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Kaynakta Guvenlik - 1

Bu makine ortiilli elektrodlarla ark kaynagi yapmak i¢in tasarlanmistir.
Baska bir amag i¢in kullanilamaz.

Bu makine mutlaka yetkili ve kaynak egitimi almig bir personel tarafindan kullaniimalidir. Tim
baglantilarin, operasyonlarin, bakim ve onarim prosedurlerinin yetkili kisilerce yapildigindan
emin olun. Makineyi galistirmadan 6nce bu kullanim kilavuzunu mutlaka okuyun. Kullanim
kilavuzundaki talimatlarin uygulanmamasi ciddi yaralanmalara, can kaybina ve makinenin
zarar gbérmesine neden olabilir. Lutfen altta belirtilen sembollerin kargisindaki 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 hasarlari 6énlemek igin kullanim kilavuzundaki talimatlara mutlaka
uyulmasi gerektigini gosterir. Kendinizi ve gevrenizdeki 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..

Kaynak islemi dikkatsiz, dalgin, yorgun ve uykusuz iken yapilmamalidir.
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Ark kaynagi, kaynakglyr potansiyel tehlikelerden koruyacak vyeterli 6nlemler
alindiginda glvenli bir uygulamadir. Bu 6nlemler gézden kagcirildiginda veya ihmal
edildiginde, ciddi hatta 6limle sonuglanabilecek elektrik gcarpmasi, asiri derecede
duman ve gazlarin etkisinde kalma, ark radyasyonu, yangin ve patlama gibi
tehlikeler ortaya cikabilir.

Not: Kaynakta glvenlik hakkinda detayl bilgi almak icin ANSI Z49.1 standardini
okuyun.

Koruyucu Donanimlar:

Kaynak operatérleri, kendilerini yanma riskinden koruyan giysiler giymelidir. Kaynak
yaniklari, ciplak cilde kaynak kivilcimlarinin sigramasindan kaynaklanabilen ve gok
sik karsilagilan bir risktir.

Kaynak sirasinda giyilen elbiseler uygulanan kaynak yéntemine gére degisebilir
ancak genel olarak giysinin hareket kolayligi saglamasi, kaynakg¢inin vicudunu
sigranti, kivilcim ve ark radyasyonundan koruyacak bicimde értmesi gerekmektedir.
Aleve dayaniklihgi nedeniyle yin giysiler tercih edilmelidir. Sentetik giysiler isiya
maruz kaldiginda eriyecedi icin kesinlikle giyilmemelidir.

Koruyucu giysiler gresten ve yagdan korunmalidir. Bu tir maddeler oksijenli bir
ortamda kontrolsiiz olarak alev alabilir ve yanabilir.

Gomlek kollari 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 igine girebilir.



Kaynakta Gtvenlik - 2

Tehlikeli durumlarda kullanilan diger koruyucu giysiler asagida belirtilmistir:

¢ Aleve dayanikli elbiseler,

¢ Tozluklar,

« Onliikler,

¢ Deri kolluklar ve omuz pelerinleri,

¢ Kaynak maskesinin altina giyilen sapka.

Elleri yaniklardan, kesik ve giziklerden 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 dayanikli malzemeden
Uretilen eldivenlerin saglam ve kuru olmasina dikkat edilmelidir.

Guirtiltu:

Kulagr kivileim ve erimis metallerden korumak ve ark kaynadi makinesinin
gurultisunden kaynaklanan duyma kaybini engellemek icin kulaklik takiimalidir.
Calisma ortamindaki gurdltu kulaklarn rahatsiz edici ve bas agrisina yol acan bir
seviyeye ulastiginda, isitsel bir problem yasanabilir. Bu durumda hemen kulakliginizi
takilmalidir.

isitme kayb, test yapilana kadar fark edilmeyebilir ve sonrasinda tedavi icin cok ge¢
kalinmis olabilir.

Calisma Ortaminin Gnemi ve Temizligi:

Calisma ortaminin diizen ve temizligi kaynak makinesine bakim yapmak kadar
6nemlidir. Hatta olusabilecek zararin derecesi ortamdaki insan sayisi kadar
katlanmaktadir. Makine ile ilgili uyarilar okunmus ve gerekli 6nlemler alinmig olsa
da gevrede bulunanlardan herhangi birisinin galisma ortaminda kabloya takilmasi,
kendisi, siz ve diger insanlar igin elektrik carpmasi, sicak metale temas edilmesi ya
da dusme riski ile karsilasiimasina neden olabilir.

Tum donanim, kablo, hortum ve gaz tiplerini; kapilar, koridorlar ve merdiven
cevreleri gibi hareket yogunlugu olan ortamlardan uzak tutulmaldir. Gevreyi dlzenli
tutmaya gayret edilmeli ve kaynak islemi bittiginde caligsma ortami temizlenmelidir.
Bu sayede is guvenliginin yaninda ¢alisma verimliligi de artacaktir. Ayrica kaynak
bélgesinin yakininda bulunan diger ¢alisanlar dalginlikla kaynak banyosunun igine
basabilir, bu ylzden kaynak sirasinda etrafa koruyucu paravan ¢ekilmelidir.

GAZ TUPU PATLAYABILIR: Sadece kaynak islemlerine uygun olarak Uretilmis
koruyucu gaz iceren basingli gaz tlpleri kullanin. Kullanilan gaza ve tip basincina
uygun regllatérlerin tipe dogru olarak monte edildiginden emin olun. Tupler dik
pozisyonda tutulmali ve glivenlik zinciri ile sabit bir yere baglanmalidir. Koruyucu
kapaklari kapatmadan tlplerin yerlerini kesinlikle degistirmeyin. Elektrodlarin,
elektrod penselerinin, sase penselerinin ve gerilim altindaki her tirlG parganin gaz
tapa ile temas etmemesine 6zen gd&sterin. Tupleri, 1s1 ve kivilcim Ureten ve riskli
alanlar olarak adlandirilan bélgelerin uzaginda stoklayin.

KAYNAKLI MALZEME YAKABILIR: Kaynak sirasinda ylksek miktarda isi aciga
cikabilir. Sicak ylizeyler ve malzemeler ciddi yaniklara neden olabilir. Bu tir
malzemelere dokunurken ve tasirken mutlaka eldiven kullaniimahdir.
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Kaynakta Giivenlik - 3

:ﬂ ° ELEKTRIK CARPMASI OLUME NEDEN OLABILIR: Elektrik carpma tehlikesi,
kaynak operatérinin sik karsilasabilecedi en ciddi risktir. Elektriksel olarak canli
parcalara temas etmek, yaralanmalara, 6lime veya elektrik ¢carpmasina ve ani
refleks sonucu dismeye neden olabilir. Makine calisirken elektroda, topraklama
baglantisina veya makineye bagli olan gerilim altindaki is par¢asina dokunmayin.
Kendinizi elektroda, topraklama baglantisina veya is parcasina karsi yalitin.
Makinenin figini prizden ¢ektikten hemen sonra fisin metal uglarina dokunmayin,
elektrik carpma tehlikesi olabilir.

Kaynak makinesiyle ilgili elektrik carpma riski iki kategoriye ayrilir:

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

Primer elektrik carpmasi kaynak geriliminden ¢ok daha ytiksek oldugu icin ¢ok
tehlikelidir. Makineye gelen gu¢ acikken, viicudunuz toprakla temas halindeyken
ya da makine icindeki canl bir noktaya dokunurken primer elektrik carpmasi ile
karsilasabilirsiniz. Unutmayin makine Uzerindeki ON-OFF anahtari kapatmak
tek basina yeterli bir ¢6zim olmayabilir. Tam glvenlik icin ON-OFF anahtarin
kapatilmasinin yaninda sigorta kapatildiktan sonra kablonun baglanti noktasindan
ayrilmasi gerekmektedir.

Makinenin yan kapaklarini asla sékmeyin ve hatali ¢calisma durumunda yetkili bir
teknisyene kontrol ve tamir ettirin.

Makineyi ve ig parcasini mutlaka topraklayin.

Yalitimsiz kablolari ve penseleri kullanmayin, yenileri ile degistirin. Sogutmak icin
elektrodu asla suya sokmayin.

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

Yerden ylksekte calisirken elektrik soku nedeniyle dismekten korunmak igin
mutlaka glvenlik kemeri takin.
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KILAVUZU

DUMAN VE GAZLAR TEHLIKELI OLABILIR: Kaynak islemi sagliga zararli duman
ve gaz cikisina neden olabilir. Kullanicilari bu tehlikeden korumak igin yeterli
havalandirma yapilmali veya duman ve gazlar soluma bélgesi disina atiimaldir.

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

Bazi elektrodlar, 6zel havalandirmayi zorunlu kilan alasimlar icerebilir. Ozel
vantilasyon gerektiren bu Urlnlerin etiketleri gézardi edilmemeli ve “Urtin Guvenlik
Bilgi Formu” raporlari dikkatle okunmalidir. Bu gibi malzemeler kaynak edilirken gaz
maskesi takmak gerekebilir.

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

Duman ve gazlar solunmamali, hava sirkiilasyonu veya mekanik havalandirma
ekipmanlari kullaniimali. ve eger yeterli havalandirma saglanamiyorsa gaz maskesi
takilmalidir
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KAYNAK ARKI YAKABILIR: Kaynak iglemi yapilirken veya izlenirken, gézleri
sigrantilardan ve kaynak arkinin yaydigi isinlardan korumak icin uygun maske,
filtre ve koruyucu camlar kulaniimalidir. Aleve dayanikli malzemeden Uretilmis
giysilerle cilt korunmalidir. Yakin gevrede bulunan kisiler, yanmaz malzemelerden
Uretilen uygun paravanlarla korunmali ve bu insanlar kaynak arkina bakmamalari ve
kendilerini ark i1sini etkisinde birakmamalari konusunda uyariimalidir.

Kisa slre de olsa gézlerin UV iginlarina maruz kalmasi “Kaynak Almas|” olarak da
adlandirilan géz yaniklarina neden olabilir. Kaynak almasi, maruz kalindigi andan
saatler sonrasina kadar fark edilmeyebilir, ancak cok rahatsiz edici oldugu gibi
gecici korliige bile neden olabilir. Normalde kaynak almasi gegici bir durumdur,
ancak gozlerin UV isinlarina uzun sure ve sik olarak maruz kalmasi gézde kalici
hasarlar olugsmasina neden olabilir.
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Koruma 6nlemi olarak ark isigina bakmamanin yaninda uygun filtreye sahip bir
koruyucu kaynak go6zIigi kullanmak gerekir. Ortuli elektrod ile ark kaynagi
uygulamasi i¢in uygun filtre seciminde asagidaki tablodan yararlanilabilir.

Koruyucu Filtre Se¢im Tablosu
=D
Kaynak Elektrod Capi | Akim Araligi K°|£ﬁtyr2°“ Ko;ﬁfrzcu zN
Yontemi (mm) (Amper) (alt sinir) (6nerilen) j E
" = J
Ortaild <24 <60 7 - o
Elektrod 25-4.0 60 - 160 8 10
Ark 4.0-6.4 160 - 250 10 12
Kaynagi > 6.4 250 - 550 11 14

ANSI Z49.1-2005’den alinmgtir.

Kural olarak kaynaga koyu renkli koruyucu filtre ile baglanmali daha sonra gcalismaya,
minimum seviyenin altina inmemek kosulu ile, kaynak yapilan alani yeteri kadar
gosterebilecek daha acik bir filire ile devam edilmelidir. Kaynak maskeleri basi,
yuzl, kulaklari ve boynu elektrik carpma riskine, isiya, kivilcima ve yangina karsi
korur.

KAYNAK SICRANTILARI YANGINA VE PATLAMALARA NEDEN OLABILIR:
Yanici malzemeleri kaynak yapilan yerden uzakta tutun ve yangin séndurtcuyi
kolaylikla erigebileceginiz bir yere koyun. Kaynak islemi sirasinda olusabilecek
sigcrantilar ve sicak malzemeler ince catlaklardan ve en dar acikliklardan bile
etrafa kolaylikla sicrayabilir. Yanici ve zehirleyici gazlari ortamdan tamamen
uzaklastiracak dnlemlerin alindigindan emin olmadan higbir bidon, varil, tank ya da
malzeme Uzerinde kaynak yapmayin. Yanici gazlarin, buharlarin ya da sivi yakitlarin
bulundugu yerlerde makineyi asla ¢alistirmayin.

Ark kaynaginda yiksek sicakliklar olusabilecegi icin her zaman yangin riskini g6z
6énunde bulundurun. Kaynak arkinin sicakligi 5000°C’a ulasabilir, ancak genellikle
bu 1si tek basina yangin sebebi degildir. Yangin riski etrafa sigrayan kivilcim veya
erimis metallerden olusabilir. Bu metaller on metre uzaga sigrayabilir. Bu yuzden
kolay tutusan malzemeleri kaynak ortamindan uzak tutun. Ayrica, is parcanizin,
isindiginda alev alabilecek herhangi bir malzemeyle temas etmediginden emin olun.
Temasla alev alabilecek malzemeler; sivilar (benzin, yagd, boya, tiner ve benzeri),
katilar (agagc, karton, kagit ve benzeri) ve gazlar (asetilen, hidrojen ve benzeri) olmak
Uzere uge ayrilir.
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Kaynakta Giivenlik - 5

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

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

Kaynaga baslamadan o©nce is parcanizin ylzeyinde 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 gézlemci kivilcimlarin ve sigrantilarin nereye
gittigini goézlemlemeli, gerektiginde yangin sdndurliculere kolayca erigebilmelidir.
Kaynak islemi bittikten sonra gézlemci ile birlikte, kaynaktan sonra etrafta herhangi bir
duman olup olmadigini yarim saat boyunca kontrol edin.

Diger acil durumlarda oldugu gibi kaynak kazalarindan kaynaklanan durumlarda da
ilk kural panige kapilmamaktir. Yanginin blayUkligine gore, digerlerini uyarmak igin
yangin alarmini ¢alistirin, itfaiyeye haber verin, kaynak makinesini kapatin ve yangin
cikislarindan mimkun oldugunca gabuk gikin.
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ELEKTRIKLE GALISAN EKIPMAN: Makine (zerinde galismaya baglamadan énce
sigorta kutusundaki salteri kullanarak elektrigi kesin. Elektrik baglantilarini yararlikteki
kurallara uygun olarak gerceklestirin.

TOPRAKLAMA: Givenliginiz ve makinenin sorunsuz olarak galisabilmesi igin elektrik
besleme kablolari, topraklamasi saglikl bir sekilde yapilmis prize baglanmalidir.

3

ELEKTRIKLE CALISAN EKIPMAN: Elektrod kablolarinin, besleme kablolarinin ve
makineye bagli kablolarin durumunu diizenli olarak kontrol edin. Herhangi bir uygunsuz
durumla karsilastiginizda sorunlu pargalari yenileri ile hemen degistirin. Her turlt ark
parlamasi ve yangin gikmasi riskini dnlemek igin elektrod pensesini kaynak masasinin
Uzerine ya da sase pensesi ile temasta olan bir ylizeye dogrudan birakmayin.

ELEKTRIKSEL ve MANYETIK ALAN INSAN SAGLIGINA ZARARLI OLABILIR:
lletkenler Uzerinden akan elektrik, elektromanyetik alan olusturur. Olusan bu
elektromanyetik alan kalp pili gibi cihazlar Gzerinde etkili olabilir. Kalp pili kullanan
kaynakgilarin makineyi c¢alistrmadan énce bir fizyoterapiste danismasi gerekir.
Elektriksel ve manyetik alanlar henlz bilinmeyen baska saglik sorunlarina da neden
olabilir.
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HAREKETLI PARCALAR ELINizi SIKISTIRABILIR: Ellerinizi fanin yanina ve
makinedeki hareketli parcalara koymayiniz, yaklagtirmayiniz

)
v

CE NORMLARINA UYGUNLUK: Bu makine Avrupa Talimatlar’na uygun olarak
Gretilmistir.

