleanliness of Working Environment:

The tidiness and cleanliness of working environment is important as the maintenance of welder. Even the
level of potential damage rises up to number of people in the environment. Although warnings related to
machine are read and necessary measures are taken, any of the personnel tripping over a cable may
cause electric shock, contact to hot metal or falling risk for himself, you and other people.

All equipment, cables, hoses and gas cylinders should be kept away from busy places such as doors,
aisles and stairs. Care should be taken for the tidiness of the environment and when welding is completed
working environment should be cleaned. By this way, both work safety and working efficiency will
increase. Besides, other workers near the welding area may step into weld pool by mistake, therefore
safety guards should be placed around the welding area during welding.

WELDED HOT MATERIAL MAY CAUSE BURNS: High amounts of heat may be
produced from welding process. Hot surfaces and material may cause serious burns.
While touching or moving this kind of material, always wear gloves.

:'? ° ELECTRIC SHOCK CAN KILL: Electric shock danger is the most serious risk that
operator may encounter frequently. Contacting electrically hot parts may cause
injuries, death or falling down due to electric shock and sudden reflex. While machine
is operating, do not touch to the electrode, ground connection or live work piece
connected to the machine. Insulate yourself against electrode, grounding
connection or work piece. Immediately after plugging out the power cable, do not
touch metal ends of power cable, there may be electric shock danger.

Electric shock risk related to welding machine divides into two categories:

* Primary voltage shock (e.g.230-460V)
* Secondary voltage shock (e.g.20-100V DC)

Primary electric shock is very dangerous since itis much higher than welding voltage.
When the power to the machine is open, you can encounter with primary electric
shock while your body is in contact with ground or touching a live point within the
machine. Please note that turning off the ON/OFF switch located on the machine do
not cut off the electric. To cut off the electric to the machine it is necessary to
disconnect the supply cable from connection point or to shut down the fuse of
incoming electric.

Never remove side covers of the machine and in case of failure have an authorized
techniciantoinspectand repair it.
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Safety in Welding - 3

Be sure to ground the machine and work piece.

Do not use uninsulated cables and pliers, replace with the new ones. Never dip the
electrode in water for cooling.

Never simultaneously touch electrically “hot” parts of electrode holders connected to
two separate welders, because voltage between two machines can be the total of the
open circuit voltage of both welders.

When working above floor level, use a safety belt to protect yourself from a fall should
you getashock.

| NS

WELDING ARC and ARC RAYS CAN BURN: Use a shield with proper filter and
cover plates to protect your eyes from sparks and the rays of the arc when welding or
observing open arc welding. Skin should be protected by clothing made from flame
resistance material. Protect other nearby personnel with suitable, non-flammable
screening and/or warn them not to watch welding arc nor expose themselves to the
arcrays or to hot spatter or metal.

When eyes are exposed to UV rays even for a short time, also called as “Getting
Welder’s Flash”, it may cause burns in your eyes. Getting Welder’s Flash may not be
noticed after hours of exposing, but it is too irritating as well as may cause transient
blindness. Normally getting welder’s flash is atemporary situation, but exposing eyes
to UVrays for along time and frequently may cause permanent damage on eyes.

As a protection measure besides not to watch arc rays, also using welding goggles
having proper filter is necessary. The following table may be used for selecting the
proper filter against arc welding.

Protective Filter Selection Table

Welding Egﬁrggﬁ %;rrzggt Protective Filter Pr%ﬁgve

Method (mm) (Amper) (Lower Limit) (Recommended)
<25 < 60 7 -
MMA 25-4.0 60 - 160 8 10
Welding 40-64 160 - 250 10 12
> 6.4 250 - 550 11 14
< 60 7 -
GMA L 60 - 160 10 11
Welding 160 - 250 10 12
250 - 550 10 14

Refered to ANSI Z49.1-2005.

As a rule, welding should start with a dark colored protective filter then should
continue with a lighter colored filter sufficient to see the area being welded providing
that not to fall under the minimum level. Welding masks protect head, face, ears and
neck against electric shock risk, heat, sparks and fire.



Safety in Welding - 4

GASES and FUMES CAN BE DANGEREOUS: Welding may cause fumes and
gases that are injurious to health. Always enough ventilation should be used or fumes
and gases should be exhausted from breathing place.

Generally in welding applications; temporary effects for short time can be seen such
as face and skin burning, dizziness, nausea and fever based on exposure period and
amount of fume. Long time fume exposure may cause iron loading and dysfunctions
in lungs. Bronchitis and pulmonary fibrosis are primary effects occurred.

Some electrodes may include alloys that entail special ventilation. Label of these
products that entails special ventilation should not be ignored and “Product Safety
Information Form” reports should be read carefully. When welding on this kind of
materials it may be necessary to use gas mask.

Keeping your head out of fume clouds is the easiest way for protection against toxic
fumes and gases.

Avoid breathing these fumes and gases, air circulation or mechanical ventilation
equipments should be used and if the ventilation is not enough gas mask should be
used.

CYLINDER MAY EXPLODE IF DAMAGED: Use only compressed gas cylinders
containing the correct shielding gas for the process used and properly operating
regulators designed for the gas and pressure used.

All hoses, fittings, etc. should be suitable for the welding application and maintained
in good condition with a proper installation.

Always keep cylinders in an upright position securely chained to an undercarriage or
fixed support.

Carefully choose the locations of the cylinders:

* Cylinders should be kept away from areas where they may be struck or
subjectedto physical damage.

* Cylinders should be located to a safe distance from arc welding or cutting
operations and any other source of heat, sparks or flame.

Never allow the electrode, electrode holder or any other electrically “hot” parts to
touch a cylinder.

Keep your head and face away from the cylinder valve outlet when opening the
cylinder valve.

Valve protection caps should always be in place and hand tight except when the
cylinderisin use or connected for use (including the transportation of the cylinder).

ELECTRIC and MAGNETIC FIELDS MAY BE HAZARDOUS ON HUMAN HEALTH:
Electric current flowing through any conductor causes electromagnetic fields. This
electromagnetic field may interfere with devices such as pacemaker. Welders having
a pacemaker shall consult their physician before operating this equipment. Exposure
to electric and magnetic fields may have other health effects which are not known yet.
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Safety in Welding - 5

WELDING and CUTTING SPARKS CAN CAUSE FIRE OR EXPLOSION: Keep away
fire hazards from welding area and have a fire extinguisher readily available.
Remember that welding sparks and hot materials from welding operation can easily
gothrough small cracks and openings to adjacent areas.

Until ensuring that precautions are used to fully clean flammable and toxic gases,
never weld any tanks, drums, containers or material. Never operate welder in places
thatflammable gases, vapors or liquid fuels exist.

Welding arc temperature may increase up to 5000 C°, but generally this temperature
is not the only fire reason. Fire risk may be occurred due to sparks or melted metals
splashed around. These metals may splash up to ten meters away. Therefore keep
inflammable materials away from welding area. Also make sure that your work piece
do not contact with any material that may flare when heated. Material, that may flare
with contact are divided into three categories as liquids (fuel, oil, paint, thinner etc.),
solids (wood, cartoon, paper etc.) and gases (acetylene, hydrogen etc.).

Inspect the welding area. If there are systems operating with fuel or hydraulic oil and if
you cannot move welding area or system, place fire-resistant protecting screen
between them. If you are working above floor level or on stairway, make sure there is
no flammable or explosive material below. Also please remember that slag and
sparks may splash on people around.

Dust particles may burn and may cause sudden fire or explosion. If you don’t have
information about the inflammableness and fugacity of the dust in the environment,
do not start welding or cutting until it is inspected and approved by expert and
authorized person.

Before starting to the welding procedure, please check if there is any flammable or
self-ignition under heat coating on the surface of your work piece.

When you have a break in welding process, please make sure that the electrode
holder do not contact to the ground or work piece.

If you are welding within ten meters to the place where flammable materials located,
have a observor near you. This observer should watch where the sparks and
splashes go and should access easily to the fire extinguishers when necessary. After
welding process, please check if there is any fume around for half an hour with the
observer.

As in other emergency situations, first rule is not to panic in situations where welding
accidents happen. According to the size of the fire, to warn the others activate the fire
alarm, inform fire station, shut down the plasma cutting machine and leave the
building from fire exits as soon as possible.

FIRE DANGER MAY CAUSE ACCIDENTS: To prevent the risk for every kind of arc
glare and fire, never leave the welding torch on welding desk or any surface in contact
with work clamp.

Never refuel near to the welding arc or if there is any engine operating in the
surrounding area. Stop the engine and allow it to cool before refueling to prevent
spilled fuel from vaporizing on contact with hot engine parts and igniting. While
refilling the tank, do not spill fuel around.