N
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GUVENLI KULLANIM: Bu makine elektrik carpma riskinin yiiksek oldugu ortamlarda
kaynak yapmaya uygundur.
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EKSTRA GUVENLIK ONLEMLERI:

Baz durumlarda glvenlik dnlemlerini uygulamak zor olabilir, ancak yine de belirtilen kurallara
uyun. Eldivenlerinizi kuru tutun, islanmasi kaginiimaz ise yaninizda ekstradan bir ¢ift eldiven daha
bulundurun. Kontrplak, plastik paspas veya benzeri kuru ve yalitkan bir malzeme Gzerinde durun.
Vucudunuzu kaynak pargasindan izole edin.

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

* Yari-otomatik DC sabit gerilimli makineler,
* DC manuel ark kaynak makineleri,
* Azaltilmig voltaj kontrollit AC kaynak makineleri.

Elektrod pensesinin ve kablolarin durumu ¢ok énemlidir. Pensenin tzerindeki plastik veya fiber
yalitkan malzeme, canh (elektrik yUkli) yerlere temasi onler. Kaynak makinesini galistirmadan
Once daima pensenin durumunu kontrol edin. Eskimis, yipranmis olanlari degistirin, tamir etmeye
calismayin. Ayni kontrolleri kablolar icin de yapin, kabloyu degistirmek maliyetli olabilecegi icin,
izolasyonu yUksek bir makaron ve benzeri ile tamir edin. Makineyi calistirmadan énce her defasinda
izolasyonlari kontrol edin.

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

CALISMA ORTAMINDAKI DIGER KIiSILER ICIN ONLEMLER:

Calisma ortaminin temizligi ve diizeni sizin oldugu kadar, ortamdaki diger insanlarin givenligi igin de
son derece 6nemlidir. Etrafinizda galisan diger kaynakgilar veya kisiler ylrirken dalginlkla kaynak
banyonuza basabilir veya kablolara takilarak sizin ve diger insanlarin diismesine ve elektrik carpma
riski olusmasina neden olabilir. Ayrica kaynak sigrantilari, gevredeki diger insanlara sigrayarak
yanma tehlikesi yaratabilir.

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

Galisma ortamindaki diger insanlari da is glivenligi ekipmanlarini kullanmalari konusunda uyarin.
Ozellikle kaynak yapilan ortamda bulunmalar gerekiyorsa; yangina ve alevlenmeye dayanikli is
glvenligi giysileri giymeleri, is g6zlidu, kaynak maskesi kullanmalari, izoleli ayakkabi ve eldiven
giymeleri konusunda gevrenizdekileri uyarin. Uyarilariniza riayet etmeyen kisileri calisma ortamindan
uzaklastirin.

Yuksekte kaynak yapiyorsaniz, erimis metallerin ve kaynak sigrantilarinin asagidan gecen diger
kisilere sigramamasi icin ilgili uyari levhalar kullanin.

Elektromanyetik alanlar kalp pilleri igin zararl olabilir.

Cevreden gecgen ve kaynakgi olmasa da etrafinizda bulunan diger ¢alisanlar igin gerekli uyariyi yapin,
ikaz levhalari kullanin. Bu gibi kisilerin kaynak ortaminda bulunmadan énce doktora danismalari
gerektigini bildirin.

Kaynak ortamlari, elektrik carpma riskinin ylksek oldugu ortamlardir. Dider kisiler yurirken kablolara
basip elektrik carpma riskine maruz kalabilirler. Yalitimsiz kaynak kablosu kullanmayin, mimkinse
kablolari izoleli, plastik kanallar icerisinden yonlendirin.

BAKIYE RISKLER HAKKINDA BILGI :

Askaynak Inverter 155-SUPER kaynak makinesi, TS EN 60974-1 standardinin gerektirdigi gtivenlik
kurallarina uygun olarak tasarlanmig ve Uretilmistir. Glvenlik riskleri ortadan kaldinimak icin gerekli
tam énlemler alinmig, operatdrun ve kullanicinin almasi gereken dnlemler ve uymasi gereken kurallar
kullanma kilavuzunda belirtilmistir. Gerekli 6zen gosterilmedigi, guvenlik 6énlemlerin alinmadig
durumlarda risklerin ortadan kaldirilmasi mimkun degildir. Bu riskler hafif yaralayici olabilecegi gibi,
yangin patlama riskleri birden fazla kisi igin 6limcul dahi olabilir. Kaynak ortaminin glivenliginin
saglanmasi kullanicinin sorumlulugundadir, 6nlemlerin alinmadigi eksik oldugu durumlarda derhal
is durdurulmal yetkili kigiler uyariimalidir. 9

=D
zy
<sS
<
5'_|
4




Genel Ozellikler

ASKAYNAK Inverter 155-SUPER, Askaynak Inverter 155-SUPER en son inverter teknolojisi
kullanilarak dretilen, invertérlii kaynak makinesidir. invertérli ark kaynag glic Uniteleri uluslararasi
pazarda 1980’lerden itibaren ortaya ¢ikan bir teknolojidir. 50-60 Hz frekans Mosfet-Igbt tarafindan
20 kHz ve Uzeri yuksek frekansa donUstlrilir ve daha sonra gerilim dasurllerek dalgali akim (AC)
dogru akima (DC) geuvrilir. inverter teknolojisi sayesinde kaynak makinesinin boyutu ve agirhg
onemli 6lctide azaltiimig ve verimliligi %30 artmistir. Kararli ark olusumu, givenirlik, hafiflik, ve eneriji
tasarrufu gibi konular bu makinelerin en énemli 6zelliklerindendir.

ASKAYNAK Inverter 155-SUPER kaynak makinesinin sagladigi avantajlar:

1 - Dizgun DC akimi ile yliksek kaliteye sahip kaynak ve kararl ark
2 - Erimis durumdaki kaynak banyosunu kolay kontrol etme olanagi
3 - Yuksek agik devre voltaji ile kolay elektrod tutusturma imkani

4 - Hafiflik ve kolay tasinabilirlik, basit kurulum ve calistirma.

5 - Satin alma tarihinden itibaren 2 (iki) yil boyunca servis garantisi

g ’?‘ Giris
Z5 Girig Voltaji Sebekeden Gekilen Giig Frekans
j 3 220V = % 10/1 Faz 4.5 kW (%15 galigma gevriminde) 50/60 Hertz (Hz)
-
3 i' Kaynak Akimi Cikis Oranlari
Cevrim Orani Cikis Akimi Cikis Voltaji
(10 dakikalik periyod) (Amper) (Volt)
% 15 140 A 25.6 V (DC)
% 60 90 A 23.6 V (DC)
% 100 70 A 22.8V (DC)
Cikis Araligi
Kaynak Akimi Arahgi Maksimum Acik Devre Voltaji
30-140A 77V (DC)

Besleme Kablosu : 3 x 1.5 mm?

Fiziksel Olgiiler

Yukseklik Genislik Uzunluk Agirhk
250 mm 138 mm 370 mm 6 kg

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

Yahtim Sinifi : H

Kirlenme Derecesi: 3




Kurulum ve Operatér Talimatlar

Konum ve Gevre (Makineyi kurmadan veya calistirmadan énce bu bélimu dikkatle okuyun):

Bu makinenin uzun 6murl olmasi ve glvenilir bir sekilde galisabilmesi icin asagida belirtilen bazi basit
Onleyici tedbirlerin alinmasinda fayda vardir.

1- Makineyi 15°den fazla egimi olan bir ylizeye koymayin ve bdyle bir ylzeyde ¢alistirmayin.
2- Makine mutlaka temiz hava akimi olan bir ortamda calistiriimali, makinenin bulundugu yerde

havalandirmay! engelleyen ya da hava akimini durduran bir etken olmamalidir. Galisirken
makinenin Uzeri; kagit, bez ya da benzeri cisimlerle értiimemelidir.

3- Toz ve kirler makinenin igine girebilir. Bu durum mimkin oldugunca asgariye indirilmelidir.
Yogun tozlu ortamlar ile atmosferinde su, boya ve yag tanecikleri ile taglama tozlari ve asindirici
gaz bulunan ortamlarda ¢alismayin.

4- Bu makine IP21S sinifi korumalidir. Makineyi mimkin oldudunca kuru tutun ve islak ya da su
birikintisi Gzerine koymayin..

5- Kaynak makinesi ortam aydinlatmasinin iyi oldugu aydinlik yerlerde kullaniimali, karanlkta
kullanilmamalidir. Ayrica bina i¢i kullanim igin tasarlanmis olup glines 1sid1 altinda, yagmurda ve
karda kullanilmaya uygun dedildir. Kaynak makinesi boru eritme islemleri icin kullanilamaz.

6- Makineyi, radyo kontrolll cihazlardan uzak bir yere koyun. Makinenin normal ¢calismasi, yakinlarda
bulunan bu tip cihazlarin ¢alismasina olumsuz etki edebilir ve bu durumda yaralanmaya veya
ekipman arizasina neden olabilir. Bu kullanim kilavuzundaki “Elektromanyetik Uygunluk”
bélimuni okuyun.

7- Bu makineyi, ortam sicakhdi —10°C’den dlslUk +40° C’den fazla olan ve nem seviyesi % 70’den
yuksek ortamlarda ¢alistirmayin. Isinma deneyleri ortam sicakliginda yapilmis ve ¢alisma gevrimi
40°C’da simulasyonla belirlenmistir.

8- Elektrikli ekipmanlar konusunda yetkili olmayan kisilerin makinenin sase kapagini agmalari ve
muldahalede bulunmalari hayati tehlike yaratabilir. Aksi durumda davrananlar, olusabilecek
olumsuz sonugclarini pesinen kabul etmis sayilirlar.

9- 2.50 ve 3.25 mm capindaki rutil ve bazik karakterli értliye sahip cubuk kaynak elektrodlarini
yakmak lizere hafif kaynak isleri icin tasarlanan alcalan karakteristikli bir kaynak
makinesidir.

Calisma Cevrimi ve Asiri Isinma :

Makinenin ¢alisma verimi, kaynakginin, asiri iIsinma olmadan ve kaynaga ara vermeden, 10 dakika
boyunca makinenin verilen kaynak akiminda kaynak yapabilme siresinin ylzdesel oranidir.

Makine, termal korumasi sayesinde asiri i1sinmaya karsi korunur. Bu koruma devreye girdiginde
On paneldeki uyari lambasi yanar. Glvenli calisma sicakligina dénildiginde ise lamba sdner ve
kaynaga devam edilir.

Bosta Calisma Modu :

EN 60974-10 standardinda tanimlandidi sekliyle bu mod, makinenin galistirldigi ancak kaynak
devresinin enerjilenmedigi durumdaki ¢alisma modunu ifade eder. Buna gére bu makinede bosta
calisma modu bulunmamaktadir.
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Calismaya Hazirlik - 1

Giris Kablosu Baglantisi / Kontroller ve Kullanim Ozellikleri :

Makineyi calistirmadan énce giris voltajini, fazlari ve frekansi kontrol edin. Kullanilacak giris voltaji
degerleri kullanim kilavuzunun “Teknik Ozellikler” béliminde ve makine Uzerindeki levhada
belirtilmigtir. Makineyi sebeke elektrigine baglayan kablolarin topraklamasinin uygun oldugundan
ve makinenin normal ¢alismasi igin yeterli miktarda akimin saglanabileceginden emin olun. Kaynak
makinesi, Uzerindeki fig ile birlikte, ancak 16 amperlik gecikmeli sigorta ile korunan bir sebekeye
baglanabilir.

1- Bu makine; 1 fazli, 220 V (AC) ve 50-60 Hz besleme gerilimi ile calisabilecek sekilde ve faz-
notr gerilim degerlerine uygun yalitim araliklari baz alinarak tasarlanmistir. Sadece 1 fazl,
3 telli ve nétrii toprakh sistemlerde kullaniimalidir.

2- Yetkili elektrikci tarafindan onaylanan saglikli bir koruyucu toprak baglantisi olmadan
kesinlikle sebeke baglantisi yapiimamali ve makine calistirimamalidir. Elektrik kacaklari
insan saglhigi igin 6limciil tehlike icermektedir.

3- 3 fazl sebekelere baglanmamalidir. Yanlis baglantt makinenin hasar gérmesine neden olur ve
bu tlr baglantilarin neden olacagi hasarlar garanti kapsami digindadir.
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On ve arka panel elemanlan :

1-
2.
3-

o

7-

Glic Gostergesi Lambasi : Makinenin acik oldugunu gosterir.

Negatif (-) Kaynak Kablo Baglantisi : Kaynak akimi igin negatif (-) ¢ikis baglantisi.

Asiri Yiik / Sicaklik Uyari Lambasi : Bu lamba makinenin asiri isinmasindan dolayi ¢ikis akimi
veremedigi durumda yanar. Bu durumla, ortam sicakligi 40°C’in (izerine ¢iktigi ve makinenin
devrede kalma orani (calisma verimi) asildigi zaman karsilasilir. Makineyi agik halde birakarak
sogumasini bekleyin. Lamba séndugiinde makine tekrar kullanilmaya hazirdir.

Kaynak Akimi Kontrol Diigmesi : Makinenin ¢ikis akimini (kaynak amperini) ayarlar.

Pozitif (+) Kaynak Kablo Baglantisi : Kaynak akimi igin pozitif (+) gikis baglantisi.
Acma/Kapatma Anahtari : Makineye sebeke akiminin girisini kontrol eder.

Giris Kablosu : Makinenin sebeke bagdlantisinin yapilacagi besleme kablosu ve fisi.

Ortiilii Elektrod Kaynag :

Kaynak islemine baslamadan 6nce asagidaki islemler yapiimaldir:

1-

8-

Oncelikle kullanilan elektroda uygun kutbun hangisi oldugunu belirleyin. Elektrodun bilgi féyinde

bu bilgiyi bulabilirsiniz. Daha sonra kaynak kablolarini segilen kutba uygun olacak sekilde

cikiglara baglayin. Ornegin DC (+) kullanilacaksa, elektrod kablosunu makinenin (+) gikisina

(5), topraklama pensesini de (-) ¢ikisina (2) baglayin. Soketi kilavuz pimi Uste gelecek sekilde

yuvasina soktuktan sonra saat ibresi yéniinde 1/4 tur gevirin. Soketin fazla sikiimadan givenli

bir sekilde yuvasina oturdugundan emin olun. Aksi halde, uzun sireli kullanimlarda ve kaynak

akiminin yUksek oldugu durumlarda gevsek soketler asiri isinmadan dolayi yanabilir. DC (-)'de

kullanilacak elektrodlar icin, elektrod kablosu (-) ¢ikisa (2), topraklama pensesi ise (+) cikisa (5)

gelecek sekilde kablo baglantilarini degistirin. Yanhs kutbun secilmesi kararsiz ark olusumuna,

cok fazla sigramaya ve elektrodun isparcasina yapigsmasina neden olur.

Elektrodu elektrod pensesine takin.

Sase pensesini igspargasinin boyasiz, passiz ve temiz bir ylzeyine agdizlari tam temas edecek

sekilde takin.

Sebeke baglanti fisini uygun prize takin.

Kaynak islemine baslamadan 6nce asagida belirtilen kontrolleri yapin:

a- Kaynak makinesinin glvenli bir sekilde topraklandigindan emin olun.

b- Tim temas yUzeylerinin, 6zellikle sase kablosunun ucundaki pense ile calisma parcasi
arasindaki baglantinin saglam bir sekilde yapildigindan emin olun.

c- Kaynak kablolarinin dogru baglanip baglanmadigini kontrol edin.

d- Kaynak sirasinda sigrayan pargalar ve kivilcimlar yangina neden olabilir. Bu nedenle kaynak
ortaminda yanici madde bulundurulmamasina 6zen goésterin.

Acma / Kapatma anahtarini (6) agin.

Elektrod ¢apina, cinsine, kaynak pozisyonuna ve elektrod bilgi féytine gére belirleyeceginiz uygun

kaynak akim degerini “Kaynak Akimi Kontrol Digmesi (4)” ile ayarlayin. Genelde kaynak akimi,

asagida belirtilen degerler arasindadir. Ancak ayarlarinizi kullanmakta oldugunuz értili kaynak

elektrodunu Ureten firmanin katalogunda belirttigi degerlere goére yapmanizda yarar vardir.

Bu kaynak makinesi 2.50 ve 3.25 mm c¢apindaki rutil ve bazik karakterli érttiye sahip cubuk

kaynak elektrodlarini yakmak tizere hafif kaynak isleri i¢in tasarlanmistir.

Rutil ve Bazik Elektrodlar igin Akim Degerleri :
2250mm:70-100 A 23.25mm:100-140 A
Ayarladiginiz kaynak akimi degerini 6n panelde bulunan dijital gbstergeden izleyerek kontrol
edebilir, gerektiginde kaynagin durumuna goére hassas olarak degistirebilirsiniz.
Kaynak kurallarina uyarak kaynaga baslayin.

13
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Bakim ve Sorun Giderme - 1

Kaynak makinesinin yliksek verim ve glvenle ¢alismasini saglamak igin periyodik bakim iglemlerinin
duzenli olarak yapilmasi gerekmektedir. Kullanicinin bakim yéntemlerini anlamasi, kaynak makinesini
iyi tanimasi, basit kontrol ve glivenlik uygulamalarini kendi baslarina yapabilmesi, hata oranlarini en
aza indirerek makine servis 6mrina uzatmaya 6zen gdstermesi gerekmektedir. Periyodik bakimla
ilgili detayli bilgiler agsagidaki tabloda belirtilmistir.

Uyan : Bakim islemi sirasinda kaynak makinesinin sebeke ile olan baglantisi mutlaka
kesilmelidir. Bakim islemi yetkili ve konusunda uzman kisiler tarafindan yapiimahdir.

GUNLUK BAKIM

Makinenin 6n panelinde bulunan kaynak akimi ayar diigmesi ve arka panelinde bulunan
acma-kapama anahtarinin yerlerinde ve ¢alisir durumda oldugundan emin olun. Akim
ayar digmesi diizgiin monte edilmemigse ve agma-kapama anahtari yerinden oynamis ve
rahat caligmiyorsa yetkili servise bagvurun.

Calistirdiktan sonra makinede titreme, islik 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 badlantisini kestikten sonra yetkili servise basvurun.

Makinenizin termik korumasinin galisip calismadigini kontrol edin. Kontrol islemi: Makine
% 15 cevrimde 140 A akim sadlamaktadir. Bu akimda iken e@er yaklasik 4-5 dakika sonra
termik atmiyorsa termik korumada problem var demektir. Bu durumda yetkili servise
basvurun. Zira asiri 1Isinma, yangin tehlikesine neden olabilir.
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KILAVUZU

Kisa devre korumasini kontrol edin. Kontrol islemi: Elektrodu is parcasina degdirin ve
pens-ampermetre ile kaynak kablosundan gecen akimi dl¢iin. Akim kisa bir slire sonra
5 A'ya diisecektir. Eger dismuyorsa yetkili servise bagvurun.

Kaynak akiminin ayarlanan akim degeri ile uyumlu oldugundan emin olun. Eger farklilk
varsa normal kaynak islemini etkileyeceginden gerekli ayarlamayi yapin.

Sogutma faninin hasarli olmadigindan ve normal bir sekilde déndigunden emin olun.
Makine asiri derecede isindiktan sonra eger fan devreye girmiyorsa fandaki pervanenin
bloke olup olmadigini kontrol edin. E§er fan hasarli ise yetkili servise bagvurun.

Kaynak baglantilarinin gevsek ya da asiri derecede isinmis olup olmadigini kontrol edin
Eger asiri 1Isinma ya da gevseme varsa baglantilar sikin veya yetkili servise basvurun.

Akim kablosunun hasar gérip gérmedigini kontrol edin. Eger hasar gérmusse hasarli
boélimi uygun bir malzeme ile sararak yalitin ya da kabloyu yenisi ile degistin.
AYLIK BAKIM

Kuru hava kompreséru kullanarak makinenin icini zamanla biriken tozlardan temizleyin.
Kucuk parcalar korumak igin, temizlik sirasinda kullanilan havanin basincina dikkat edin.

Makinenin Uzerindeki vidalari kontrol edin, eger gevseklik varsa sikin. Eksik vida varsa
yerine mutlaka yenisini takin. Pasl vidalari yenisi ile degistirin.




Bakim ve Sorun Giderme - 2

UG AYLIK BAKIM

Makinenin verdigi gergek akim degerinin potansiyometre ile ayarlanan akim degeri ile ayni
oldugunu kontrol edin. Gergek akim degeri pens-ampermetre ile 6l¢ulir.

YILLIK BAKIM

Yillk bakim igin yetkili servise basvurun. Yillk bakimda topraklamanin devamlihgi ve
makinenin izolasyon kontrolinin yapiimasi gerekmektedir. Yillk bakim raporunuzda bu
verileri isteyin.

Kaynak makinesi fabrikadan ¢ikmadan énce her tirlii hataya karsi kontrol edilmistir. Bundan dolayi
yetkisiz kimselerin makineyi kurcalamasina kesinlikle izin veriimemelidir.

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

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

Kaynak makinesi ugucu ve sentetik kimyasallarla temizlenmemeli, dis ylizeyinin temizlidi sirasinda
nemli ve sabunlu bir bez kullaniimalidir.

Bakim iglemi cok dikkatli bir sekilde yapilmalidir. Herhangi bir kablonun bikilmesi ya da yanls
baglanmasi kullanici igin gok tehlikeli olabilir.

Kaynak makinesinin igerisine su ve buhar girmesi engellenmelidir. Eger makine nemden etkilenmis
ise, makinenin ici kurutulmall ve izolasyonu kontrol edilmelidir.

Kaynak makinesi kaldirilirken veya tasinirken rastgele atiimamali ve darbelerden korunmaldir.

Kaynak makinesi uzun sure kullaniimayacaksa, kendi kutusuna yerlestiriimeli ve kuru bir ortamda
saklanmalidir.

SORUN OLASI HATA cOzuim
) Makineye giren fazlarin voltajini
Hatta elekirik yok. kontrol et. Fazlari tekrar bagla.
Ana girig kablosu Ana giris kablosunu kontrol et.
Makine hic alismiyor, arizall. Gerekiyorsa yenisi ile degistir.
Cikis yok,
Fan caligmiyor. Acma / Kapama Anahtari degistir. Gerekiyorsa
anahtari arizali. servise basvur.

Giris filtre ve/veya glc

rvi vur.
karti arizall. Servise bagvu

15
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Bakim ve Sorun Giderme - 3

SORUN

OLASI HATA

cozim

Ark kararli degil,
Kaynak diizgiin
olarak yapilamiyor.

Kutup baglantilari
yanlis veya zayif.

Kutuplari dogru olacak sekilde
degistir ve baglantilar sik.

Voltaj degeri uygun
degil.

Sebeke voltaji 220 Volt mu?
Uygun olmayan uzunlukta ve
kesitte uzatma kablosu kullanilyor
mu? Kontrol et. Gerekiyorsa dizelt.

Makine titriyor.

Saglam ya da diz bir
zemine oturtulmamis.

Makineyi saglam ve engebesiz diiz
bir zemine koy.

Makineden garip bir
ses ve koku ¢ikiyor.

Sogutma faninda
sorun var.

Sogutma fanini kontrol et.
Gerekiyorsa servise basvur

Bosta voltaj cikisi yok.

Makinede sorun var.

Servise basvur.
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Kaynakta akim cikisi
yok.

Kaynak kablosu
makine Gzerindeki
cikiglara bagh degil.

Kaynak kablosunu makine cikisina
bagla.

Kaynak kablosu
hasarli

Kaynak kablosunu degistir.

Sase kablosu bagh
degil ya da gevsek.

Sase kablosunu kontrol et,
bagl degilse bagla.

Kaynak arki zor
basliyor ya da
elektrod is parcasina
yapisiyor.

Baglantilar gevsek ya
da iyi degil.

Baglantilari kontrol et.

is parcasi kirli, yagh
ya da uzerinde asiri
derecede toz var.

is pargasinin yiizeyini kontrol et,
gerekiyorsa temizle.

Makinenin ana salteri

acikken sigorta atiyor.

Girig filtre karti arizali.

Servise basvur.

Kaynak akimi diizgln
ayarlanamiyor.

On paneldeki akim
ayar potansiyometresi
hasarli ya da dizgln
calismiyor.

Servise basvur.

Nufuziyet yeterli degil.

Kaynak akimi ayari
cok disuk.

Kaynak akimi degerini yUkselt.




Bakim ve Sorun Giderme - 4

SORUN

OLASI HATA

c6zum

Ark Gflemesi var.

Hava akimi gok
siddetli.

Hava akimina karsi koruyucu
paravan kullan.

Kaynak elektrodunda
sorun var.

Kaynak elektrodunun is parcasi
ile olan agisini ayarla.

Eger kaynak elektrodunda
eksantrik problemi varsa elektrodu
degistir.

Manyetik alan etkisi
var.

Kaynak elektrodunu ark Gflemesinin
tersi yonline dogru yatir.

Sase pensesinin konumunu degistir
ya da is parcasinin her iki yanina
topraklama kablosu yerlestir.

Kisa ark mesafesi kullan.

Uyari 15131 yaniyor.

Yiksek kaynak akimi
kullaniimasi ya da ¢ok
uzun sure galisiimasi
nedeniyle asiri isinma
meydana gelmesi.

Kaynak akimini disir ya da
kaynak islemine ara vererek
calisma suresini kisalt.

Ana devrede olusan
anormal akim
sonucu asiri akim
korumasinin devreye
girmesi.

Servise basvur.
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Elektromanyetik Uyum - 1

TS EN 60974-1’e gére tasarlanmistir.

TS EN 55011’e gére makinenin EMU sinifi Grup 2 Sinif A’'dir.
Detayl bilgi icin TS EN 60974-10’a bakiniz.

Bu makinede bosta calisma modu (idle state) bulunmamaktadir.

* Kaynak yaparken agma/kapama anahtarini agip kapatmayiniz. Bu durum sebekede gerilim
dalgalanmalari olusturabilecegi gibi makinenin kullanim émrtinti de kisaltabilir.

» Gilig Unitesi acildiktan sonra makinenin elektriksel acidan kararl hale gelebilmesi icin
ortalama olarak 5-10 saniye beklenmeli ve daha sonra kaynak islemine baslanmalidir.

* Bu A sinifi ekipman, elektrik enerjisinin al¢ak gerilim sehir sebekesi tarafindan saglandig:
ev ve benzeri yerlerde kullanmaya uygun degildir. Bu gibi yerlerde, sebekeye iletilen ve
havadan yayilan radyo frekansl bozulmalar nedeniyle elektromanyetik uyumlulugun
saglanmasinda muhtemel zorluklar olusabilir.

Kaynak makinesi, ilgili norm ve kurallara uygun olarak tasarlanmigtir. Makine Uzerinde higbir sekilde
degisiklik yapilmamalidir. Bununla beraber, telekomiinikasyon cihazlarini (telefon, radyo, televizyon)
ve glvenlik cihazlanni karistirici elektromanyetik dalgalar Uretebilecedi icin elektromanyetik
dalgalardan etkilenen cihazlar igin guivenlik sorunu yaratabilir. Makinenin Urettigi bu elektromanyetik
dalgalarin (parazitlerin) etkisini &nlemek veya azaltmak icin asagida belirtilen agiklamalar dikkatli bir
sekilde okunmalidir.

Kaynak makinesi endustriyel alanlarda kullaniimak Uzere tasarlanmistir. Yasam alanlarinda
kullaniimasi durumunda elektromanyetik dalgalarin olasi etkilerini gidermek icin belirli dnlemlerin
alinmasi gerekmektedir.
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Kurulum ve Kullanma

Genel: Kullanici, bu ark kaynak ekipmanini Kaynak Teknigi Sanayi ve Ticaret A.S.'nin talimatlarina
uygun olarak yapmak zorundadir. Elektromanyetik bozulmalar tespit edildiginde bu sorunlarin
ortadan kaldiriimasi kaynak ekipmaninin kullanicisinin sorumlulugundadir. Kaynak Teknidi Sanayi
ve Ticaret A.S. gerektiginde teknik konularda yardimci olacaktir. Bazi durumlarda iyilestirme yapmak
kaynak devresinin topraklanmasi gibi basit bir uygulama olabilir. (Nota bakiniz.) Diger durumlarda
kaynak makinesini, is parcasini gevreleyen ve giris filtreleri bulunan olusan ekran yapilabilir. Her
halde elektromanyetik bozulmalar etrafi etkilemeyen bir seviyeye disirtlmelidir.

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

Ortamin degerlendirilmesi

Ark kaynagi ekipmani kurulmadan énce kullanici etraftaki potansiyel elektromanyetik problemleri
degerlendirmelidir. Bu dederlendirme yapilirken asagidaki maddeler g6z énlinde bulundurulmalidir:

a) ark kaynak ekipmaninin yanindaki, Gstlindeki veya altindaki diger besleme kablolari, kontrol
kablolari, sinyal ve telefon kablolari

b) radyo ve televizyon alici ve vericileri

c) bilgisayar ve diger kontrol ekipmanlari
d) kritik gtivenlik ekipmanlari, (6rne@in endustriyel ekipmanlarin korumalari/sensorleri)
e)

f) kalibrasyon veya 6lgiim cihazlari

etraftaki kisilerin saghg, (6rnegin kalp pili ve isitme cihazlari)
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Elektromanyetik Uyum - 2

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

h) kaynagin yapildigi giin ve zaman da géz énlinde bulundurulmalidir.

Degerlendirmenin yapilacagdi cevrenin blyukligu cevredeki binalarin yapisina ve etraftaki aktivitelere
de baghdir. Bu cevre sadece icinde bulunulan binayla sinirla olmayabilir.

Kaynak techizatinin degerlendirilmesi

Elektromanyetik girisimin anlasilarak ¢ézulmesi igin gevrenin dederlendirmesine ilave olarak kaynak
techizatinin da degerlendiriimesi gerekir. Bir emisyon degderlendirmesi CISPR 11 madde 10’'da
bahsedildigi gibi yerinde emisyon él¢timleri de yapilmalidir. Yerinde él¢timler iyilestirme tedbirlerinin
etkinliginin anlasiimasi icin de yapilabilir.

lyilestirme Onlemleri

Dagitim Sebekesi : Kaynak ekipmani sebekeye Ureticinin talimatlari 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
gb6vdesine baglanmalidir boylece kaynak makinesi gdvdesi ile ekran arasinda iyi bir elektriksel
temas saglanmis olur.