Safety in Welding - 6

3

ELECTRICAL EQUIPMENT: Check the condition of the electrical cables such as
supply and welding cables regularly. In case of any irregular condition, replace the
defective parts immediately. In order to prevent any arc flashing and fire risks, do not
leave the torch clamp (handle) on the welding table or any surface in contact with the
grounding clamp.

S

FOR ELECTRICALLY POWERED EQUIPMENT: Turn off input power using the
disconnect switch at the fuse box before working on the equipment. Install equipment
in accordance with local codes in force.

GROUNDING: Power cables should be connected to a well grounded plug for your
safety and proper operation of the equipment.

MOVING PARTS MAY HURT YOUR HANDS: Always keep all safety guards,
coverings and equipments in place and maintain in good condition. Always keep
your hands, hair, clothing and tools away from V-belt, gears, fans and all other moving
parts when starting, operating or repairing the equipment.

In some cases, it may be necessary to remove safety guards to perform required
maintenance. Remove the guards only when necessary and replace them when the
maintenance requiring their removal is complete.

Always use the greatest care when working near moving parts.
Never put your hands near to the cooling fan while itis operating.

To prevent accidentally starting gasoline engines while turning the engine or welding
generator during maintenance work, disconnect the spark plug wires, distributor cap
or magneto wire as appropriate.

COMPLIANCE WITH CE NORMS: This machine has been manufactured in
compliance with the European Instructions.

SAFE OPERATION: This machine is suitable for carrying out cutting works in the
places with high probability of electrical shock.

This A-Class equipment is NOT TO BE USED in RESIDENTIAL LOCATIONS where
the electrical power is provided by the public low-voltage supply system.

If the machine is used in an area with high electromagnetic fields, the change in the
welding current adjusted may exceed =10%
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Safety in Welding - 7

EXTRA SAFETY MEASURES:

In some situations applying safety measures may be difficult, but even so follow the mentioned rules. Keep
your gloves dry, if getting wet is unavoidable then have an extra pair of gloves near you.

Stand on a plywood, plastic mat or similar dry and insulating material. Insulate your body from welding piece.

If welding must be performed under electrically hazardous conditions such as in damp locations or while
wearing wet clothing, on metal structures such as floors, gratings or scaffolds, when in cramped positions
such as sitting, kneeling or lying, if there is a high risk of unavoidable or accidental contact with the workpiece
or ground, prefer to use the following equipment.

* Semi-automatic DC constant voltage welders,
* DC manual arc welders,
* AC welders with reduced voltage control.

Conditions of electrode holder and cables are too important. Plastic or fiber insulating material on holder
prevents contact to electrically “hot” places. Before starting the welder, always check the condition of the
holder. Replace the old and worn ones, never attempt to repair. Perform same checks for the cables, since the
cost will be high to replace cables, repair by using tubw with high insulation or similar. Always check the
insulations before every time you start the welder.

If you feel an electric shock, always remember that this is a warning. In such case before continue to work,
check your machine, working routines and working environment against electric shock. If there is an abnormal
situation, never continue welding without using the necessary precaution. If you cannot determine the source
of problem, have an expert and authorized person to check it.

PRECAUTIONS FOR OTHERS in the WORKING ENVIRONMENT:

Cleanliness and tidiness of working environment is extremely important for your safety as well as other people
in the environment. While other welders working or people walking around the welding area may step onto
your weld puddle by mistake or may cause you and others to fall down by tripping over cables and electric
shock risk. Also welding sparks may cause burn danger by splashing on other people around.

Surrounding welding area with fire resistant screens reduces potential risks.

Also warn other people in the working environment for the use of work safety equipments. Especially when
they have to be in welding area, warn them to use fire and flame resistant work safety clothing, welding
goggles, welding mask, insulated work shoes and gloves. Keep away any people who do not follow the
instructions.

When working above floor level, use related warning signs to prevent splashing of melted metals and welding
sparks on people under working area.

Electromagnetic fields may be hazardous for pacemakers.

Make the necessary warnings and use warning signs for other people working or passing around who are not
related to welding work. Inform them that they have to contact with their doctors before working in a welding
environment.

In welding environments there is high electric shock risk. Other people may encounter electric shock risk by
tripping over cables while working. Do not use uninsulated welding cables, route cables through insulated,
plastic channels if available.

INFORMATION ON RESIDUAL RISKS:

This welder has been designed and manufactured in compliance with safety rules required by EN IEC 60974-1
standard. To eliminate the safety risks all necessary precautions have been taken, precautions that need to be
taken by operators and users and all rules to be followed have been stated in the user manual. Itis not possible
to eliminate the risks in cases that necessary care is not taken or safety measures are not used. These risks
may cause slight injuries but at the same time fire and explosion risks may be fatal for more than one people. It
is the user’s responsibility to assure the safety of environment where the welding operation is performed, in
cases that precautions are not used or lacking, work must be stopped immediately and authorized people
should be informed.




Electromagnetic Compliance - 1

Designed according to EN IEC 60974-1.
EMU Class of machine according to EN 55011 is Group 2 Class A.

For detailed information refer to EN 60974-10.

* While welding do not turn on/off the power switch. This situation may cause voltage fluctuations
in mains as well as shorten the economic life of the machine.

* After turning on the power unit, you should wait approximately for 5-10 seconds for electrical
stability of the machine and then start to welding procedure.

* This Class A equipment is not intended for use in residential locations where the electrical power
is provided by the public low-voltage supply system. There can be potential difficulties in
ensuring electromagnetic compatibility in those locations, due to conducted as well as radiated
radio-frequency disturbances.

The welding machine is designed according to the relevant norms and rules. However, it may still cause
problems for the telecommunication equipment (telephone, radio, television etc.) and safety devices
susceptible to the electromagnetic fields as it generates electromagnetic waves. In order to reduce the
effects of the electromagnetic waves (interference) generated by the machine, please read the following
carefully. The Welding machine is designed for operating in industrial areas. If it is used in residential
areas, certain measures have to be taken in order to eliminate the possible effects of the electromagnetic
waves.

Installation and Use:

General: The user is responsible for installing and using the arc welding equipment according to the
manufacturer’s instructions. If electromagnetic disturbances are detected, then it shall be the
responsibility of the user of the arc welding equipment to resolve the situation with the technical
assistance of the manufacturer. In some cases this remedial action may be as simple as earthing the
welding circuit (see note). In other cases, it could involve constructing an electromagnetic screen
enclosing the welding power source and the work complete with associated input filters. In all cases
electromagnetic disturbances shall be reduced to the point where they are no longer troublesome.

Note: The practice for earthing the welding circuitis dependent on local safety regulations. Changing the
earthing arrangements to improve EMC can affect the risk of injury or equipment damage. Further
guidance s givenin IEC 60974-9.

Assessment of Area:

Before installing arc welding equipment the user shall make an assessment of potential electromagnetic
problems in the surrounding area. The following shall be taken into account:

a) Other supply cables, control cables, signalling and telephone cables, above, below and adjacent to
the arc welding equipment,

Radio and television transmitters and receivers,

Computer and other control equipment,

d) Safety critical equipment, for example guarding of industrial equipment,

e) The health of the people around (for example the use of pacemakers and hearing aids),

f) Equipmentused for calibration or measurement,

g) The immunity of other equipment in the environment. The user shall ensure that other equipment being
used inthe environmentis compatible. This may require additional protection measures.

h) The time of day that welding or other activities are to be carried out.
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Electromagnetic Compliance - 2

Note: The size of the surrounding area to be considered will depend on the structure of the building and
other activities that are taking place. The surrounding area may extend beyond the boundaries of
the premises.

Assessment of the Welding Installation:

In addition to the assessment of the area, the assessment of arc welding installations may be used to
evaluate and resolve cases of interference. An emission assessment should includ in situ measurements
as specified in Clause 10 of CISPR 11:2009. In situ measurements may also be used to confirm the
efficiency of mitigation measures.

Mitigation Measures:

Public Supply System: Arc welding equipment should be connected to the public supply system
according to the manufacturer’s recommendations. If interference occurs, it may be necessary to take
additional precautions such as filtering of the public supply system. Consideration should be given to
shielding the supply cable of permanently installed arc welding equipment, in metallic conduit or
equivalent. Shielding should be electrically continuous throughout its length. The shielding should be
connected to the welding power source so that good electrical contact is maintained between the
conduit and the welding power source enclosure.

Maintenance of the Arc Welding Equipment: The arc welding equipment should be routinely
maintained according to the manufacturer’s recommendations. All access and service doors and covers
should be closed and properly fastened when the arc welding equipment is in operation. The arc welding
equipment should not be modified in any way, except for those changes and adjustments covered in the
manufacturer’s instructions. In particular, the spark gaps of arc striking and stabilising devices should be
adjusted and maintained according to the manufacturer’s recommendations.