Kaynak Ekipmaninin Bakimi : Kaynak ekipmani ureticinin talimatlarina uygun olarak duzenli olarak
bakimi yapilmalidir. Makine calisiyorken tim erisim, servis kapilari ve kapaklar kapali ve diizgtince
vidalanmis olmalidir. Ureticinin talimatlar disinda kaynak makinesi (izerinde higbir surette degisiklik
ve ayar yapiimamalidir. Ozel olarak TIG kaynag igin HF olusturan elektrotlarin arasindaki mesafeler
Ureticinin talimati ile ayarlanabilir.

Kaynak Kablolari : Kaynak kablolari mimkun oldugunca kisa kisa olmali ve birlikte yénlendirilmeli
ve yer seviyesine yakin olmalidir.

Espotansiyel baglama : Etraftaki tim metal nesnelerin topraga baglanmasi distndlmelidir. Ancak
is parcasi ile birlikte topraga baglanmis olan metalik cisimler operatdr elektrod ve bu metal cisimlere
ayni anda dokundugunda elektrik carpa tehlikesi olusturur. Operatdr tim bu metalik nesnelerden
izole edilmig olmalidir.

is parcasinin topraklanmasi

Guvenlik nedenleri ile veya is pargasinin buyutlar nedeniyle topraga baglanmadigi durumlarda
(6rnedin gemi gdvdesi) is parcasinin topraga baglanmasi her zaman olmasa da elektromanyetik
emisyonu distrebilir. is parcasi topraklanmak istendiginde giivenlik veya dider cihazlarin
bozulmayacagindan emin olunmalidir. Bu baglanti gerekli oldugunda is pargasi direk topraga
baglanabilir veya direk baglantiya izin verilmeyen bazi Ulkelerde baglanti yonetmeliklere uygun
olarak secilen bir kapasitér Gzerinden yapilabilir.

Ekranlama : Cevredeki diger kablolarin ekranlanmasi da emisyon sorunlarini azaltabilir. Bazi 6zel
durumlarda tiim ¢evrenin ekranlanmasi da distnulebilir.

Bu A sinifi ekipman, elektrik enerjisinin algak gerilim sehir sebekesi tarafindan
saglandidi ev ve benzeri yerlerde kullanmaya uygun degildir.
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Elektromanyetik Uyum - 3

» Urtin sarta dayall baglantiya tabidir. izin verilen en biyiik sistem empedansi
Zmax = 0,17 + j 0,11°dir. (Ref : TS EN 61000-3-11)

¢ Makinenin ylksek elektromanyetik alanlarin bulundugu ortamlarda kullaniimasi durumunda,
ayarlanan kaynak/kesme akimindaki degisim + %10 degerini agabilir.

» Bu ekipman IEC/EN 61000-3-12’ye uygundur.

Enerji Tuketimi Acisindan Verimli Kullanim

1- Kaynak makinesi, acik konumda iken elektrik sebekesinden disuk enerji cekecek sekilde
tasarlanmis ve Uretilmistir.

2- Kaynak sirasinda asiri enerji tiketimini énlemek igin kullanilan elektrod ¢apina uygun akim
degerleri ile caligilmali, gereginden ylksek akim degerlerinin kullaniimasindan kaginiimaldir.
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Ambalajin Séktilmesi

ASKAYNAK Inverter 155-SUPER kaynak makinesi, karton kutu igerisinde satilmaktadir. Ambalajli
olmayan makineleri satin almayin. Makineyi kutusundan ¢ikarmak igin kutunun Ust kapagi acin ve
makineyi icinde bulundugu posetten ¢ikarin. Bu poseti ve kutuyu atmayin ve ileride makineyi tekrar
kaldirmak ya da depolamak icin saklayin.

Tasima ve Saklama Sartlari

Kaynak yapilmamasi durumunda tozdan ve cevrede bulunabilecek diger olumsuz etkilerden
korumak icin ve 6zellikle uzak mesafeler arasinda tagirken kaynak makinesini kutusuna koyunuz.
Kaynak makinesinin sert darbeler gérmemesine 6zen gdsteriniz ve dustrmeyiniz.

Makineyi tutma sapindan tutup kaldirin ve tasiyin. Makine calisirken tasimayin ve kaldirmayin.
Kaldirrken, tagirken ve kullanirken rastgele atmayin darbelerden koruyun. Mekanik darbe géren
makinelerde yalitma araliklari azalabilir.

Kullanima alinmadan énce bekleyecek veya uzun slre kullaniimayacaksa, temizleyerek kendi
kutusuna yerlestirin ve nemsiz tozsuz ortamlarda saklayin.

Kaynak Makinesinin Servisten Alinmasi

Makinenizin kullanim émri bittiginde ve islevini yerine getirmediginde evsel atik olarak
imha etmeyiniz, ¢c6pe atmayiniz. Kaynak makinesini yerel ydnetmeliklere uygun olarak
hizmetten kaldiriniz.

Makine ile Birlikte Verilen Aksesuarlar

Kaynak pensesi ve kablosu
Sase baglanti pensesi ve kablosu
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Yedek Parcalar - 1
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Yedek Parcalar - 2

Askaynak

No. Parca Kodu Parca Tanimi Miktar
1 82U8253085 Tutacak 1
2 82UP2.005.004 Metal Kapak 1
3 82U8713003 izolasyon Plakasi 2
4 82U5496872-B On Kontrol Karti+Potansiyometre 1
5 82UP2.005.006 Plastik On Panel 1
6 82UP2.003.021 On Panel Etiketi 1
7 82U7458010 Akim Ayar Potansiyometre Digmesi 1
8 82UP2.008.005 Kaynak Soketi 16-25 mm Digi-Panel (155S) 2
9 82UP2.005.005 Metal Alt Panel 1
10 82UP2.004.302 Akim Sensori 1
1 82UP2.001.613 Gug Unitesi (Komple-155 S) 1
12 82UP2.024.102 Termik 1
13 82U7232730 Acgma-Kapama Anahtari 1
14 82UP2.003.022 Arka Panel Etiketi 1
15 82UP2.005.007 Plastik Arka Panel 1
16 82UP2.004.901 Fan 24 VDC (155S) 1
17 82U7411010 Koéprl Diyot 1
18 82UP2.001.615 Kontrol Karti 1
19 82UP2.020.500 IGBT 2
20 82UP2.022.108 Freewheeling diyot 2
21 82UP2.004.108 Ana Transformator 1
22 82U7456148 Akim Ayar Potansiyometresi 1
23 82UP2.021.328 Kondansator-Elektrolitik (155S) 2
24 - Sogutucu Blok-1 1
25 - Sogutucu Blok-2 1
26 - Sogutucu Blok-3 1
27 - Sogutucu Blok-4 1
28 - Tutucu Ayak 2
29 82UP2.022.107 Cikis Diyotlari 4
30 82U7406408 TC 4424 Entegresi 1

Resimde gosterilmeyenler
1 82UP2.013.107 Besleme Kablosu 1
2 82UP2.003.020 Deger etiketi 1
3 82UP2.003.018 Uyar etiketi 1
4 82U7406254 TOP 244 Entegresi 1
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Elektriksel Baglanti Semasi - 1
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Elektriksel Baglanti Semasi - 2
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Uyari Etiketi ve Teknik Ozellikler Tablosu

DIiKKAT! 2. »

BU DONANIMI CALISTIRMADAN ve ISLETMEYE ALMADAN ONCE KULLANMA q/ﬁ’ =

TALIMATLARINI OKUYUN. MAKINEYl "ELEKTROMANYETIK UYUMLULUK AC A

YONETMELIGI"NDE BELIRTILEN SARTLARI SAGLAYACAK SEKILDE KURABILMEK ve =

KULLANIM SINIRLAMALARI HAKKINDA DETAYLI BILGI ALABILMEK iCIN MUTLAKA | =7

KULLANIM KILAVUZUNABAKIN. e 9 A

ELEKTRIK SOKU OLUME NEDEN OLABILIR. MAKINENIN KAPAGI SADECE

KONUSUNDA UZMAN ve YETKILI KISILER TARAFINDAN AGILMALIDIR. M %h\ N

|

Detayli bilgi icin Sayfa 4-9'da yeralan “Kaynakta Gtivenlik” bolimun( dikkatle okuyun.

imalatci/Manufacturer: Marka/Trademark:
Kaynak Teknigi San. ve Tic. A.S. ASKAYNAK

TOSB Otomotiv Yan Sanayi ihtisas OSB ..
2. Cadde, No:5, Sekerpinar Tiirk Mal

E ~ 41420 Cayirova, Kocaeli/TURKEY  Made in Turkey
j g . Seri No. makine lizerindedir
= j Model: Serial Nr. is located on
2% Inverter 155-SUPER | ihe machine

B GO TS EN 60974-10

| 30A/21.2V - 140A/25.6V
_ X | %15 | %60 | %100
g]| o 2 | 140A | 90A | 70A

77V [ U2 | 25.6V | 23.6V | 22.8V

1 ~ U1 |1 maks |1eff maks
220V 29A 11.5A
50/60Hz

IP215 C€

URETIM TARIHI SERI NO. ETIKETINDE BELIRTILMISTIR
PRODUCTION DATE IS EMBEDDED WITHIN THE SERIAL NUMBER
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Teknik Servisler - 1

ADANA :

Kalyon Elektrik Elektronik

Enerji ve Gii¢ Sistemleri

Karasoku Mahallesi, 20. Sokak

Rafet Milli is Hani, No : 4/F, Zemin Kat
Seyhan - ADANA

Tel : (0322) 359 28 18

Faks  :(0322) 359 28 20

e-posta : info@kalyonelektrik.com

AFYONKARAHISAR :

Er Kaynak

2. Kuguk Sanayi Sitesi

15. Ada 5.Blok, No : 8

Merkez - AFYONKARAHISAR
Tel : (0272) 223 4272
e-posta : isaerkek@gmail.com

AKSARAY :

Etkin Kaynak Mak. Tes. Hird. ing. San. ve Tic.

Ltd. Sti.

Yeni Sanayi Mahallesi, 2031 Sok. No : 15
Merkez - AKSARAY

Tel : (0382) 215 09 56

Faks :(0382) 21509 56

e-posta : mehmetaliefe42@hotmail.com

ANKARA :

Bilim Elektrik Bobinaj

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

Tel : (0312) 385 30 41

Faks  :(0312) 3853545

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) 395 44 66
(0312) 39567 17
Faks :(0312) 39567 14
e-posta : keyvanteknik@hotmail.com

Ozkaynak Taahhiit Miis. Ith. Ihr. Tic. Ltd. $ti.
1174. Sokak (6.sokak), No : 17

Ostim - ANKARA

Tel 1 (0312) 38506 19 - 385 06 20
Faks :(0312) 385 06 21

e-posta : servis@b6zkaynak.web.tr

Teknik Adamlar Makina insaat Hirdavat
Madencilik Turizm Danismanlik Petrol
Sanayi ve Ticaret Ltd. Sti.

ivedik Organize Sanayi Bélgesi

22. Cadde, 690. Sokak, No : 29
Yenimahalle - ANKARA

Tel 1 (0312) 394 36 48

Faks :(0312) 394 36 75

e-posta : teknik.adamlar@hotmail.com

ANTALYA :

Tanrikulu Makina Ingaat Emlak Otomotiv Turizm
San. ve Tic. A.S.

Cumhuriyet Mah. 680. Sokak, No : 89
Muratpasa - ANTALYA

Tel : (0242) 335 35 82

Faks :(0242) 3353583

e-posta : teknik.adamlar@hotmail.com

BATMAN :

Topiz Bobinaj

Eski Otogar Karsisi, 1512 Sok. No : 50
Merkez - BATMAN

Tel : (0488) 214 87 70

Faks :(0488) 214 87 70

e-posta : topizbobinaj@hotmail.com

BURSA:

Alp Kaynak Teknik Hirdavat Tic. Ltd. $ti.
Kiglik Sanayi Sitesi, Ugevler Mah.
48. Sokak, No : 3 Par-Koop

Nilufer - BURSA

Tel : (0224) 441 90 34

Faks :(0224) 441 90 24

e-posta : alpkaynak@yahoo.com
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Teknik Servisler - 2

Ozduran Ticaret

Ugevler Mahallesi, 48. Sokak

No : 9, Par-Koop

NilGfer - BURSA

Tel . (0224) 441 46 08

Faks : (0224) 443 49 79

e-posta : saadettin_duran@hotmail.com

CANAKKALE :

Sahin Bobinaj Makina

istiklal Caddesi, No : 154

Biga - CANAKKALE

Tel : (0286) 316 11 71

Faks :(0286) 317 01 33
e-posta : info@sahinbobinaj.com
www.sahinbobinaj.com

CORUM :

Kiliglar Bobinaj

Kiguk Sanayi Sitesi

Sanayi Caddesi, No : 109

Merkez - CORUM

Tel : (0364) 2349273

Faks :(0364) 2349273

e-posta : kiliclar-bobinaj@hotmail.com

DENizLi :

Imtag Dis Ticaret A.S.

Zafer Mahallesi,

1066 Sokak, No : 10

Bakirli - DENIZLI

Tel : (0258) 371 98 77

Faks :(0258) 372 21 40

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

DIYARBAKIR :

Alkan Elektrik ve Bobinaj

Gevran Caddesi,

Akkoyunlu 1. Sokak

Birlik Apartmani Alti, No: 8/C

Ofis - DIYARBAKIR

Tel : (0412) 223 50 70

Faks :(0412) 223 50 70

e-posta : erkanbobinaj@hotmail.com

28

ELAZIG :

Oztiirk Elektrik Bobinaj

Sanayi Mahallesi,

Sanayi Caddesi, No : 80/A

Merkez - ELAZIG

Tel 1 (0424) 224 94 17

e-posta : adem0403@hotmail.com

ERZURUM :

Garanti Bobinaj

Asagl Mumcu Caddesi

Dilaver Otel Karsisi, No : 55
ERZURUM

Tel : (0442) 234 24 02

Faks :(0442) 23477 14

e-posta : garantibobinaj@gmail.com

ESKISEHIR :

Tutares Makine Elektrik ingaat

Sanayi ve Ticaret Ltd. $ti.

75. Yil 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 1 (0342) 235 37 18

Faks :(0342) 23503 83

e-posta : fatihbobinaj27@hotmail.com

GIRESUN :

Orijinal Elektrik

Gedikkaya Mahallesi

Sanayi Sitesi, 1 No’lu Sokak, No : 17
Merkez - GIRESUN

Tel : (0454) 225 54 21

Faks :(0454) 2258219

e-posta : ta7eb@hotmail.com



Teknik Servisler - 3

HATAY :

Iskenderun Elektronik Sanayi
Tayfur S6kmen Bulvari
Sanayi Sitesi, No : 71
iskenderun - HATAY

Tel : (0326) 616 29 83
Faks :(0326) 616 29 83

e-posta : iskenderun_elektroniksanayi@hotmail.com

ISTANBUL :

Hikmet Mutlu

ikitelli Organize Sanayi Bélgesi,
Saraclar Koop, 12. Blok, No : 918
Klilikgekmece - ISTANBUL

Tel : (0212) 486 29 59

Faks :(0212) 486 29 60

e-posta : hikmet.mutlu@hotmail.com

Ark Kaynak Sistemleri San. ve Tic. Ltd. Sti.
Mescit Mahallesi, Demokrasi Caddesi
Birmes Sanayi Sitesi, B-7 Blok, No : 28
Tuzla - ISTANBUL

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

Faks :(0216) 394 82 13

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

I1ZMIR :

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

1. Sanayi Sitesi

Mersinli - iZMIR

Tel : (0232) 459 50 40

Faks :(0232) 459 50 45
e-posta : atckaynak@gmail.com

Doruk Hirdavat ve Isitma Cihazlari

Sanayi ve Ticaret Ltd. Sti.

1426 Sokak, No : 14

Bornova - iZMIiR

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. $ti.

4. Sanayi Sitesi,

129/8 Sokak, No : 2
Bornova - iZMIR

Tel 1 (0232) 375 52 83
Faks :(0232) 3756059

e-posta : ermatekniklid@superonline.com

KAHRAMANMARAS :

Kahraman Bobinaj

Kuguk Sanayi Sitesi,

25. Carsi No: 8

Merkez - KAHRAMANMARAS

Tel : (0344) 236 29 68

Faks :(0344) 236 42 32

e-posta : aksakahraman@hotmail.com

Ustiin Bobinaj

Sanayi Sitesi, 15/B Blok, No : 4
Elbistan - KAHRAMANMARAS

Tel : (0344) 413 64 93

Faks :(0344) 41334 22

e-posta : muratustun123@hotmail.com

KAYSERI :

Elektroland Elektrik Elektronik

Makina ve Metal Sanayi Ticaret Ltd. $ti.
Agag isleri Sanayi Sitesi

25. Cadde, No : 19

Merkez - KAYSERI

Tel : (0352) 311 53 65

Faks :(0352) 31152 67

e-posta : elektroland38@hotmail.com

Merkez Kaynak Sanayi ve Ticaret Ltd. $ti.
Yeni Sanayi, Zuhal Caddesi

20. Sokak, No : 3

Kocasinan - KAYSERI

Tel : (0352) 331 82 80

Faks  :(0352) 33199 67

e-posta : info@merkezkaynak.com.tr
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Teknik Servisler - 4

KIRSEHIR :

Coziim Elektronik

Ahi Evran Mahallesi

Sehit Bekir Korkmaz Cad. No : 19/C
Merkez - KIRSEHIR

Tel : (0386) 213 46 70

e-posta : sukrupolat40@hotmail.com

KOCAELI :

Gdka Marmara Makina San. Tic. A.S.
Sultan Orhan Mabhallesi
Kuguk Sanayi Sitesi

B-4 Blok, No : 6 )
Gebze - KOCAELI
Tel : (0262) 641 24 11

Faks :(0262) 641 24 33

e-posta : marmara@marmaramotorsan.com

KONYA :

Faruk Bobinaj ve Kaynak

Fevzi Cakmak Mahallesi

Komsan Is Merkezi

10561. Sokak, No : 9

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 Sit. 24. Blok, No : 13
Yesilyurt - MALATYA

Tel : (0422) 238 33 11

Faks :(0422) 238 33 11

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

MANISA :

Irfan Bobinaj

Guzelyurt Mah. Mehmet Akif Ersoy Cad.
D Blok, No : 86/A

Merkez - MANISA

Tel : (0236) 236 22 96

e-posta : cengiz@irfanbobinaj.com.tr
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MERSIN :

Sekerler Elektrik Bobinaj

Siteler Mahallesi, Sanayi Sitesi

G / 25. Blok, 5696 Sokak, No : 2/G
Akdeniz - MERSIN

Tel : (0324) 336 35 55

Faks  :(0324) 336 70 98

e-posta : info@sekerlerbobinaj.com

NIGDE :

Giil Bobinaj

Terminal Caddesi, Sahinali Mahallesi
Ozel idare Lojmanlari, No : 5

Merkez - NIGDE

Tel : (0388) 21345 12

Faks : (0388) 213 45 11
e-posta : gulbobinaj51@hotmail.com

ORDU :

Zafer Elektromekanik

2. Sanayi Sitesi, 12. Blok
No : 15/A

Merkez - ORDU

Tel : (0452) 233 12 69
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 : v.2v.megatronik@hotmail.com

SAMSUN :

Med Kaynak Teknidi

ilk Adim Sanayi Sitesi

57. Sokak, No : 44

Tekkekoy - SAMSUN

Tel : (0362) 260 50 01

Faks : (0362) 260 50 02
e-posta : info@medkaynak.com



Teknik Servisler - 5

Tele Radyo TV

Ulugazi Mahallesi

Hakkibey Sokak, No : 32

Merkez - SAMSUN

Tel : (0362) 43199 12

e-posta : samsunaskaynak@hotmail.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 :

Girigim Dis Ticaret A.S.

Yeni Sanayi Sitesi

Mubhittin Mahallesi

M1-Blok, No : 10

Corlu - TEKIRDAG

Tel : (0282) 67374 73

Faks :(0282) 67374 72

e-posta : servis@girisimdisticaret.com

TRABZON :

Teknik Elektronik Bobinaj

Sanayi Mahallesi

Degirmen Cad. No : 25
Degirmendere - TRABZON

Tel : (0462) 32552 26

Faks :(0462) 32552 26
e-posta : davut.kol@hotmail.com

Zirve Endiistriyel Elektronik

Rize Caddesi

Demirkirlar is Merkezi, No : 61
Degirmendere - TRABZON

Tel : (0462) 328 14 83

Faks :(0462) 328 14 84
e-posta : zirveteknik.tr@gmail.com

VAN :

Ozen Elektrik Bobinaj

Vali Mithat Bey Mahellesi

Kocubey Caddesi, No : 3

(Halk Egitim Merkezi arkasi)

Merkez - VAN

Tel 1 (0432) 214 22 20

Faks :(0432) 2153827

e-posta :ozen.elektrik.bobinaj@hotmail.com

YALOVA:

Anadolu Kaynak Ekipmanlar

Merkez Mahallesi

Devlet Karayolu Caddesi

No : 40, Kaytazdere

Altinova - YALOVA

Tel : (0226) 461 40 08

Faks :(0226) 46139 89

e-posta : ismailduman@anadolukaynak.com.tr
www.anadolukaynak.com.tr

ZONGULDAK :

Emre Elektronik

Elmatepe Mahallesi

Camii Sokak, No : 12/A

Karadeniz Ereglisi - ZONGULDAK

Tel 1 (0372) 312 46 57

Faks :(0372) 31246 57

e-posta : emreelektronik67@hotmail.com

Guncel
teknik servis iletisim
bilgilerimiz

ve diger sorulariniz igin
lGtfen

“www.askaynak.com.tr”

internet adresimizi
ziyaret ediniz.
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Baglanti Adresleri

Degerli musterimiz,

Asagida belirtilen énerilere uymanizi dnemle
rica ederiz.

1- Makineyi aldiginizda “Garanti Belgesi”ni
mutlaka onaylatiniz.

2- Makinenizi kullanma kilavuzunda belirtilen
esaslara uygun olarak kullaniniz.

3- Servis ihtiyaciniz oldugunda Istanbul
merkezde bulunan Teknik Servis
Departmanr'miza, size en yakin Bélge
Satig Bliromuz'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 Bélgesi 2. Cadde, No: 5, Sekerpinar
41420 Gayirova - KOCAELI

Tel : (0262) 679 78 00

Faks :(0262) 679 77 00
umit.uzun@askaynak.com.tr
cengiz.yilmaz@askaynak.com.tr

BOLGE SATIS BUROLARIMIZ

iISTANBUL Bélgesi Satis Blirosu

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

iZMiR Bélgesi Satis Biirosu

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

35120 - IZMIR

Tel  :(0232) 44990 35 - 449 01 64
Faks :(0232) 449 01 65

ANKARA Boélgesi Satis Blirosu

Ostim Sanayii Sitesi

Ahi Evran Caddesi, No: 83
06370, Ostim - ANKARA

Tel 1 (0312) 385 13 73 - pbx
Faks :(0312) 354 02 84

ADANA Boélgesi Satis Blirosu

Yesiloba Mahallesi, 46253 Sokak

Metal Sanayi Sitesi, No: 5/B

01100 Seyhan - ADANA

Tel 1 (0322) 359 59 67 - 359 60 45
Faks :(0322) 359 60 01

Dikkat !

Her turli bakim ve onarim islemleri icin bulundugunuz noktaya en yakin olan ve Kaynak Teknigi
Sanayi ve Ticaret A.S. tarafindan yetkilendirilen teknik servislerimize veya satis birolarimiza
basvurunuz. Yetkisiz servisler veya kisiler tarafindan yapilan bakim ve onarim iglemleri Uretici firma
garantisini gecersiz kilar.
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“AT” UYGUNLUK BEYANI
“EU” DECLARATION OF CONFORMITY

imalatc1 / Manufacturer
Kaynak Teknigi Sanayi ve Ticaret A.S.
Uriin / Product
Ortiilii Elektrod Kaynak Makinesi - MMA Welding Machine
Marka - Model / Brand - Model
Askaynak® Inverter 155-SUPER

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

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

Uyumlastinlmis Standartlar / Harmonised Standards

TS EN 60974-1:2013, TS EN 60974-10:2014

1%1“ fhen

Sertag OZEN
Teknik Hizmetler Muduru - Technical Sevices Manager
Kocaeli, TURKEY
15.01.2017
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Bu uygunluk beyani yalmzca imalatginin sorumlulugu altinda diizenlenir.
This declaration of conformity is issued under the sole responsability of the manufacturer.

CE sertifikas1 2017 yilinda eklenmistir.
CE mark was first affixed in 2017.

Kaynak Teknigi Sanayi ve Ticaret A.S.
TOSB Otomotiv Yan Sanayi lhtisas Organize Sanayi Bolgesi
2. Cadde, No: 5, Sekerpinar 41420 Cayirova, Kocaeli - TURKEY
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Kaynak Teknigi Sanayi ve Ticaret A.S.

TOSB Otomotiv Yan Sanayi ihtisas Organize Sanayi Bolgesi
2. Cadde, No: 5, Sekerpinar 41420 Cayirova, KOCAELI - TURKEY
Tel: (+90 262) 679 78 00 Fax: (+90 262) 679 77 00

www.askaynak.com.tr
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Safety in Welding - 1

This machine has been designed for MMA welding works with coated electrodes.

Can not be used for any other purpose.

This machine must absolutely be used by authorized personnel, who is trained welder.
Please make sure that all the operations, maintenance repair procedures are carried out by
authorized persons. Before operating the machine read and understand this user manual. Not
complying with the instructions given in the user manual may result in serious injuries, loss of
life and damages in the machine. Please read the cautions stated with below symbols. Kaynak
Teknigi Sanayi ve Ticaret A.S. is not responsible for damages caused by improper installation,
improper storage or abnormal operation.
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WARNING: This symbol means that the instructions provided in the user manual
must absolutely be obeyed in order to prevent serious injuries, loss of life and
severe damage to the machine. Please protect yourself and those around you.

READ AND UNDERSTAND THE INSTRUCTIONS CAREFULLY: Read and
understand this manual before operating this equipment. Not complying with the
instructions given in the user manual may result in serious injuries, loss of life and
damages in the machine.

Welding works should not be performed in a careless, pre-occupied, tied or
sleepless state.

Arc welding is a safe application only when adequate measures against any
potential hazards are taken. If those measures are missed or ignored, it might result
in serious or probably fatal electrical shock, exposure to excessive amounts of
smoke and gases, arc radiation, fire or explosion etc. hazards.

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

Protective Equipments:

The welding operators should wear clothing for protection against risk of burning.
Welding burns caused by the contact of the splashing sparks with the skin are one
of the most common risks encountered.

Skin burns is one of the most common risks encountered caused by welding sparks.

Woolen clothing should be preferred due to the resistance against fire. Because the
synthetic clothing melts when exposed to heat, they must not be worn.

The protective clothing should be kept away from grease and oil. Such materials
may increase the flammability.

The shirt and pant sleeves should not be folded. Because the sparks of molten
metal may fall in to the folds. The pants should be kept over the work boots and not
inserted in. Otherwise the sparks of molten metal may fall in to the boots.



Safety in Welding - 2

The other protective materials to be used in hazardous circumstances are as
follows:

* Fire resistant clothing,

¢ Leg Dusters,

* Aprons,

* Leather arm covers and shoulder cloaks,
* A cap worn under the welding mask.

Gloves made of fire-resistant materials such as leather etc. must to be worn without
fail, in order to protect the hands against burns, cuts and scratches. Additionally,
the gloves made of fire-resistant materials such as leather etc. have to be robust and
dry to ensure protection against electrical shock.

Noise:

Ear protection should be used for protecting the ears against sparks and molten
metal as well as loss of hearing caused by the noise of the arc welder. When the
noise level in the work environment reaches a disturbing level for the ears and
causes head ache, a hearing problem may be experienced. Ear protection must be
used immediately in such cases.

The loss of hearing may not be evident until a test is conducted, but treatment after
that point may also be too late.

Importance and Cleanliness of Working Environment:

The order and cleanliness of the work environment is equally important as
maintaining the welding machine.

The degree of hazard increases along with the number of the employees. Despite
reading the warning notes about the machine and taking the measures required,
someone tripping on a live cable in the work environment could still create the risk
of electric shock, contact with hot metals or falling down.

All the equipment, cables, hoses and gas cylinders must be kept away from the
floors, corridors and stairs etc. with heavy traffic. The environment must be kept
orderly and neat and the work environment must be cleaned after the welding works
are finished. This will improve the work efficiency along with work safety. Moreover,
somebody in the work environment my accidentally step in to the welding bath;
therefore barriers should be placed around the area during the welding works.

GAS CYLINDER MAY EXPLODE: Only the gas cylinders specifically manufactured
for welding purposes containing compressed gas should be used. Make sure that
correct regulators for the gas and cylinder pressure used are installed properly.
The cylinders must be kept in an upright position and attached somewhere with
the safety chain. Do not displace the cylinders without installing the safety caps.
Make sure that the electrodes, electrode handles, work clamps and all types of
parts carrying voltage do not come in touch with the cylinders. Store the cylinders
away from risky places, where heat and sparks are generated.

WELDED MATERIAL MAY BURN: Intense heat may be released while welding.
Contact with the hot surfaces and materials may cause serious burns. Gloves must
be used without fail while touching or carrying such materials.
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Safety in Welding - 3

:ﬂ ° ELECTRIC SHOCK CAN KILL: Electrical shock is the most serious risk that the
welding operator might face frequently. Contact with the live electrical materials
can lead to injuries, death, electrical shocks or sudden falls by reflex. Do not touch
the electrode, grounding wire or work piece under voltage attached to the machine.
Insulate yourself against contact with the electrode, grounding wire or work piece.
Do not touch the plug’s metal pins after disconnection from the power. It contains
risk of electrical shock.

The electrical shock risk associated with the welding machine is divided in to two categories:

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

The primary electrical shock is much more dangerous, since the voltage is higher
than the welding voltage. Primary electrical shock may happened by contact with
a live part in the machine while the body is grounded when there is power on
the machine. Please do not forget that the ON/OFF switch on the machine may
not cut off the electricity connected to the machine itself. In order to get a safe
disconnection from mains supply; switch off the fuse and disconnect the input
cables from the connection terminals.

Never remove the side covers of the machine and in case of a failure, have an
authorized technician check and repair the machine.

Ground the machine and work piece without fail.

Do not use un-insulated cables and electrode holders, replace them with new ones.
Never immerse the electrodes in water for cooling.

Do not touch the electrode cables connected to two separate welding machines;
the voltage carried may be equal to the sum of the open circuit voltage of both
machines.

Please use a safety harness without fail while working on high places to prevent
falling because of an electrical shock.

2
i 2
(/9]
o<
=

FUMES AND GASES MAY BE DANGEROUS: The welding works may cause the
emission of smoke and gas hazardous for human health. In order to protect the user
against this hazard, the smoke or gases have to be removed by providing adequate
ventilation.