Welding Cables: The welding cables should be kept as short as possible and should be positioned close
together, running at or close to the floor level.

Equipotential Bonding: Bonding of all metallic objects in the surrounding area should be considered.
However, metallic objects bonded to the work piece will increase the risk that the operator could receive
an electric shock by touching these metallic objects and the electrode at the same time. The operator
should be insulated from all such bonded metallic objects.

Earthing of the Workpiece: Where the workpiece is not bonded to earth for electrical safety, nor
connected to earth because of its size and position, for example, ship’s hull or building steelwork, a
connection bonding the workpiece to earth may reduce emissions in some, but not all instances. Care
should be taken to prevent the earthing of the workpiece increasing the risk of injury to users or damage
to other electrical equipment. Where necessary, the connection of the workpiece to earth should be
made by a direct connection to the workpiece, but in some countries where direct connection is not
permitted, the bonding should be achieved by suitable capacitance, selected according to national
regulations.

Screening and Shielding: Selective screening and shielding of other cables and equipment in the
surrounding area may alleviate problems of interference. Screening of the entire welding area may be
considered for special applications.

This equipment does not comply with IEC/EN 61000-3-12. If it is connected to a
public low voltage system, it is the responsibility of the installer or user of the
equipment to ensure, by consultation with the distribution network operator, that the
equipment may be connected.
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User Instructions - 1

Warning!
Read entire section before installing and starting the machine.

Do notinstall, operate or repair the welder without reading safety precautions included in user manual.
Keep this user manual and place to an easy accessible place.

After completing the work or if you will discontinue working for a long time, disconnect the mains
supply.

Do not insert any object into the welder. While the welder is operating, especially do not touch to the
moving parts with your fingers.

Do not perform any modification on the machine. This may affect the machine features and cause
changeintechnical values.

It is forbidden to perform any modifications and adaptations on the machine. Performing any
modifications and adaptations, not only cause losing warranty rights but also may endanger the usage
safety of the machine and may cause electric shock for the users.

Always ground the welder before operating. Various welders or other electrical devices should be
connected in series if they are using the same grounding line, all machines or devices should be
connected in parallel to each other. Cross sectional area of the grounding cable of the welder should
not be less than the cross sectional area of the cable in the mains input.

Welder should be used in places with good environment lighting and should not be used in dark
places.

This welding machine has been designed to be used indoors and is not suitable for using under
sunlight, rain and snow.

Welder cannot be used for pipe melting works.

Welder has been designed to be used indoors and is not suitable for using under sunlight, rain and
snow.

Misuse or welding machine damages due to user mistake voids the warranty rights.

Do not step ontorch cable and do not keep the folding angle of the cable too narrow.
Accepted ambient temperature while operating is between —-10°C and +40°C.

Accepted ambient temperature while transporting and storing is between —20°C and +55°C.
Allowable relative humidity rate is up to 90% at 20°C and up to 50% at 40°C.

Heating tests have been performed in ambient temperature and operation cycle has been determined
with simulation at 40°C.

Operate the machine in a well ventilated environment and leave at least 50 cm free space around it. Do
not operate in places higherthan 100 m.

To achieve a stabile arc when operating in a windy place, take precaution against wind. Wind speed
should be less than 1m/sec. If the wind speed is higher than this, use protective screens.

Manufacturer company reserves its right to change specifications without notice.

For long economical life and safety operation, it is useful to take some simple precautions stated
below:

Do not place the machine on a surface with a slope over 15° and do not operate on such surface.
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User Instructions - 2

Machine should always be operated in an environment having clean airflow and there should be no
obstacle that prevents ventilation or stops airflow.

Do not cover the machine while operating with paper, cloth or similar objects.
While welding, make sure that the cover of the wire drive unitis closed.

Dust and dirt may enter into machine. This should be reduced as much as possible. Do not operate the
machine in extremely dusty locations and environments having water, paint and oil particles and also
grinding dusts and abrasive gases in its atmosphere.

This machine has IP21S protection. Keep the machine dry as much as possible and do not place it on
wet ground or in puddles.

Place the machine far away from radio controlled devices. Normal operation of the machine may
interfere with this kind of devices nearby and in such case may cause injury or failure of the equipment.
Please read “Electromagnetic Compatibility” section included in this manual.

If the frame cover is opened and interfered by people who are not qualified for electrical equipments,
life-threatening danger may occur. In case behaving on the contrary, be regarded as accepting
beforehand all potential negative consequences.



General Features

ASKAYNAK SuperMIG 355SP, is a DC semi-automatic welding machine, which is widely used in
automation, metal furniture manufacturing, shipyard, pressure container manufacturing and steel
construction industries. The machine can automatically adjust the welding voltage according to the set
value of the welding current and by taking adventage of the complementary waveform control circuit, it
can also make necessary adjustments according to different wire diameters. It is characterized by little
spatter, good welding surface, higher efficiency, the even adjustment of welding current, welding voltage
and dynamic characteristic, and the protection circuit for overheat, over current, over voltage, less
voltage, phase lack, can ensure the good adaptability and reliability of welding technique. The higher
ability of power supply compensation (not less than 15%) can give the quick response to the change of
power supply, work piece, electrode, and operation.

e Minimum fluctuation in output current thanks to the interleaved structure

* Close loop feedback control, stable output voltage, strong ability of power supply
compensation

» Continuous welding voltage adjustment, accurate match to the different welding
current

» Specially designed dynamic characteristic control circuit, low spatter, good bead
appearance, higher efficiency

* Excellentarc ending, ball cutting and soft wire feeding features
Compeatibility with 100% CO2 shielding gas in GMA welding

* Possibilitytouse 0.8, 1.0, 1.2and 1.6 mm dia welding wires

* Lightweight slim case

* Adjustable wire feeding rate

* 2/4trigger selection

» Automatic slow wire feeding feature (soft start) that facilitates arc creation
* Thermal protection circuit against overheating load

 Safety and user friendly

* I[P21S protection class

* Special designin accordance with EN IEC 60974-1

* EMU class ofthe machine according to EN 55011 is Group 2 Class A
* 3yearswarranty (Torch and cables are excluded)

Caution! Manufacturer company Kaynak Teknigi Sanayi ve Ticaret A.S. reserves its right to change
specifications without notice.

Duty Cycle and Overheating:

Operation efficiency is the percentage rate of welder's welding ability at given welding current for 10
minutes without any brake and without overheating.

This machine is protected against overheating thanks to its thermal protection. Warning lamp on the front
panel lights on when this protection is activated. Lamp turns off when returned to the safe operation
temperature and welding operation can continue.

Electric Supply Requirement:

* |thas been designed for 400V + 10%, 50/60 Hz three-phase mains.
* Deviation ratio between phases should not be higher than 5%.

* Frequency yield deviation should not be higherthan = 1%.
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Specifications - 1

SUPERMIG 355SP
Power Source

Input
Input Voltage Power Consumption (@50%) Frequency
400V ; 3 Phase 14.3 kW (GMA) ; 15.7 kW (MMA) 50/60 Hz
Power Factor Current Taken From Mains (@50%) Efficiency (min.)
min. 0,94 (@500 A) 22.4 A (GMA) ; 24.1 A (MMA) 83%
Welding Current Output Rates
Duty Cycle Output Current Output Voltage
(10 minutes period)) (Amper) (Volt)
%50 350 A (GMA/MMA) 31.5V (GMA) / 34 V (MMA)
%60 280 A (GMA/MMA) 28V (GMA) / 31.2V (MMA)
%100 210 A (GMA/MMA) 245V (GMA) / 28.4 V (MMA)

Output Range

Welding Current Range Welding Voltage Range
30-350 A 15.5-31.5V (GMA) ; 21.2 - 34V (MMA)

Max. Open Circuit Voltage (OCV): 30 V

Power Supply Cable : 4 x 4 mm?2

Fuse Value and Type: 3 x 40 A (Delay action)

Physical Dimensions

. . Weight
4jg|?nhr:1 2;\gd::;n 7|f0ng::1 Torch and cables are excluded
39,5 kg
Ambient Operating Temperature: Between -10°C and +40°C
Insulation Class: H Protection Class: IP21S Pollution Degree: 3
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Specifications - 2

SUPERFEED SF3P

Wire Feeder
Input
Power Consumption and
Input Voltage Frequency
42V /1 Phase Max f;‘s\?'_ysosuzem 50/60 Hz

Output and Drive Roller Types

Wire Feed Speed Range

1,27 - 18 m/min
Solid Steel Wire (V) Flux-cored Wire (V-knurled) Aluminium Wire (U)
0,8-1,0-1,2mm 1,2 mm 1,2 mm
Physical Dimensions
. . Weight
Height Width Length Torch and cables are excluded
480 mm 335 mm 655 mm
16,6 kg
Protection Class: IP21S
SUPERMIG 355SP
Cart
Physical Dimensions
Height Width Length Weight
400 mm 490 mm 1100 mm 23 kg
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Installation and Operation Instructions - 1

Mains Supply:

Mains supply connection of the machine should be made as per rules and only by qualified personnel
trained with necessary information.