Generally short-term effects such as burns in the face and skin, dizziness, nausea
and fewer etc. may be experienced during the welding operations depending on the
exposure length to the smoke and amount of smoke present. Longer exposure to
smoke may lead to the accumulation of iron in the lungs and may cause functional
disorders. Bronchitis and lung fibrosis are the most frequently seen effects.

Some electrodes may contain certain alloys that make special ventilation
compulsory. The labels on the products that require special ventilation should not
be ignored and the “Material Safety Data Sheet (MSDS)” must be read carefully.
Gas masks may have to be used while welding with such materials.

Keeping the head out of the smoke cloud is one of the easiest ways of protection
against hazardous gases and smoke.

Do not breathe the smoke and gases and use mechanical air circulation and
ventilation apparatus; and if the ventilation is till insufficient, gas masks should be
used.
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Safety in Welding - 4

THE WELDING ARC MAY CAUSE BURNS: During the welding operations,
appropriate masks, filters and protective lenses should be used for protecting the
eyes against the light emitted by the welding arc and the flying particles. The skin
should be protected using fire-resistant clothing. The people in the vicinity should
be protected by panels made of fireproof materials, they should not look at the
welding arc directly and must be warned against effects of the arc light.

Even short periods of exposure to the UV rays may cause eye burns called “welding
dazzle”. The person affected may not be aware of the “welding dazzle” for hours
after exposure, which can become extremely disturbing in the end and even cause
temporary loss of sight. Normally the eye dazzle is a temporary condition, but long
term exposure of the eyes to the UV rays may result in permanent damages in the
eyes. As protective measures besides not looking at the welding arc, a protective
welding mask with appropriate filtering lens should be used.

The following table may be used for selecting the proper filter against arc welding
with shielded electrodes.

=Z

Protective Filter Selection Table
Welding Electrode Current Range Protective Protective
Method Diameter (Amper) Filter Filter
(mm) (lower limit) | (recommended)
Covered <24 <60 7 -
Electrode 25-4.0 60 - 160 10
Arc 4.0-6.4 160 - 250 10 12

welding > 6.4 250 - 550 14

From ANSI Z49.1-2005

USER

-
<
=]
P4
<
=

WELDING SPLASHES MAY CAUSE FIRE OR EXPLOSION: Keep the flammable
materials away from the welding areas and maintain a fire extinguisher at an easily
accessible place. The splashes and hot materials ejected by arc welding may fly
around easily even from the narrowest opening. Do not perform any welding on
any barrel, container or material until making sure that the measures required for
removing the flammable and noxious gases from the environment are taken. Never
operate the machine in places, where flammable gases, vapors or fluids may be
present.

Keep the possibility of fire risk in mind as arc welding may produce very high
temperatures.

The welding arc temperature may reach 5000°C, but heat alone is not areason for fire
generally. The fire risk is created by the sparks and molten metal particles splashing
around. Such metal splashes may reach ten meters of distance. Therefore, keep the
easily flammable materials away from the welding environment. Furthermore, make
sure that your work piece does not contact any material that might flame as it heats
up. The materials that might catch fire when heated are divided in to three groups
as fluids (gasoline, oil, paint, thinner, etc.), solids (wood, cardboard, paper etc.) and
gases (acetylene, hydrogen etc.)
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Safety in Welding - 5

Watch the welding environment. If there is any systems using gasoline or hydraulic
oil present and if the welding environment cannot be moved elsewhere, place a fire-
resistant barrier in between. If you are welding at a high place or on a ladder, make
sure that no explosive or flammable materials are stored below. Moreover do not
forget the possibility of slag and sparks falling on the people around.

Special measures have to be taken while welding in a dusty environment. The dust
particles may catch fire and cause a sudden fire or explosion. If you have no idea
about the flammability or volatility of the ambient dust, do not start the welding or
cutting works before obtaining the approval of an expert or authorized person.

Before starting welding, check if the welding piece has a flammable coating that could
catch fire when heated.

When you take a pause during the welding works, make sure that the electrode handle
does not touch the ground or work piece.

If you are carrying out welding works within ten meters from flammable materials,
keep an observer with you. The observer should watch where the sparks and splashes
are falling around and should have easy access to the fire extinguishers if necessary.
Once the welding work is finished, check the welding area for any trace of smoke for
about half an hour with the observer.

The first rule during a welding-related accident is not to panic just like any other
emergency situation. Depending on the magnitude of the fire, activate the fire alarm,
notify the fire department, turn off the welding machine and leave the area as fast as
possible through the fire exits.

~ ® ELECTRICAL EQUIPMENT: Before starting to work on the machine, cut the power
supply by means of the switch located in the fuse box. Make the electrical connections
in conformity with the rules currently in force.

GROUNDING: For your safety and trouble-free operation of the machine, it should be
connected to a power outlet with proper power supply and grounding cables.

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 electrode clamp (handle) on the welding table or any surface in contact with
the grounding clamp.
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ELECTRIC and MAGNETIC FIELDS MAY BE HAZARDOUS TO THE HUMAN
HEALTH: The current passing through the conductors creates an electromagnetic
field. The electromagnetic field thus formed may have an effect on the pace-maker

:qﬂ etc. equipment. The welders, who use pace-makers, should consult with a physical
AN

therapist before working with the machine. The electrical and magnetic fields could
also cause other unknown health—related problems.

MOVING PARTS MAY CRUSH YOUR HANDS: Do not place your hands on or near
the fan and the moving parts of the machine.

‘\\

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

SAFE OPERATION: This machine is suitable for carrying out welding works in the
places with high probability of electrical shock.
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Safety in Welding - 6

EXTRA SAFETY MEASURES:

Applying the safety measures under certain circumstances may become difficult; nonetheless, the
rules set forth should be abided with. Keep your gloves dry and if that becomes impossible, keep a
spare pair with you.

Stand on a non-conducting material such as plywood, plastic mat etc. Insulate your body from the
welding piece.

If you have to carry out welding works with high possibility of electrical shock such as in a moist
environment, in wet clothing, grids or scaffolding on your knees or leaning out or, where contact with
the ground is prevented, prefer to use the machine types specified below:

* Semi-automatic fixed DC voltage machines,
* DC manual arc welding machines,
* Reduced voltage controlled AC welding machines.

The condition of the electrode handle and cables is very important. The plastic or fiber insulator
on the handle prevents contact with live parts. Always check the condition of the handle before
operating the welding machine. Replace the old and worn out handles and do not try to repair.
Conduct the same checks on the cables as well and since replacing the cable may be costly, repair
them with a high-resistance heat shrink etc. Check the insulation at all times before operating the
machine.

If you feel an electrical shock, remember that this is a warning. In such a case, before continuing with
the work, check your working habits and work environment in terms of electrical shock risks. In case
of any abnormal situation, do not continue with welding without taking the measures required. If you
cannot identify the source of the problem, have it checked by an authorized specialist.

PRECAUTIONS FOR THE OTHER PERSONS IN THE WORK AREA:

The cleanliness and order of the work area are very important for you and the other people in the
area both. Other welders or people walking around may step into your welding bath accidentally or
trip on the cables and fall inviting the risk of an electrical shock to you and the other people around.
Furthermore, the welding splashes may cause risk of burns to the other people in the vicinity.

Segregating the welding site with a fire-proof barrier could reduce the above risks.

Warn other people in the work area about using work safety equipment. In particular if they have to
work in a welding site, warn them about wearing fire-resistant work outfits, work goggles, insulated
shoes and gloves etc. remove the people, who do not heed your warnings, from the work site.

If you are welding on a high place, use warning signs showing the risk of welding splashes falling
down on the people below.

Electromagnetic fields may be dangerous for the pace-makers.

Warn the people in the vicinity, regardless of welders or otherwise, regarding the above and post
warning signs. Tell such people that they should consult a doctor before entering the welding area.
The welding sites pose high risk of electrical shocks. Other people may face the risk of an electrical
shock by passing on a cable while working around. Do not use un-insulated welding cables and
pass the cables through insulated, plastic ducts where possible.

INFORMATION ABOUT THE RESIDUAL RISKS :

Askaynak Inverter 155-SUPER welding machine has been designed and manufactured in
conformity with the safety rules setout by the TS EN 60974-1 standard. All the measures required for
eliminating the safety risks involved have been taken and the measures to be taken by the users and
the rules to be observed have been indicated in the user manual. Eliminating the said risks is not
possible if due care is not exercised and the safety measures prescribed are not taken. Such risks
may start from slight injuries, but the risk of explosion may become fatal for multiple people as well.
Ensuring the safety of the welding area is the responsibility of the user and if the said measures are
not taken properly, the work must be stopped and the authorized persons must be notified
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General Characteristics

The ASKAYNAK Inverter 155-SUPER Power source unit with inverter, is a technology that is
introduced to the market in 1980s. 50Hz/60Hz frequency is converted to 20 KHz or above, which
means high frequency, by IGBT and then voltage is decreased and alternating current (AC) is
converted to direct current (DC), a powerful DC source current is created by using PWM technique
in inverter technology, the size and weight of the welding machine is decreased and the efficiency
is increased by 30% with inverter technology. The most important specifications of the welding
machines that is produced with inverter technology are providing stabile arc, safety, lightness and
energy saving. The improvement of welding machines with inverter is called a revolution in welding
area by experts.

The advantages offered by the ASKAYNAK Inverter 155-SUPER welding machine are:

1- Smooth DC current, high-quality welding capability and stable arc,

2- Ease of controlling the welding bath in molten state.

3- Ease of electrode ignition by means of the sufficient open-circuit voltage.
4- Light and easy to carry, simple installation.

Input
Input Voltage Power Consumption Frequency
220V = % 10/ 1 Phase 4.5 kW (15% operation cycle) 50/60 Hertz (Hz)

Welding Current Output Rates

Duty Cycle Output Current Output Voltage
(10 minutes period) (Amper) (Volt)
% 15 140 A 25.6 V (DC)
% 60 90 A 23.6 V (DC)
% 100 70 A 22.8V (DC)

Output Range

Welding Current Range Maximum Open Circuit Voltage
30-140A 77V (DC)

Supply Cable: 3 x 1.5 mm?

Physical Dimensions

Height Width Length Weight
250 mm 138 mm 370 mm 6 kg

Operation Temperature between -10°C and +40°C

Insulation Class : H

Pollution degree : 3
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Installation and Operator Instructions

Location and ambient conditions :
(Read this section well before installing and operating the machine)

In order to ensure a long and reliable service life of this machine, the simple preventive measures
indicated below should be observed:

1- Do not place or operate the machine on a surface with more than 15° of incline.

2- Machine has to be operated in a place with fresh air flow and any obstructions that could prevent
air flow should be eliminated. Do not cover the machine with paper or cloth while operating.

3- Dust and dirt may enter the machine. It must be minimized dust to enter the machine. Do not
operate the machine in very dusty places or in an environment with water, paint, oil particles or
corrosive gases.

4- This machine has a protection class of IP21S. Please keep the machine as dry as possible and
do not place or puddles of water.

5- The welding machine should be used in well lighted place and not used in the dark. Furthermore,
it is designed for indoor usage and is not suitable for use under direct sunlight and rain or snow.
The welding machine mustn’t be used for pipe thawing purposes.

6- Place the machine away from the radio-controlled devices. The normal operation of the machine
may affect the operation of the other machines of this type in the vicinity adversely, which may
lead to injuries or equipment failure. Please read the section “Electromagnetic Compliance” in
this manual.

7- Do not operate this machine in temperatures below -10°C and above +40° C with a relative
humidity of above 70 %.

8- Do not allow unauthorized people to open the work covers of the machine and carry out any work
inside, which might lead to mortal danger. Any contrary behavior shall be considered as having
accepted the possible consequences in advance.

9- This is a dropping characteristic welding machine designed for welding with the 2.50 and
3.25 mm diameter welding electrodes with rutile and basic coating used for light welding
operations.

Duty Cycle and Overheating :

The duty cycle of the machine is the percentage rate of welding capability of the machine at the
specified welding current to 10 continuous minutes without resulting in overheating or interrupting
the work.

The machine is protected against overheating by the basic protection provided. When this protection
trips, the warning lamp on the panel lights up. When the machine is cooled to the safe working
temperature, the warning lamp goes off and welding is resumed.

Idle State :

As described in EN 60974-10 idle state is the operating state in which the power is switched on and
the welding circuit is not energized.

There is no idle state at this machine.
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Preparation for Work - 1

Mains Cable Connection / Controls and Operational Characteristics :

Check the mains voltage, phases and frequency before operating the machine. The mains voltage to
be used is declared in the section “Technical Characteristics” of this manual and on the name-plate
of the machine.

Make sure that the cables connecting the machine to the mains are properly grounded and power
supply is sufficient for the normal operation of the machine. The welding machine must only
connected to a 16A slow-blow fuse protected line with the plug provided.

1- This machine has been designed to operate on 1 phase, 220 V (AC) and 50-60 Hz mains
voltage with insulation based on the line-neutral voltage values. It should be used only with
the single phase, 3 wire systems with earthed neutral.

2- The machine must not be connected to the mains and turned on without a proper protective
grounding approved by an authorized electrician. The electrical leaks may be fatal for the
human health.

FRONT PANEL REAR PANEL
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Preparation for Work - 2

Front and Rear Panel components:

1-
o
3-

Power Indicator Led : Shows the On/Off state of the machine.
Negative (-) Welding Cable Connection : Welding current negative () output connection.

Overload/temperature Warning Led : These leds light up when the machine cannot provide
output current sue to overheating. This situation is encountered when the ambient temperature
rises above 40°C and the duty cycle (operating efficiency) of the machine is exceeded. Leave the
machine on and wait until it cools off. The machine will be ready for operation again when the
lamp goes off.

Welding Current Control Knob : Potentiometer used to set the output current used during
welding.

Positive (+) Welding Cable Connection : Welding current positive (+) output connection.
On/Off switch : Controls the main power input to the machine.
Input cable : This machine is provided with a plugged input cord. Connect it to the mains.

Coated Electrode Welding :

The following actions need to be done before starting the welding procedures:

1-

w N
T h

IN
1

(o))
1

8-

First determine the pole appropriate for the electrode used. This information can be found in the
data sheet of the electrode. Then connect the welding cables to the output according to the pole
required. For example; if DC (+) is to be used, connect the electrode cable to the (+) output of
the machine (5) and the grounding cable to the (-) output (2). Selecting a wrong connection may
result in unstable arc formation, too much splashing and the electrode sticking to the work piece.

Turn the connecter 1/4 clockwise after inserting in the plug with the guide pin on top. Make sure
that the connector is seated firmly in place without tightening too much. Otherwise, the loose
sockets may overheat and burn out during a prolonged period of use or high welding currents.

Attach the electrode to the electrode clamp.

Connect the work clamp to a clean place on the work piece free of paint or rust with the jaws in
complete contact.

Insert the input cable to a suitable mains supply.
Perform the following checks before starting the welding procedure:
a- Make sure that the welding machine is grounded securely.

b- Make sure that all contact surfaces, especially the contact between the work clamp and work
piece are well secured.

c- Check that the welding cables are attached correctly.

d- The particles and sparks splashing around while welding may cause a fire. Therefore, make
sure that no flammable materials are present in the welding area.

Turn on the On/Off switch (6).

Adjust the proper welding current to be found from the electrode data sheet according to the
electrode diameter, type and welding position with the “Welding Current Control Knob (4)”.

In general, the welding current should be between the values indicated below. However, adjusting
your settings according to the values setout in the catalog of the welding electrode manufacturer
recommendations would be more appropriate.

This welding machine is designed for 2.50 and 3.25 mm diameter welding electrodes with
rutile and basic coating used for light welding operations.

Current range for rutile and basic electrodes:
2250mm:70-100 A 23.25mm:100- 140 A
Start welding observing the welding rules.
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Maintenance and Troubleshooting - 1

The periodic maintenance procedures have to be carried out regularly to ensure the efficient and
safe operation of the welding machine. The user needs to understand the maintenance procedures,
two know the welding machine well, to be able to carry out the safety practices alone and take care
to prolong the service life of the machine by minimizing the error rates. Detailed information about
periodic maintenance has been given in the table below.

Warning : The welding machine must absolutely be disconnected from the mains supply during
the maintenance works. The maintenance works must be carried out by authorized specialists.

DAILY MAINTENANCE

Make sure that the welding current adjustment knob of the front panel of the machine
and the On/Off switch on the rear panel are in place and good working order. If current
adjustment knob is not installed properly or if the on/off switch is loose and not working
freely, contact to an authorized service shop.

After turning on, check the machine for vibrations, whistling sounds and smoke etc. In case
of any problem, try to find the source; if the problem is stemming from the environment,
eliminate it and if the problem is stemming from the machine, do not intervene and contact
to an authorized service after disconnecting from the mains.

Check the proper operation of the thermal protection of the machine. To check this:
Load the machine at 140 A at %15 duty cycle. If the thermal protection does not activate
within approximately 4-5 minutes at this current value, something must be wrong with the
thermal protection. Contact the service in such a case. Otherwise, overheating may lead
to a risk of fire.

Check the short circuit protection. To check this: Touch the electrode to the work piece
and measure the current passing through the welding cable with clampmeter. The current
should drop to 5 A in a short time. If not contact your service.
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Make sure that the welding current is according to the setting value. In case of difference,
re-adjust as this may affect the normal welding operation.

Make sure that the cooling fan is not faulty and rotates normally. If the fan does not cut in
when the machine gets really hot, check if the fan impeller is stuck. If the fan is defective,
contact your service.

Check is the welding connections are loose and overheating. Incase of overheating or
looseness, tighten them or contact to your service.

Check the current cable for damages. If damaged, wrap the damaged section with an
appropriate insulator or replace the cable.
MONTHLY MAINTENANCE

Clean the dust accumulated in the machine in time using a dry air compressor. Be careful
about the pressure value of the air against damaging the smaller components.

Check the screws on the machine. Re-tighten any loose screws. Re-install any missing
screws and replace any rusty screws.
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Maintenance and Troubleshooting - 2

QUARTERLY MAINTENANCE

Check the current delivered by the machine is equal to the value adjusted with the
potentiometer. Measure the actual current value with a clamp-type ammeter.

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 Sanayi and Ticaret A.S.

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

If the welding machine is to be stored for a long time, place it in the original box and store in a dry place.

PROBLEM POSSIBLE REASON SOLUTION

The Machine does not work,

Check the voltage of the phases entering

No mains power. the machine. Reconnect the phases.

Mains input cable defective. Replace as necessary

No Output, Fan does not

work. Replace the switch. Contact to the service

On/off switch defective. .
if necessary.

Input filter and/or power

board defective. Contact to the service.
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Maintenance and Troubleshooting - 3

PROBLEM

POSSIBLE REASON

SOLUTION

Arc not stable,
welding cannot be done
properly

Pole connections wrong
or weak.

Change the poles correctly and tighten
the connections.

Improper voltage value.

Is the mains voltage 220 V?
Extension cable of improper length
and size used.

Check and correct as necessary.

Machine vibrates.

Not seated on a sound and
flat surface.

Place the machine on a strong and flat
surface.

Strange sounds and smell
from the machine

Problem in the cooling fan

Check the cooling fan.
Contact to the service if necessary.

No voltage output at no load

Machine defective

Contact to the service.

No welding current output.

Not connected to the
machine outputs.

Connect properly.

Welding cable damaged

Replace the welding cable.

Work cable not connected
or loose.

Check the work cable, re-connect
if not connected.

Welding arc starts with
difficulty or the electrode
sticks to the work piece.

Connections loose or not
good.

Check the connections

Work piece dirty, oily or
excessively dusty

Check the work piece surface clean as
necessary.

Fuse blows when the main
switch of the machine is
turned on

Input filter board defective.

Contact to the service.

Welding current cannot
be adjusted properly.

The current control
potentiometer on the
front panel is defective or
not working.

Contact to the service.

Not enough penetration.

Welding current setting
too low.

Increase the welding current setting.
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Maintenance and Troubleshooting - 4

PROBLEM POSSIBLE REASON SOLUTION
Air ventilation is too strong. Use a protectlve_ bgrrler against air
ventilation.
Check the welding electrode.
Problem in the welding
electrode.
If the welding electrode has an eccentric
problem, replace the electrode.
Arc blow.

Magnetic field effect.

Change the welding direction in
the opposite of arc blow.

Change the position of the work clamp
or place grounding cables on both
sides of the work piece

Use a shorter arc distance.

Warning led lights on.

Overheating due to high
welding current or
longperiod of work.

Reduce the welding current or
reduce the work periods with pauses

Over current protection
tripping due to an
abnormal current in
the main circuit.

Contact to the service.
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Electromagnetic Compliance - 1

Designed according to the TS EN 60974-1

The EMU class of the machine according to TS EN 55011 is Group 2, class A.
Pls. see TS EN 60974-10 for detailed information.

There is no idle state at this machine.

* Do not switch on-off machine during welding. This may cause fluctuations in the mains
voltage and shorten the service life of the machine.

Wait for approximately 5-10 seconds after turning on the power unit to stabilize the machine,
then start welding.

» 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 circuit is dependent on local safety regulations.
Changing the earthing arrangements to improve EMC can affect the risk of injury or equipment
damage. Further guidance is given in 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;

b) radio and television transmitters and receivers;

c) 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) equipment used for calibration or measurement;
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Electromagnetic Compliance - 2

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

h) the time of day that welding or other activities are to be carried out.

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 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.

Not to be used in residential locations where the electrical power is provided by
the public low-voltage supply system.
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Electromagnetic Compliance - 3

* The product is subject to conditional connection. The largest allowable system impedance is
Zmax = 0,17 + j 0,11 (Ref : TS EN 61000-3-11)

* If the machine is used in an area with high electromagnetic fields, the welding/cutoff current
adjusted may exceed £10%.

* Equipment complying with IEC 61000-3-12.

Efficient Use in Terms of Energy Consumption

1- The welding machine has been designed and manufactured to consumpt low power when
turned on.

2- In order to prevent excessive energy consumption while welding, current values suited to the
electrode diameter should be used and using unnecessarily high currents should be avoided.
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Unpacking

ASKAYNAK Inverter 155-SUPER welding machine is sold in a cardboard box. Do not buy the
machines that are not in the original packaging. To remove the machine from the box, open the top
cover of the box and pull out the machine from the protective bag.

Do not discard the box and bag, keep them for repacking or storing the machine

Transportation and Storage Conditions

When no welding work is done, place the machine in to its box to protect against dust and other
the adverse ambient effects, especially if it is to be transported long distance. Make sure that the
welding machine does not sustain hard impacts and do not drop the machine.

Lift and carry the machine from the handle. Do not lift or carry the machine while in operation. Do
not toss around the machine while lifting, carrying or operating and protect against impacts. The
insulation range of the machines under impact may be reduced.

If the machine is to be idle or stored for a long time before re-use, clean the machine and place it in
its original box and store in a dry and dust-free place.

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. Decommission
the welding machine in compliance with the local regulations.

|

Accessories Delivered With the Machine

Welding clamp and cable
Work connection clamp and cable
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Spare Parts - 1
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Spare Parts - 2

No. P::k; x::bker Description Qty
1 82U8253085 Handle 1
2 82UP2.005.004 Machine Cover 1
3 82U8713003 Insulated Paper 2
4 82U5496872-B Front Control PCB+ Potentiometer 1
5 82UP2.005.006 Plastic Front Panel 1
6 82UP2.003.021 Front Label 1
7 82U7458010 Current Adjust Knob 1
8 82UP2.008.005 Welding Cable Connection Socket 16-25 mm Female-Panel(155S) 2
9 82UP2.005.005 Metal Bottom 1
10 82UP2.004.302 Hall Sensor 1
1 82UP2.001.613 Power System 1
12 82UP2.024.102 Thermal Switch 1
13 82U7232730 ON/OFF Switch 1
14 82UP2.003.022 Rear Label 1
15 82UP2.005.007 Plastic rear panel 1
16 82UP2.004.901 Fan 24 VDC (155S) 1
17 82U7411010 Input Rectifier 1
18 82UP2.001.615 Control PCB 1
19 82UP2.020.500 IGBT 2
20 82UP2.022.108 Freewheeling diode 2
21 82UP2.004.108 Main Transformer 1
22 82U7456148 Current Adjust Potentiometer 1
23 82UP2.021.328 Capacitor-Electrolytic (155S) 2
24 - Heatsink | 1
25 - Heatsink Il 1
26 - Heatsink IlI 1
27 - Heatsink IV 1
28 - Holder 2
29 82UP2.022.107 Output Diodes 4
30 82U7406408 IC TC 4424 1

Items Not shown
1 82UP2.013.107 Input Cable 1
2 82UP2.003.020 Nameplate 1
3 82UP2.003.018 Warning label 1
4 82U7406254 TOP 244 1C 1
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Electrical Connection Diagram - 1
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Electrical Connection Diagram - 2
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Warning Label and Technical Specification Table

o 0
WARNING! //’
Do not attempt to use this equipment until you have thoroughly read J?& ..
allinstallation, operating and maintenance information supplied with — =
your equipment. They include important safety precautions and ) =
detailed operating and maintenance instructions. Follow the safety ‘ f’}?f
informations exactly to avoid serious personal injury or loss of life. ﬁw
2N N | | —

Please read the “Safety in Welding” section in pages 36-41 for detailed information.

imalatci/Manufacturer: Marka/Trademark:
Kaynak Teknigi San. ve Tic. A.S. ASKAYNAK
TOSB Otomotiv Yan Sanayi ihtisas OSB ..

2. Cadde, No:5, Sekerpinar Tiirk Mal
41420 Cayirova, Kocaeli/TURKEY  Made in Turkey

Model: Seri No. makine lizerindedir
: Serial Nr. is located on

1~_{f1 | —= | TS EN 60974-1
QO TS EN 60974-10
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| 30A/21.2V - 140A/25.6V
_ X | %15 | %60 | %100
g]| o 2 | 140A | 90A | 70A

77V [ U2 | 25.6V | 23.6V | 22.8V

1 ~ U1 |1 maks |1eff maks
220V 29A 11.5A
50/60Hz

IP215 C€

URETIM TARIHI SERI NO. ETIKETINDE BELIRTILMISTIR
PRODUCTION DATE IS EMBEDDED WITHIN THE SERIAL NUMBER
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MANUEL D’UTILISATION

Techniques de soudage
et Propriétés techniques

oc)... Jaw]ce

Soudage a I’Arc MMA 2 ans de garantie limitée de piéces
de rechange
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¢

“AT” UYGUNLUK BEYANI
“EU” DECLARATION OF CONFORMITY

imalatc1 / Manufacturer
Kaynak Teknigi Sanayi ve Ticaret A.S.
Uriin / Product
Ortiilii Elektrod Kaynak Makinesi - MMA Welding Machine
Marka - Model / Brand - Model
Askaynak® Inverter 155-SUPER
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Sécurité de soudage - 1

Cette machine a été congue pour effectuer des soudages a I’arc avec des
électrodes enrobées.
Elle ne peut étre utilisée a d’autres fins.

Cette machine doit absolument étre utilisée par un personnel habilit¢ ayant recu une
formation de soudage. Assurez-vous que tous les branchements, opérations et procédures
de maintenance et réparation ont été effectués par des personnes habilitées. Avant d’utiliser la
machine, lire absolument ce manuel d’utilisation. Le non respect des instructions mentionnées
dans le manuel d'utilisation peut causer de sérieuses blessures, la mort et 'endommagement
de la machine. Veuillez lire SVP les avertissements mentionnés en face des symboles indiqués
ci-dessous. Kaynak Teknigi Sanayi ve Ticaret A.S. n'est pas responsable des dommages
causés par des branchements, des conditions de conservation et utilisation non adéquats.

AVERTISSEMENT: Ce symbole indique qu'’il est nécessaire de respecter les
instructions qui se trouvent dans le manuel d’utilisation pour éviter les blessures
sérieuses, les déceés et les dommages qui pourraient survenir sur la machine.
Protégez-vous et ceux qui sont dans votre environnement.

LIRE ATTENTIVEMENT LES INSTRUCTIONS ET LES COMPRENDRE: Avant
d'utiliser la machine, lire d’abord le manuel d’utilisation et comprendre ce qu'il
contient. Le non respect des instructions mentionnées dans le manuel d’utilisation
peut causer de sérieuses blessures, la mort et 'endommagement des équipements.

:Q ° LELECTROCUTION PEUT CAUSER LA MORT: Le danger d’électrocution est

le risque le plus sérieux que l'opérateur de soudage peut rencontrer. Etre au
contact des pieces électriques sous tension, peut causer des blessures, la mort ou
I’électrocution et peut causer une chute a la suite d’un réflexe soudain.Pendant le
fonctionnement de la machine, ne pas toucher a I'électrode, a la liaison a terre ou
a la piece a souder qui est sous tension en étant connecté a la machine. Protégez-
vous contre I'électrode, la liaison a terre ou la piéce a souder.Ne pas toucher les
extrémités en métal de la prise de la machine aprés I'avoir débranché du courant, il
peut y avoir un risque d’électrocution.

LA FUMEE ET LES GAZ PEUVENT ETRE DANGEREUX: Le soudage peut causer
la production de fumée et gaz dangereux pour la santé. Pour protéger les utilisateurs
de ce danger, une aération doit étre faite ou la fumée et les gaz doivent étre évacués
en dehors de la zone de respiration.

MANUEL
D’UTILISATION

LARC DE SOUDAGE PEUT BRULER: Lors de la réalisation du soudage ou pendant
son observation, des masques adaptés, des filtres et des verres protecteurs doivent
étre utilisés pour protéger les yeux des étincelles et des rayons produits par I'arc
de soudage. La peau doit étre protégée avec des vétements fabriqués a partir
de matériaux résistants au feu. Les personnes se trouvant a proximité doivent se
protéger avec des paravents adaptés fabriqués a partir de matériaux résistants au
feu et ces personnes doivent étre avertis concernant le fait qu’elles ne doivent pas
regarder en direction de I'arc et ne doivent pas s’exposer au rayon de l'arc.étre
évacués en dehors de la zone de respiration.
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Sécurité de soudage - 2
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LES ETINCELLES DE SOUDAGE PEUVENT CAUSER UN INCENDIE ET DES
EXPLOSIONS: tenir les matériaux inflammables a I'écart de I'emplacement ou le
soudage est effectué et mettre I'extincteur a un endroit facilement accessible. Les
projections et matériaux chauds peuvent s’échapper facilement des fissures fines et
des ouvertures les plus étroites. Ne pas faire de soudage sur aucune boite, tonneau,
cuve ou matériaux sans vous assurez que les précautions pour éloigner totalement
les gaz inflammables et toxiques ont été prises. Ne jamais faire fonctionner la
machine dans des espaces ou se trouvent des gaz, vapeurs inflammables ou des
carburants liquides.