Welding machine has been designed for triphase mains supply 400V = 10 %, 50/60 Hz and should be
protected by 40A delay action fuse. Supply cable should be at least 4 x 4 mm?®.

Mains supply connection should be grounded.
Before connecting the machine to mains, make sure that the machine is off.

No mains plug is provided with the machine. Please select an appropriate plug for the mains outlet to
be used and connect the yellow-green cable in the mains cable to the grounding terminal of the plug.
Plug and socket values should not be less than the maximum current and voltage.

Never perform a mains supply connection and start the machine until there is a good protective

ground connection approved by a qualified electrician. Electric leakages constitute death risk for

human health.

Note: All the connections of welding machine should be done before machine is energised.

Shielding Gas Connection:

To connect shielding gas below operations should be done:

Secure the gas cylinder and protect against risks such as rollover.

Remove the safety valve cover of gas cylinder and leave the cylinder valve open for a while to clean it
from foreign materials.

Install the gas regulator on gas cylinder.
Connectthe gas hose to the gas regulator.

Connect the other end of gas hose to “Shielding Gas Inlet Socket” located in the rear of welding
machine.

If necessary, connect the plug of heater to “Shielding Gas Heater Socket” (24V) located in the rear of
welding machine.

When itis notused, close the valve of gas cylinder.

Welding Torch Connection:

Connect the welding torch to “Welding Torch Connector” (EURO Socket) located in front of the wire
feeder.

Connection Between Power Source and Wire Feeder:

The connection between the power source and wire feeder is performed with “Control Cable”.
Transmission of voltage and control signals from power source to wire feeder is provided with the
connection of “Control Cable Connection Sockets” located in the rear of these two units, to each other
via “Control Cable”.



Installation and Operation Instructions - 2

Work Piece Connection:

“ o

e Connect the work cable to the socket on the front panel of power source, and twist the quick
connector (male) clockwise to ensure the tight connection. The other end of the work cable clamps to
the workpiece.

Installation of The Welding Wire Spool into the Protective Cartridge:

* Openthe cover of “Welding Wire Spool Protection Cabinet” located in the rear of wire feeder.

* Insert the welding wire spool to “Welding Wire Spool Connecting Rod” as the end of the wire will be on
the lower part of the spool.

* |If necessary, set the braking (tightening) torque of “Welding Wire Spool Connecting Rod”. When the
spool stops, it shouldn’t freely turn around the connection axis.

* Cutthetwisted end of the wire by taking out from open part of protector and file the sharp corners.

Installing Welding Wire to Wire Feeder:

* Opentheside cover of wire feeder.

* Releasethe “Drive Roller Pressure Force Setting Spindle” by loosening.

* Runthe welding wire through the “Wire Inlet Guide” of wire feeder.

¢ Installthe welding wire to “Wire Outlet Guide” by running through drive rollers.

* After setting the pressure force by fixing again the “Drive Roller Pressure Force Setting Spindle”, start
the machine with “On/Off Switch” located in the rear panel of the power source.

* Press the “Wire Feeding Control Without Welding” button located in the front panel of wire feeder.
During this action, always make sure that the contact tip of welding torch is not in place.

* Release “Wire Feeding Control Without Welding” button after the welding wire is seen and install the
contacttip and gas nozzle to the welding torch and tighten properly.
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Installation and Operation Instructions - 3

Adjusting Pressure Force of Wire Drive Rollers:

* Properly set the pressure force of wire drive rollers. If the pressure force is too low, wire slips on drive
rollers; if the pressure force is too high, drive rollers crushes the wire or wire jams in. Pressure force
increases when drive roller pressure force setting spindle turned clockwise, when turned counter
clockwise pressure force decreases.

Setting Braking Torque of Welding Wire Spool Connecting Shaft:

* To prevent welding wire to discharge from the spool, fastener that holds the spool is equipped with a
braking system.

* Braking setting is performed with a spring located in the fastener.
* When springs tightened to the left, braking torque increases, when tightened to the right, braking
torque decreases.

Type and Selection of Wire Drive Rollers:

* Wire drive system is equipped with “V” type drive rollers set for @ 0.8, 1.0 and 1.2 mm solid wires and
“V-knurled” type drive rollers set for @ 1.2 mm flux-cored wires.

* Make sure that the diameter of installed drive rollers is suitable for the diameter of welding wire being
used.

e Thereis amark on the side surface of drive rollers indicating the profile of drive roller groove suitable for
the wire diameter to be used. This mark is not seen after the installation.

* Forsteel and stainless steel welding wires “V” type drive rollers should be used.
e Foraluminium welding wires “U” type drive rollers should be used.

* Forflux-cored welding wires “V-knurled” type drive rollers should be used.

Replacement of Wire Drive Rollers:

After matching the wire drive reels suitable for the wire diameter and wire type used, fit the reels to their
place in the wire feeder system.

* Releasethe pressure force setting of drive rollers.
* Removethe drive rollers desired to be changed.
* Installthe new drive rollers making sure that they fit into their place.

* Fixthe pressure force setting again.

Wire Feeder Functions - 1

Wire drive system has the following functions:

Welding Torch Operation Modes:

» 2 Trigger Mode (Manual operation): Welding procedure is started by pressing and holding down the
trigger onthe welding torch. When trigger released welding stops.

* 4 Trigger Mode (Automatic operation): Welding procedure is started by pressing once the trigger on
the welding torch. When pressed second time, welding stops.

Wire Feeding Speed Setting:

 ltis possible to setthe wire feeder speed between 1,27 - 18 m/min.



Wire Feeder Functions - 2

Test Functions:

* Wire Feed Without Welding: With this button, only wire feeder unit is started without starting power unit
and gas solenoid. This feature is used while driving the welding wire to welding torch.

* Gas Flow Without Welding: With this button, only the gas solenoid may be turned on and off without
starting the power unit. This feature is used for controlling the gas flow speed and gas connections.

Soft Start (Approach Speed Setting of Welding Wire End to Workpiece Before Welding):

* In order to get high welding quality, the wire feeder feeds the welding wire at a low speed in the time
before it contacts the workpiece. Wire feeding time at low speed is automatically adjusted by the
machine. After the arc ignition, the wire feeding speed reaches the normal level.

Burnback Control (0 - 25 unit):

* This feature enables proper length for the welding wire exits from the contact nozzle at the time of
welding procedure ends and not sticking to contact nozzle or workpiece after welding.

Pre-Flow Time (0 - 25 sec):

* By adjusting the pre-gas time, the welding area is protected by the shielding gas before starting the
welding process. This time can be adjusted from the wire feeder unit.

Post-Flow Time (0 - 25 sec):

» By setting the post-flow time to a certain second, it can be ensured that the welding area is protected
after welding. This time can be adjusted from the wire feeder unit.

Hot start (0 — 10 unit):

* A perfect and stable arc is quickly formed with temporary increase in welding current (only in MMA
mode).

Arc Force (0—10 unit):

* Arc interruptions between the electrode and the weld pool are prevented with temporary increase in
welding current (only in MMA mode).

Inductance (- 50— +50 unit):

» Controls arc characteristics during arc welding process.

Upslope time (Start Current) (0-10 sec):

* Controls the current and voltage for the time set at the start of the welding operation.

Downslope time (End Current) (0-10 sec):

* When the trigger is released, controls the current and voltage for the time set at the end of the welding
operation.

Gas Selection:

 Selection between CO2 and mixed shielding gases (only in synergic mode).
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Wire Diameter Selection:

* Wire diameter selection compatible with the wire placed in the wire feeder (only in synergic mode).
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Wire Feeder Functions - 3

Wire Feeder Parameter Setting Fonctions (Page 87):

1 - Inductance adjustment led 17(1.
2- Arc Force adjustmend led Il
3- HotStartled |
4 - Wire feed speed adjustment led O|O
5- Currentdisplay
6- Currentadjustment button
7 - Gas flow without welding
8- Wire feed without welding
9- Welding mode selection button
10- 2/4 trigger selection button
11 - Wire diameter selection button
12 - Gas selection button
13- Memory save button
14 - Memory selection button
15 - Voltage adjustment button
16 - Voltage display
17 - Ending current (ramp) time led ~_
18- Burn back selection led E’_
19- Post-flowtimeled )é,?tz
20- Pre-flowtimeled “/(?
21 - Starting currend (ramp) time led -_I_/_
22- Errorled |-|
23 - Power led @
24 - Thermal protection led I

25 - Pulsed GMA welding materials selection



Wire Feeder Functions - 4

WIRE FEEDER
FRONT PANEL
KEY FUNCTIONS
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Wire Feeder Functions - 5

When the machine is powered up; the machine starts from the mode in which it was last turned off. First, the
desired mode is selected from Electrode, Manual MIG and Synergic MIG modes with the number 9 button.

A-

Stick Electrode Welding (MMAW Mode): ?:I

1- By selecting the leds number [2] and [3], the settings related to “Arc Force” and “Hot Start” are made.

2- From the current display numbered [5], the current setting is made with the button number [6].
The output voltage is seen on the voltage screen, but adjustments cannot be made.

3- With[13] and [14] “Memory Save” and “Memory Switch” buttons, related features can be used.

MIG / MAG Welding (GMAW Mode): 5

1- The wire feeding speed is adjusted with the button numbered [6], the voltage is adjusted with the
button numbered [15]. These two buttons are independent settings in manual mode. The value
ofthe welding current s directly dependent on the wire feed speed value.

2- Related parameter settings are made with [1], [4], [17], [18], [19], [20], [21] numbered
“Inductance”, “Wire Feeding Speed”, “End Current”, “Burn Back”, “t2 Post-Flow”, “t1 Pre-Flow”
and “Starting Current” leds.

3- [7], [8], [10], [11], [12], [13], [14] numbered “Manual Gas Feed”, “Manual Wire Feed”, “Gas
Selection", “Wire Diameter Selection”, “2/4 Trigger Selection”,“Memory Save” and “Memory
Selection” buttons become active and related features can be used.

Synergic MIG / MAG Welding (Syn-GMAW Mode): é
SYN

1- Whenthe wire feed speed is adjusted with the button [6], the voltage is automatically adjusted.

2- Related parameter settings are made with [1], [4], [17], [18], [19], [20], [21] numbered
“Inductance”, “Wire Feeding Speed”, “End Current”, “Burn Back”, “t2 Post-Flow”, “t1 Pre-Flow”
and “Starting Current” leds.

3- [71, [8], [10], [11], [12], [13], [14] numbered “Manual Gas Feed”, “Manual Wire Feed”, “Gas
Selection”, “Wire Diameter Selection”, “2/4 Trigger Selection”, “Memory Save” and “Memory
Selection” buttons become active and related features can be used.

Pulsed MIG/MAG (Gas Welding) (Pulse GMAW Mode):
PULSE

1- Synergic GMAW Pulse Mode is selected via the [9] button.

2- Pulse source [25] activated after selecting Synergic GMAW Pulse Mode Material selection from
the material selection button (Steel, Stainless Steel, AlSi, AIMg) makes.

3- Theleds onthe gas selection button [12] will automatically light up for the selected material.
4 - The diameter of the wire to be used is selected from the [11] button.

5- When wire feed speed is adjusted from [5] with button [6], the voltage is automatically is set as .
After the wire feed speed is set, it will automatically appear on the [16] screen. When the set
reference voltage is increased with button [15], led numbered [21], LED numbered [17] turns on
when it is lowered. Automatically when leds [17] and [21] are not active. indicates that the set
reference value is used.

6- Trigger “2T/4T” mode is selected from the button numbered [10].

7- [1] Inductance, [4] Wire Feed Speed, [17] End Current, [18] Burnback, [19] Post Gas, [20] Pre-
Gas, [21] Settings related to Start Current LEDs are made.

8- [7] Weldless Gas Flow, [8] Weldless Wire Feeding, [13] Memory Store, [14] Memory Selection
features related to buttons can be used.



Wire Feeder Functions - 6

SuperMIG 355SP Memory Features:

There are 4 memories and 4 LEDs connected to these memory modes.

Memory Saving: After the parameter settings are made, the desired memory number is selected with the
[14] numbered “Memory Switching Button” and saved by pressing the “Memory Save Button” numbered
[13]. During the recording process, “Current Display Screen” numbered [2] and “Voltage Display
Screen” numbered [15] blinks briefly. If the save button is not pressed after the memory number is
selected, the relevant memory led turns off after a certain period of time and no recording is made. When
any parameter is changed on any selected memory, the values on the screen no longer belong to that
memory. Therefore, the led of the related memory goes off. If the welding machine is turned off with a
memory selected (the related memory led is on), it turns on from that memory mode. If no memory is
selected, itis turned on with the parameters on the screen while the machine is turned off.

Memory Recall: Jump between memories with [14] numbered “Memory Switch Button”. If itis desired to
recall the selected memory values with active led, the values are displayed by pressing the [14]
numbered “Memory Switch” button for 3-4 seconds.

Error Codes and Descriptions

Error codes are shown with the text "Err" on the left display and a number on the right display.
Error codes and descriptions are given below:

“Communication” error.
There is no communication between power unit and
wire feeder.

“Phase” error.

“Communication” error and
“Phase” error.
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Front and Rear Panel Fonctions - 1

Front Panel Fonctions (Page 91):

1 - Protective cover for front control panel

2- Currentdisplay

3- Current or wire feed speed adjustment button
4 - Torch connection socket (Euro connector)

5- Power unithandle

6- Chassis (—) connection socket

7 - Current (+ ) connection socket

8- Voltage adjustmend button

9- Voltage display

Rear Panel Fonctions (Page 92):

10- Gas connection socket (coupling)

11- Wire feeder control cable connection socket
12- Wire feeder (+) power connection socket
13- Power unit control cable connection socket
14 - Power unit (+) power connection socket
15- Power unitfuse (8A)

16- Shielding gas heater fuse (5A)

17 - Shielding gas heater connection socket
18- Mainsinletenergy cable

19- Power unit on/off switch

20- Wire spool cover
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Front and Rear Panel Fonctions - 2

SUPERMIG

3555P

FRONT PANELS
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Front and Rear Panel Fonctions - 3
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Maintenance and Troubleshooting - 1

performance and important for long economical life. Maintenance, repair and
service works should only performed by the qualified personnel who had the
required training!

g Proper usage and performing periodical maintenance fully will enable high

Mains current of the welding machine should be disconnected and power cable
should be unplugged while performing maintenance and service.

DAILY MAINTENANCE
Follow general personal safety and fire safety rules related to the welding procedures.

Clean metal splashings from gas nozzle. These may cause weakness in shielding gas flow that
covers molten welding metal.

Clean the gas nozzle at the end of welding torch against splashing with GMAW spray. For this
procedure you can use our “Focusweld” welding spray. Never attempt to clean accumulated burrs
by hitting the end oftorch to a hard surface.

If you notice any wear and crush on welding wire, check if the press force of wire drive reels is
suitable for the wire diameter and if you notice over pressure, decrease the press force setting as
appropriate.

If wire drive reels are worn or damaged, you cannot achieve a smooth wire feed. Frequently check
thereels andifthere is any wear replace with the new ones.

Before installing a new welding wire reel, remove the gas nozzle and contact nozzle and clean the
spiral with compressed air. This procedure will prevent the sticking of the wire.

Check the welding torch and clean if necessary.

Make sure that the welding current adjusting knob located in front panel of the wire feeder and
On/Off switch located in the rear panel of the power source are in place and properly operating. If
current adjusting knob is not installed properly and if On/Off switch is not exactly in place and is not
operating smoothly, contact with the service.

Check if there is vibration, whistle or abnormal smell after starting the machine. If there is any
problem try to find the source of the problem, if there is a problem due to environment eliminate this
factor, if the problem source is the machine do not interfere and contact with the service after
disconnecting fromthe mains.

Make sure that the welding current is compatible with set current value. If there is any difference,
perform the necessary adjustment since it will affect the welding operation.

Make sure that the cooling fan is not damaged and turns normally. If the fan doesn’t operate even
after the overheating of the machine, check if the propeller of the fan is blocked. If the fan is
damaged, contact with authorized service.

Check if the welding connections are loose or overheated. If there is overheating or loosening,
tighten the connections or contact with authorized service.

Check if the current cable is damaged. If it is damaged, insulate the damaged part by wrapping
with a suitable material or change the cable with the new one.




Maintenance and Troubleshooting - 2

MONTHLY MAINTENANCE

Dust and dirt may enter the machine. This situation should be minimized as much as possible. By
using dry air compressor clean the internal part of the machine to remove accumulated dusts. To
protect small parts, be careful about the air pressure used in cleaning. Do not work in dusty and
smokey environments and in environments with water, paint and oil particles and grinding dust,
flammable and corrosive gas. According to the working environment and conditions, it is
necessary to check whether there is oil and other liquid accumulation in the machine in monthly
periodic periods and if necessary, they should be cleaned.

Check the conditions of all electric connections and tighten loosed connections when necessary.
Check the screws on the machine and if they are loosen, tighten. If there is missing screw, always
installa new one. Replace rusted screws with the new ones.

QUARTERLY MAINTENANCE

Check that the actual current value delivered by the machine is the same as the current value
adjusted by the potentiometer. The actual current value is measured with a clamp meter.

YEARLY MAINTENANCE

Contact to authorized service for yearly maintenance. Grounding continuity and insulations test
must be applied during yearly maintenance. Check if this tests has been done from the yearly
maintenance report.

The welding machine is checked against any defects before leaving the factory. Therefore, do not allow
unauthorized persons to tamper with the machine.

The repair works must be carried out only by the “Authorized Technical Services” allowed by Kaynak
Teknigi Sanayiand TicaretA.S.

Watch out for the air pressure while cleaning in order to protect the smaller components. Never direct
water into the machine for cleaning.

The welding machine should not be cleaned with volatile and synthetic cleaners. Use a moist and
soapy piece of cloth for cleaning the exterior.

The maintenance works must be carried out with care. Kinking or wrong connection of a cable may be
very dangerous for the user.

Ingress of water or steam should not be allowed in to the welding machine. If the machine might be
affected by humidity, the interior must be dried and the insulation re-checked.

The welding machine should be protected against tossing around while lifting and protected against
impacts.

Ifthe welding machine is to be stored for along time, place it in the original box and store in a dry place.
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Maintenance and Troubleshooting - 3

PROBLEM

POSSIBLE REASONS

SOLUTIONS

Fan is not turning.

Fan is broken.

Contact technical service.

Loose connection.

Contact technical service.

Other reasons.

Contact technical service.

Protection LED is “On”.

Machine is overheated

Wait till the temperature is
coming down and light is
“Oﬁ”_

Thermal relay is broken.

Contact technical service.

Other reasons.

Contact technical service.

Current and voltage values
are not displayed.

Current and voltage display
board is broken.

Contact technical service.

Loose connection.

Contact technical service.

Main control board is broken.

Contact technical service.

Other reasons.

Contact technical service.

The torch does not work
when the the torch switch is
pressed.

Torch switch is broken.

Change the torch switch.

Loose connection.

Contact the cable.

Main control board or current

and voltage display is broken.

Contact technical service.

No gas flow.

Gas hose is stuck.

Contact technical service.

Gas valve is broken.

Contact technical service.

Main control board or current

and voltage display is broken.

Contact technical service.

Function is OK, but no wire
feeding.

Cable connection is not
good.

Connect the cable.

Motor is broken.

Contact technical service.

Motor control card in wire
feeder unit is broken.

Contact technical service.

Current adjustment button do
not work.

Connection is not good or
broken.

Contact technical service.

Current adjustment button is
broken.

Contact technical service.

Display is broken.

Contact technical service.

No OCV (Open Circuit
Voltage).

Machine is in thermal
protection.

Contact technical service.

No energy.

Contact technical service.




Maintenance and Troubleshooting - 4

PROBLEM POSSIBLE REASONS SOLUTIONS

Phase loss in the input power. Check and get the normal

input power.
Fan is not turning or Main control board is broken. Contact technical service.
turning slowly.
Fan is broken. Contact technical service.

Connection cable is broken or

Contact technical service.
loose.

Unsuitable torch is used. Use a higher power torch.
Machine or cable is

overheating.

Replace with suitable

Welding cables are too thin.
cables.

“+” and/or “~” socket is
overheating.

Sockets are loose. Tighten the sockets.
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Failures in Welding Beads - 1

POROSITY
Possible Reasons Solutions
1 - Insufficient gas shielding. 1 - To remove all air within the welding area,

increase the gas flow rate. To prevent the
turbulence and the entry of air into welding

3 - Welding wire surface is dirty. seam, do not set the flow rate to an extremely
high value. Clean welding spatters from the
nozzle. Prevent leakages in the gas hose. Stop
5 - Voltage is too high. air flows that directly reach to arc (running fans,
open doors, etc). When welding with C02 gas
shielding, to prevent possible regulator
cloggings due to freezing use heater or connect
several gas cylinders to each other. Decrease
the advancing speed. Decrease the distance
between nozzle and workpiece. Until molten
metal become solid, keep the torch at the end of
the weld bead.

2 - Used gas is dirty or gas flow rate is not suitable.

4 - Work piece is dirty.

6 - Distance between gas nozzle and workpiece is
too long.

2 - Use a high-quality shielding gases for welding.
Adjust the gas flow rate.

3 - Only use clean and dry welding wire.

4 - Remove all oil, grease, rust, paint and dirt from
workpiece surface. Use a welding wire that
contains more oxide dispersing agent.

5 - Decrease the voltage.

6 - Shorten the stick-out length.

LACK OF FUSION

Possible Reasons Solutions

1 - There is coating or excessive oxide layer on the 1- Clean the scale and oxide residues from the area
surface in welding area. to be welded.

2 - Heat input is insufficient. 2- Increase wire feed speed and arc voltage.

3 - Welding puddle is bigger than required. Decrease the stick-out length.

3- To control welding puddle more easily do not
perform over oscillation during welding. Increase
the travel speed.

4 - Welding technique is wrong or torch movement
is not stabile.

5 - Weld bead finishing method is wrong. 4- In case of oscillating welding, wait a moment at

6 - Travel speed is too high. the edges of the weld bead. Increase the

accessibility to the root of the weld groove. Guide

the welding wire in front of the weld puddle.

Adjust torch angle at the fillet weld.

5- To improve the accessibility to the root of the
weld groove, adjust the groove angle properly. To
weld the corners of the weld groove properly,
adjust the stick-out length or prepare (J) or (U)
weld gooves.
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6- Decrease wire feed speed.
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Failures in Welding Beads - 2

INSUFFICIENT PENETRATION

Possible Reasons

Solutions

1 - Weld joint preparation is wrong.
2 - Applied welding technique is wrong.

3 - Heat input is insufficient.

1 - To access to the soul of seam, with the condition
to provide correct stick-out length and arc
characteristics, revise connection shape and
connection preparation. Avoid that the height in
the root is extremely high. In butt joint welding,
increase root opening or deepen the groove
opened reversely.

2 - To achieve maximum penetration, hold the
welding wire perpendicular to workpiece. Route
the arc to the front of weld puddle.

3 - Current may be too low according to voltage.
Increase the wire feeding speed, so the current.
Do not change the stick-out length.

ROOT SAGGING

Possible Reasons

Solutions

1 - Welding speed is too low.

2 - Current is too high comparing to the voltage.

1 - Increase the travel speed. Adjust the torch angle.

2 - Increase the arc voltage.

SPATTER

Possible Reasons

Solutions

1 - Welding wire contacts the workpiece, causing a
short circuit.

2 - CO2 is used as shielding gas.

3 - The welding process is performed by globular
metal transfer using argon shielding gas.

1 -Increase the arc voltage. If you are operating
with short circuit conduction, limit the current
increase by increasing the inductance in welding
machine.

2 - Decrease the arc voltage or bury the arc by
increasing the wire feed speed.

3 - By increasing the current, use spray metal
transfer mode.

UNDERCUT

Possible Reasons

Solutions

1 - Travel speed is too high.

2 - Welding voltage is too high.
3 - Welding current is too high.
4 - Waiting time is insufficient.

5 - Torch angle is wrong.

1 - Decrease the travel speed.

2 - Decrease the voltage.

3 - Decrease wire feed speed.

4 - Wait more in the edges of molten weld puddle.

5 - By adjusting the torch angle, enable arc to route
the molten metal.
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Efficient Use of Machine In Terms of Energy Consumption

* Welding machine is designed and manufactured as to get low energy from mains while in the “On”
position.

* To prevent excessive energy consumption while welding, current values suitable for the diameter of the
welding wire should be used and working with higher current values should be avoided.

* When not used welding machine should be shut down.

De-commissioning the Welding Machine

When the service life of the machine expires and does not execute its functions anymore,
do not dispose of as household waste and throw in the thrash. Welding machine should be
disposed of as perlocal regulations.

98

Unpacking

ASKAYNAK SuperMIG 355SP gas metal arc welding machine sold in its original cartoon box and on a
pallet. Do not purchase the machines without packaging. To unpack the machine, cut the strap
connected to the pallet and lift up the box. Do not dispose of the box and keep it for future transporting
and storing.

Transportation and Storage Conditions

* Welding machine should be stored at confined rooms having temperature between —20°C and +55°C
and at most 90% relative humidty rate at 20°C. Room should be free from flammable, conductive dust or
other similar items.

* Preferably welding machine should be stored in its package. Transportation inside the facility should be
done by using its own frame or as an option a crane or overhead travelling crane should be used. In far
distance transportations, welding machine should be packaged to be protected against mechanical
damages.

* If the welding machine will be kept or not to be used for a long time before operating the machine, it
should be cleaned and placed into its box and should be stored in environment without damp and dust.



Environmental Conditions

Warning!
Before starting the machine following procedures should be performed.

* Provide the necessary environment conditions for the welding machine. For example there shouldn’t
be any flammable gases and vapors, conducting dusts, burner/flammable fumes and other factors that
may be hazardous for insulation and mechanical structure of the machine.

* Welder has been designed to be used indoors and is not suitable for using under sunlight, rain and
snow.

* Welding machine should be located to a place where can be seen at all times.

* In case of overheating, fume or flame, smell of insulation burn, extreme shocks or extreme noise,
machine should be turned of, mains supply should be disconnected and qualified electric technician or
“Qualified Technical Service” should be contacted immediately.

* Extremely damp environment may cause damage to the insulation of the machine and electric shock
danger.

* While operating some internal parts of the machine may get heated and temperature may increase up
to 100°C. This is normal and machine is protected against overheating with “Thermal Protection
Circuit”.

* Do not allow extremely high temperatures in cable connection points. If connections overheated, this is
the sign that they are not available to continue working.

* Parts composing the connection should be checked and damaged ones should be replaced
immediately.

Accessories Supplied with SuperMIG 505SP

* Ground/Work cable and clamp - 350A (4 m)

e Wire spool adapter

* “Weldline” anti-spatter spray

* Wire drive rolls: » 0.8 - 1.0 mm (V-grooved drive rolls for solid wires)
* 1.2 (V-grooved drive rolls for solid wires)

* Glass cartridge fuse (3A)

* Gas hose clamp

* Gas cylinder fixing chain

Optional Accessories

* MIG/MAG Welding torch, 350A, water cooled, 4 m * Ground/Work cable
+ Control cable (Communication cable), 5/10/15 m (power supply - wire feeder)

* Focusweld CO2 shielding gas heater, 24V * Protective cable sheath, 5/10/15 m
e (Gas connection hose
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Electrical Circuit Diagram - 1
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Electrical Circuit Diagram - 2
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Electrical Circuit Diagram - 3
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Electrical Circuit Diagram - 4
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Spare Parts - 1

SUPERMIG 355SP

AVANVIN

d43sn

Power Source
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Spare Parts - 2

SUPERMIG 355SP Power Source

No. Part Number Description Quantity
1 82UP2001610 Control PCB (SM505) 1
2 82UP2001609 EMC PCB (SM505) 1
3 82UP2024306 Toroid Ferrite / CF199T6325C 2
4 82UP2004099 Aux Transformer (SM505) 1
5 82UP2022201 Bridge Diode / DF75LA160 1
6 82UP2009010 On-Off Pako Switch / 63A 1
7 82UP2021329 Capacitor / 100UF 800V 1
8 82UP2004303 Current Sensor / L37S600D15M 1
9 82UP2009201 Glass Fuse Holder / 6x30 mm 2

10 82UP2008030 9 Pin Panel Type Male Socket 1

11 82UP220757756 3 Pin Panel Type Female Socket / XS16 1

12 82UP220757757 2 Pin Panel Type Female Socket / SX16K2A 1

13 82UP2008004 Panel Type Female Welding Socket / 35-70 3

14 82UP2005412 Aluminium Heatsink Bd (SM505) 1

15 82UP2009004 Plastic Fitting / PG21 1

16 82UP2005170F Side Metal Cover (SM505) 2

17 82UP2005171F Intermediate Metal Part (SM505) 1

18 82UP2005172F Top Metal Cover (SM505) 1

19 82UP2005173F Bottom Metal Part (SM505) 1

20 82UP2005174F Bottom Extra Metal Part (SM505) 1

21 82UP2005175F No-3 Metal L-Part (SM505) 2

22 82UP28123633 Plastic Corner Wedge (SM505) 8

23 822UP001071 Complete Power Module (SM505) 3

24 82UP2013207 Kd(+), Kd(-) Copper Bar (SM505) 1

25 82UP2013205 Welding(+) Copper Bar (SM505) 1

26 82UP2013206 Welding(-) Copper Bar (SM505) 1

27 82UP2Y008032 3 Pin Male-Female Socket Set (SC5) 1

28 82UP2003122 Plastic handles 3

29 82UP2003121 Swivel Part-1 (for rotation of the wire feeder) 1

105

=
)
nZ
o dg
=




2
i 2
(7p)

o T ¢
=

Spare Parts - 3

Power Module
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SUPERMIG 355SP
Power Module




Spare Parts - 4

SUPERMIG 355SP Power Source (POWER MODULE)

No. Part Number Description Quantity
1 82UP2001608 Module Power PCB (SM505) 1
2 82UP2001607 Module Output PCB (SM505) 1
3 82UP2022122 IGBT / STGWA40H120F2 1200V 40A TO247-3 4
4 82UP2003067 Ceramic Insulator / TO247/TO3P 1
5 82UP2022112 Diode / ST STTH3012W 30A 1200V 2
6 82UP2022111 Diode / SCHOTTKY STPS60SM200C 60A 200V 6
7 82UP2004112 Module Main Transformer (SM505) 1
8 82UP2024305 Module Output Coil (SM505) 1
9 82U7720010 Fan / PELKO DC24V / R1225Y24BPLP1S-7 1

10 82UP2024104 Thermic / KEMET/TOKIN OHD3-75B (SM505) 1

11 82UP28123636 Module Plastic Frame Model 1 (SM505) 1

12 82UP28123635 Module Plastic Frame Model 2 (SM505) 1

13 82UP28123634 Module Plastic Frame Model 3 (SM505) 4

14 82UP2005399 Aluminium Heatsink L130 A (SM505) 1

15 82UP2005398 Aluminium Heatsink L130 B (SM505) 1

16 82UP2005397 Aluminium Heatsink L130 C (SM505) 1

17 82UP2005396 Aluminium Heatsink L130 D (SM505) 1
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Spare Parts - 5

9" _ \
NP = :
3* - \:i \

(Parga-2) . ~ 30

*) Caution!
Part No-3 consists of two lower parts mounted together.

Lower Part-1: Wire Feeder Motor + Drive Mechanism
Lower Part-2: Wire Feeder Euro-Connector
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Wire Feeder




Spare Parts - 6

SUPERFEED SF3P Wire Feeder

No. Part Number Description Quantity
1 82UP2001604 Display PCB (SF5) 1
2 82UP2001603 Motor Drive PCB (SF5) 1
3 82UP220740664 Lower Part-1: Motor + Drive Mechanism (SF5) 1

Lower Part-2: Euro-Connector (SF5)
4 82UP2008302 Drive Roller / 1.2-1.6mm Flux Cored Wire (SF5) 2
5 82UP2008304 Drive Roller / 0.8-1.0mm Solid Wire (SF5) 2
6 82UP2008004 Panel Type Female Welding Socket / 35-70 1
7 82UP2008030 Panel Type Male Socket / 9 Pin 1
8 82UP088 Water Jac - Blue / 8 mm 2
9 82UP087 Water Jac - Red / 8 mm 2

10 82UP220755005 Solenoid Gas Valve / CEME 5511 / 12V DC 1
11 82UP2003465 Hose Connector / 1/8 - 6 mm 1
12 82UP2003554 Wheel / 80x25mm / 80x25 MLB 2
13 82UP2003553 Wheel / 50x20mm / 1702 MMB 50 2
14 82UP27458010 Bakelite Current Adjustment Button 2
15 82UP220505301 Plastic Spool Cover / MF3 / TL3-5 1
16 82UP2204031 Wire Spool Adapter 1
17 82UP220505121 Spool Spindle / with Black Screw 1
18 82UP2003113 Plastic Plug / 25mm 1
19 82UP2003112 Wire Feeding Motor Bottom Plastic Support (SF5) 1
20 82UP2009009 Hinge / 4756 (SF5) 4
21 82N01401016 Movable Door Clip 1
22 82UP2003106 Gas Insulation Flange (SF5) 1
23 82UP2005176F Bottom Metal Part (SF5) 1
24 82UP2005177F Spool Bearing Plate (SF5) 1
25 82UP2005178F Metal Separator (SF5) 1
26 82UP2005179F Top Metal Cover (SF5) 1
27 82UP2005180F Side Metal Cover (SF5) 1
28 82UP2005181F Rear Metal Cover (SF5) 1
29 82UP2005182F Front Metal Cover (SF5) 1
30 82UP2005137F Protective cover for front panel 1
31 82UP2003120 Swivel Part-2 (for rotation of the wire feeder) 1
32 — Washer 2
33 — Ring (Segment) 2
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Spare Parts - 7
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SUPERMIG 355SP / SUPERFEED SF3P
Cart
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Spare Parts - 8

Cart

No. Part Number Description Quantity
1 82UP2005194F Tube Guard Metal Part (CART5) 1

2 82UP2005195F Main Metal Part (CART5) 1

3 82UP2005191F No-1 Metal L-Part (SC5)(CART5) 2

4 82UP2003555 Wheel / 100x35mm / 3802 MLB 100 F18 2

5 82UP2003556 Wheel / 250x50mm / 250x50 MLP 2

6 — Washer 2

7 — Ring (Segment) 2

111

=
)
nZ
o dg
=




::'
>
nZ
g
=

Spare Parts - 9
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SUPERFEED SF3P

82UP2003072-3
Wire Feeder Display Membrane



Spare Parts - 10

SUPERMIG

3555P

www.lincolnelectric.com.tr

82UP2003072-1
Power Source Front Panel Label
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Spare Parts - 11

Imalate / Manufacturer

Kaynak Teknigi Sanayii ve Ticaret A.S.
TOSB, 2. Cadde, No: 5, Sekerpinar

41420 Gayirova, Kocaeli - TURKIYE

Trademark Seri No. / Serial Number
ASKAYNAK

Model
SUPERMIG 355SP

:D I1max: 22.4A (GMA) | [1eff max: 15.8A (GMA)

dilny Imax: 24.1A (MMA) | Ieff max: 17.1A (MMA)

50/60Hz 8A (CONTROL)

Pimax: 14.3 KW (GMA)

PF: 0.94 @ 350A
e P1max: 15.7 kW (MMA)

URETIM TARiHi SERi NUMARAS| ETIKETINDE BELIRTILMISTIR
PRODUCTION DATE IS EMBEDDED WITHIN THE SERIAL NUMBER

82UP2003072-2
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82UP2003072-2
Power Source Rear Panel Label
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Spare Parts - 12

S
S
I
S|
8

82UP2003072-5
Wire Feeder
Rear Panel

%82 Ar + %18 C02 %100 CO2

Malzeme Tel Gaz Tel Kaynak Tel Kaynak
K(3I|1|1|r1||1|)9| (?:llr’:j Az‘llédf:(l)ﬂ (rﬂ/l(zilkj Ge(f"";ml Endiiktans ("!:/lslk) GB('"[';'"' Endiiktans
1 0.8 10 25 14.9 0 — — —
0.8 10 5.0 16.9 0 4.6 19.2 0
2 1.0 12 36 16.7 0 23 18.2 -50
12 14 25 16.0 0 — — —
0.8 10 8.0 20.0 0 75 21.0 0
4 1.0 12 55 18.4 0 4.0 19.8 0
12 14 43 19.5 0 45 22.6 0
0.8 10 1.8 19.8 0 10.0 231 50
6 1.0 12 7.0 19.5 0 6.5 22.8 0
1.2 14 5.5 19:5 0 5.0 23.7 0
1.0 12 85 20.7 0 75 23.8 0
8 12 14 6.5 21.2 0 7.0 25.6 -50
10 12 14 75 235 0 — — —
Tablodaki degerler yatay pozi irilen sinerjik kaynak 1icin verilmistir.

Haberlesme Hatasi
m B Giig dnitesi ile tel stirme dinitesi
arasinda haberlegme yok.
HATA KODLARI Bl oo oeovoes
Haberle?me Hatasi ve
Faz Bagl Degil Hatasi

82UP2003072-12

82UP2003072-12
Wire Feeder
Welding Parameters Adjustement Label

imalatg1 / Manufacturer

, Kocaeli - TURKIVE
Trademark
ASKAYNAK

Model
SUPERFEED SF3P

Tel Gapi (Wire Size)
08-1.0-1.2mm

Tel Siirme Hizi (Wire Feed Speed)
1.27 - 18 m/dak (m/min)

DC 42V - 147W

Made in TURKIYE

URETIM TARIHi SERI NUMARASI ETIKETINDE BELIRTILMISTIR.
PRODUCTION DATE IS EMBEDDED WITHIN THE SERIAL NUMBER

82UP2003072-6
Wire Feeder
Nameplate Label
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Spare Parts - 13

db

~—@
. W Bu donanimi ¢alistirmadan ve
i isletmeye almadan 6nce
kullanma kilavuzunda belirtilen
talimatlari iyice okuyun.
Makineyi “Elektromanyetik
Uyumluluk Yénetmeligi'nde

belirtilen sartlar saglayacak
sekilde ilmek ve kullanim
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sinirlamalan hakkinda detayl
bilgi alabilmek icin mutlaka
kullanma kilavuzuna bakin.
Elektrik soku 6lime neden
olabilir. Makinenin kapag!

;“
E sadece konusunda uzman ve

€

yetkili kisiler tarafindan
aciimalidir.

82U P2003046 Do not attempt to use this
‘equipment until you have

3 YEARS Warranty Label gy eadal

operating and maintenance

information supplied with your
equipment. They include
important safety precautions
and detailed operating and
maintenance instructions.

Follow the safety informations
|| exactly to avoid serious
personal injury or loss of life.

82UP2003071-3

82UP2003071-3
Power Source
Wire Feeder

Warning Label

82UP2003049
Wire Feeder
Brand/Model Name Label

82UP2003045
Power Source
Brand/Model Name Label
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Warning Labels and Nameplates - 1

DiKKAT!

Bu donanimi calistirmadan ve
isletmeye almadan 6nce
kullanma kilavuzunda belirtilen
talimatlari iyice okuyun.
Makineyi “Elektromanyetik
Uyumluluk Yonetmeligi"nde
belirtilen sartlar saglayacak
sekilde kurabilmek ve kullanim
sinirlamalari hakkinda detayli
bilgi alabilmek icin mutlaka
kullanma kilavuzuna bakin.
Elektrik soku 6lime neden
olabilir. Makinenin kapagi
sadece konusunda uzman ve
vetkili kisiler tarafindan
aciimahdir.

Do not attempt to use this
equipment until you have
thoroughly read all installation,
operating and maintenance
information supplied with your
equipment. They include
important safety precautions
and detailed operating and
maintenance instructions.
Follow the safety informations

I exactly to avoid serious

personal injury or loss of life.

82UP2003071-3

Warning Label
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Warning Labels and Nameplates - 2

imalatgi / Manufacturer

Kaynak Teknigi Sanayii ve Ticaret A.S.
TOSB, 2. Cadde, No: 5, Sekerpinar

41420 Gayirova, Kocaeli - TURKIYE

Trademark Seri No. / Serial Number
ASKAYNAK

Model
SUPERMIG 355SP

EN IEC 60974-1
EN 60974-10

30/ 15.5V — 350 / 31.5V
30A/ 21.2V — 350A/ 34.0V

MODE wma | ama [ mma
350A 350A | 280a [ 2804 [210a [ 2104
3av | 28v [31.2v]24.5v]28.4v

[Tmax: 22.4A (GMA) | [1eff max: 15.8A (GMA)

1400V ma: 24.1A (ama) | et max: 17.14 (MMA)

50/60Hz

P1max: 14.3 KW (GMA)

PF: 0.94 @ 350A
& P1max: 15.7 KW (MMA)

Made in TURKIYE

URETIM TARIHI SERi NUMARASI ETIKETINDE BELIRTILMISTIR.
PRODUCTION DATE IS EMBEDDED WITHIN THE SERIAL NUMBER

SUPERMIG 355SP
Power Source
Nameplate
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Warning Labels and Nameplates - 3

Imalatgi / Manufacturer

Kaynak Teknigi Sanayii ve Ticaret A.S.
TOSB, 2. Cadde, No: 5, Sekerpinar

41420 Gayirova, Kocaeli - TURKIYE

Seri No. / Serial Number
Trademark
ASKAYNAK

Model
SUPERFEED SF3P EN IEC 60974-5

EN 60974-10

12 280A 210A

Tel Gapi (Wire Size)
0.8-1.0-1.2 mm

Tel Siirme Hizi (Wire Feed Speed)
1.27 - 18 m/dak (m/min)

rimax: 358 156 42y - 147w

URETIM TARiHi SERIi NUMARASI ETIKETINDE BELIRTILMISTIR.
PRODUCTION DATE IS EMBEDDED WITHIN THE SERIAL NUMBER

Made in TURKIYE

SUPERFEED SF3P
Wire Feeder
Nameplate
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IMALATCI / MANUFACTURER

Kaynak Teknigi Sanayi ve Ticaret A.S.

TOSB Otomotiv Tedarik Sanayi ihtisas Organize Sanayi Bolgesi

2. Cadde, No: 5, Sekerpinar 41420 Cayirova - KOCAELI - TURKIYE
Tel: (+90.262) 679 78 00 Fax: (+90.262) 679 77 00
info@lincolnelectric.com www.lincolnelectric.com.tr

Tirkiye’de Uretilmistir / Made in TURKIYE

ASKAYNAK SUPERMIG 355SP
Art.nr. 22/10/2023 - Torus