EQUIPEMENT FONCTIONNANT AVEC LELECTRICITE: Avant de commencer a
travailler sur la machine, couper le courant en utilisant le disjoncteur qui se trouve
dans la boite de fusible. Effectuer les connexions électriques conformément aux
regles en vigueur.

MISE A LA TERRE: Pour votre sécurité et pour que votre machine fonctionne sans
probléme, les cables d’alimentation électrique doivent étre branchés sur des prises
dont la mise a la terre a été effectué correctement.

EQUIPEMENT FONCTIONNANT AVEC LELECTRICITE: Controler régulierement
la situation des cébles d’électrode, des cables d’alimentation et des cables reliés
a la machine. Lorsque vous étes face a une situation inappropriée quelconque,
remplacer immédiatement les pieces a probléme. Pour éviter le risque d’allumage
d’arc et d’incendie, ne pas laisser la pince a électrode sur la table de soudage ou
directement sur une surface en contact avec la pince du chassis.

LES CHAMPS ELECTRIQUES ET MAGNETIQUES PEUVENT ETRE NOCIFS
POUR LA SANTE HUMAINE: Lélectricité découlant sur les conducteurs
constitue un champ électromagnétique. Ce champ électromagnétique qui s’est
constitué peut avoir un effet sur les appareils tels que stimulateur cardiaque. Les
soudeurs qui utilisent des stimulateurs cardiaques doivent demander conseil a un
physiothérapeute avant de travailler avec la machine.

LA BOUTEILLE DE GAZ PEUT EXPLOSER: N'utiliser que des bouteilles de
gaz sous pression qui contiennent un gaz protecteur produit spécialement pour
les opérations de soudage. Assurez-vous que des régulateurs adaptés au gaz et
pression de la bouteille utilisée sont installés correctement sur la bouteille. Les
bouteilles doivent étre tenues en position verticale et doivent étre attachées a
un endroit fixe avec une chaine de sécurité. Ne surtout pas changer la place des
bouteilles sans fermer les couvercles protecteurs. Faire attention a ne pas mettre
en contact les électrodes, les pinces a électrodes, les pinces du chassis et toutes
les pieces sous tension avec la bouteille de gaz. Conserver les bouteilles de gaz a
I’écart des espaces produisant de la chaleur et des projections et des espaces a
risques.
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Sécurité de soudage - 3

64

LE MATERIEL SOUDE PEUT BRULER: Lors du soudage, une grande intensité
de chaleur peut étre produite. Les surfaces et matériaux chauds peuvent causer
de sérieuses brulures. Des gants doivent étre absolument utilisés en touchant ces
matériaux et en les transportant.

SIGNALISATION DE SECURITE: Cette machine est adaptée pour effectuer des
soudages dans des milieux ou le risque d’électrocution est élevé.



Propriétés générales

ASKAYNAK Inverter 155-SUPER est une soudeuse avec variateur fabriquée en utilisant la derniere
technologie de variateur. Les unités de puissance de soudage a arc avec variateur, est une
technologie qui a apparu a partir des années 1980 sur les marchés internationaux. La fréquence
50Hz/60Hz est convertie a une fréquence de 20KHz et plus par le IGBT, c’est a dire a une fréquence
élevée puis le courant est réduit et le courant alternatif (AC) est converti en courant continu (DC).
Avec la technologie de variateur, un courant de soudage DC puissant est produit en utilisant la
techniqgue PWM. Grace a la technologie de variateur, la dimension de la soudeuse et son poids ont
considérablement diminué et son efficacité a augmenté de 30%. Les sujets tels que la constitution
d’arc précis, la sécurité, la Iégereté et 'économie d’énergie sont les propriétés les plus importantes
des soudeuses produites en utilisant la technologie de variateur. Le développement des soudeuses
avec variateur est considéré par les experts comme étant une révolution dans le domaine du
soudage.

Avantages fournis par la soudeuse ASKAYNAK Inverter 155-SUPER:

1- Soudage de haute qualité et arc précis avec un courant DC correct,

2- Possibilité de contréler facilement le bain de soudure qui a fondu,

3- Possibilité d’allumage facile d’électrode avec un voltage de circuit ouvert élevé,
4- Légereté et facilité de transport, installation et fonctionnement facile.

Puissance d’entrée

Voltage d’entrée
220V £10%/~1Ph

Puissance d’entrée
4.5 kW (a un cycle de service de %15)

Fréquence
50/60 Hertz (Hz)

Taux de sortie de courant de soudage

Cycle de service

Courant de sortie

Courant de sortie

(période de 10 minutes) (Amper) (Volt)

% 15 140 A 25.6V (DC)

% 60 90 A 23.6V (DC)

% 100 70 A 22.8V (DC)
Intervalle de sortie Cz)
Intervalle de courant de soudage Courant de circuit ouvert maximum d E
30-140A 77V (DC) g )
=
Cable d’alimentation : 3 x 1.5 mm? <§t -
Dimensions physiques g

Hauteur Largeur Longueur Poids

250 mm 138 mm 370 mm 6 kg

Température de fonctionnement entre —10°C et +40°C

Classe d’isolation : H

Degré de pollution : 3
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Instructions de montage et d’utilisation

Lire attentivement cette partie avant d’installer et d’utiliser la machine
Positionnement et environnement :

Il serait bénéfique de prendre les simples précautions indiquées ci-dessous pour que cette machine
soit utilisée avec sécurité pendant une longue période.

1- Ne pas mettre la machine sur une surface ayant une pente de plus de 15° et ne pas faire
fonctionner sur une telle surface.

2- La machine doit étre absolument utilisée dans un environnement avec une circulation d’air
propre, il ne doit pas y avoir de facteur empéchant I'aération ou la circulation d’air dans I'espace
ou la machine se trouve. Pendant son fonctionnement, la machine ne doit pas étre couverte de
papier, tissu ou de matériaux semblables.

3- La poussiere et la saleté peut s’incruster dans la machine. Cette situation doit étre réduite au
minimum. Ne pas travailler dans des espaces avec une poussiére intense et dans les milieux ou
I'atmosphere contient de I'eau, peinture et particules d’huile et des poussieres de broyage et gaz
corrosifs.

4- Cette machine fait partie de la classe de protection IP21S. Garder la machine au sec autant que
possible et ne pas mettre sur une surface mouillée ou avec une flaque d’eau.

5- La soudeuse doit étre utilisée dans des espaces ou I'éclairage est correct, elle ne doit pas étre
utilisée dans I'obscurité. De plus, elle a été congue pour une utilisation dans des espaces clos
et donc n’est pas adaptée pour une utilisation sous la lumiere du soleil, la pluie et la neige. La
soudeuse ne peut pas étre utilisée pour faire fondre des tuyaux gelés.

6- Mettre la machine a distance des appareils contr6lés par radio. Le fonctionnement normal de la
machine peut affecter de fagon négative le fonctionnement de ce type d’appareils qui se trouvent
a proximité et dans ce cas, causer des blessures ou 'endommagement des équipements. Lire la
partie “conformité électromagnétique” dans ce manuel d'utilisation.

7- Ne pas faire fonctionner cette machine dans des environnements inférieur a—10°C et supérieur a
+40° C et dont le niveau d’humidité est supérieur a 70%.

8- Louverture du couvercle de chassis de la machine et I'intervention par des personnes n’étant pas
habilitées dans le domaine des équipements électriques peut causer un danger mortel. Ceux qui
réagissent dans le cas contraire, sont considérés comme ayant acceptés les résultats négatifs
qui peuvent se produire.

9- C’est une soudeuse concue pour les petites opérations de soudage afin de briler les

électrodes de soudage en baton avec enrobage du type rutile et basique de 2.50 et 3.25
mm de diamétre.

Durée d’utilisation et surchauffe:

Lefficacité de fonctionnement de la machine est le taux en pourcentage de la durée de soudage
avec le courant de soudage donnée pendant 10 minutes sans surchauffe et sans faire d’arrét.

La machine est protégée contre la surchauffe grace a sa protection thermique. Lorsque cette
protection se met en marche, le voyant sur le panneau avant s’allume. Lorsque la température est
redescendue au niveau de fonctionnement sécurisé, le voyant s’éteint et I'opération de soudage
peut continuer.

Etat de repos :
Etat opératoire dans lequel I'alimentation est activée, mais ou le circuit de soudage n’est pas sous
tension.
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Préparation a I’emploi - 1

Connexion du céble d’entrée/contréleur et propriétés d’utilisation:

Contréler le courant d’entrée, les phases et la fréquence avant de faire fonctionner la machine.
Les valeurs de courant a utiliser sont indiquées dans la partie “Propriétés Techniques” du manuel
d’utilisation et sur la plaquette qui se trouve sur la machine. Assurez-vous que la liaison a terre des
cébles qui connectent la machine a l'installation électrique est adaptée et que I'intensité du courant
sera suffisante pour le fonctionnement normal de la machine. La soudeuse avec sa prise ne peut
étre branchée que sur une installation protégée par un fusible de 16 ampéres a action retardée.

1- Cette machine; a été congu de fagon a fonctionner avec une tension d’alimentation
a 1 phase, 220 V (AC) et 50-60 Hz et en prenant comme base les intervalles d’isolation
conformes aux valeurs de tension phase-neutre. Elle ne doit pas étre utilisée sur des
systémes avec liaison a terre neutre a 1 phase, et 3 fils.

2- La machine ne doit surtout pas étre branchée sur l'installation électrique et utilisée sans
la présence d’une installation électrique avec une protection sécurisée, approuvée par un
électricien agréé. Les fuites électriques causent un danger mortel pour la santé humaine.

3- Ne doit pas étre connectée sur une installation électrique triphasée.

PANNEAU AVANT PANNEAU ARRIERE
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Préparation a I'emploi - 2

Eléments des panneaux avant et arriére:

1- Voyant d’alimentation électrique : indique que la machine est allumée.

2- Connexion de cable de soudage négatif (-) : connexion de sortie négative (-) pour le courant
de soudage.

3- Voyant de surcharge/surchauffe : ce voyant s’allume lorsque la machine ne fournit pas le
courant de sortie en cas de surchauffe. Avec cela, il indique que la température ambiante est au-
dessus de 40°C et que le taux de fonctionnement de la machine (efficacité de fonctionnement)
est dépassé. Attendre le refroidissement de la machine en la laissant allumé. Lorsque le voyant
s’éteint, la machine est a nouveau préte a étre utilisée.

4- Bouton de contréle du courant de soudage : regle le courant de sortie de la machine (ampere
de soudage).

5- Connexion de céble de soudage positif (+) : connexion de sortie positive (+) pour le courant
de soudage.

6- Bouton d’ouverture/fermeture : contréle I'entrée de courant dans la machine.

7- Cable d’entrée : cable d’alimentation et prise utilisés pour la connexion de la machine sur
Pinstallation électrique.

Soudage a électrode enrobée:

Avant de commencer I'opération de soudage, les opérations ci-dessous doivent étre effectuées:

1- Définiren premier lieu lequel des péles est approprié pour I'électrode utilisée. Vous pouvez trouver
cette information sur la feuille d’information de I’électrode. Puis connecter de facon adéquate les
cébles de soudage sur le péle choisi. Par exemple, si DC (+) va étre utilisé, brancher le cable de
I’électrode sur la sortie (+) de la machine (5), et la pince de la liaison avec terre sur la sortie (-) (2).
Apres avoir inséré a son emplacement le socket de fagon a ce que la tige de guidage soit sur le
dessus, tourner ' tours dans le sens des aiguilles d’'une montre. Assurez-vous sans trop serrer,
que le socket est bien installé dans son emplacement. Sinon, les sockets desserrés peuvent
briler en cas de surchauffe liée a une utilisation prolongée et dans les cas ou le courant de
soudage est élevé. Pour les électrodes qui vont étre utilisées sur DC (<), changer les connexions
de cables de fagon a ce que le cable de I'électrode soit connecté a la sortie (-) (2)et la pince de
liaison a terre sur la sortie (+) (5). Choisir un mauvais p6le peut causer la formation d’un arc non
stable, des projections multiples et I'électrode peut coller a la piéce a travailler.

Insérer I'électrode avec la pince a électrode.

Brancher la pince du chéssis de fagcon a ce gu’elle adhére completement sur une surface sans
peinture, sans rouilles et propre.

Brancher la prise de connexion de l'installation sur une prise appropriée.
Avant de commencer I'opération de soudage, effectuer les contréles indiqués ci-dessous:
a- Assurez-vous que la soudeuse est branchée de fagon sécurisée sur la liaison a terre.

b- Assurez-vous que la connexion entre toutes les surfaces de contact, particulierement entre la
pince qui se trouve a I'extrémité du cable du chassis et la piéce a travailler est solide.

c- Contréler que les cables de soudage sont correctement branchés.

d- Les particules et étincelles qui sont projetées lors du découpage peuvent causer un incendie.
C’est pourquoi, faire attention a ne pas garder de substances inflammables dans le milieu ou
le découpage est effectué.

6- Ouvrir le bouton Ouverture/fermeture (6).

68



Préparation a I'emploi - 3

7- Régler le courant de soudage approprié, défini en fonction du diametre de I'électrode, du type, de
sa position et en fonction de la feuille d’information de I'électrode, avec le « Bouton de Contréle
de Courant de Soudage » (4). Généralement le courant de soudage est entre les valeurs définies
ci-dessous. Cependant, il serait bénéfique de faire vos réglages en fonction des valeurs définies
dans le catalogue du fabricant qui a fabriqué I’électrode de soudage enrobée.

Cette soudeuse a été concue pour les petites opérations de soudage afin de briler les
électrodes de soudage en baton avec enrobage du type rutile et basique de 2.50 et 3.25 mm.

Valeurs de courant pour les électrodes rutiles et basiques:
22.50mm:70-100 A 23.25mm:100-140 A

Vous pouvez contréler la valeur du courant de soudage que vous avez réglée a partir de I'écran
digital, et si nécessaire la modifier de fagon sensible en fonction du soudage.

8- Commencer le soudage en respectant les régles de soudage.
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Maintenance et résolution de probleme - 1

Il est nécessaire d’effectuer une maintenance périodique pour que la soudeuse fonctionne avec une
grande efficacité et en toute sécurité. Il est important que l'utilisateur comprenne les techniques de
maintenance, qu’il connaisse bien la soudeuse, qu’il puisse faire lui-méme les simples contrdles et
les applications de sécurité, et qu’il fasse attention a prolonger la durée d’utilisation de la machine
en réduisant au minimum les taux d’erreurs. Les informations détaillées concernant la maintenance
périodique sont fournies dans le tableau ci-dessous.

Avertissement: Il faut absolument couper la connexion avec l'installation électrique lors de
la maintenance. La maintenance doit étre effectuée par des personnes habilitées pour la
maintenance et expert dans le domaine.

MAINTENANCE JOURNALIERE

Assurez-vous que le bouton de réglage du courant de soudage qui se trouve sur le
panneau avant de la machine et le bouton d’ouverture-fermeture qui se trouve sur le
panneau arriére sont a leurs places et opérationnels. Si le bouton de réglage du courant
n’est pas correctement installé et que le bouton d’ouverture-fermeture a changé de place
et gu’il ne fonctionne pas bien, contactez le service agréé.

Vérifiez qu’il n'y ait pas de vibration, sifflement ou une odeur bizarre sur la machine
aprés fonctionnement. S’il y a un probléme quelconque, essayez de trouver la source du
probléme, s’il y a un probléme venant de I’environnement le résoudre, si cela provient de
la machine, n’intervenez pas et contactez le service agréé aprés avoir coupé la connexion
avec le courant électrique.

Vérifiez le fonctionnement de la protection thermique de votre machine. Opération
de contrdle: la machine fournit un courant de 140 A sur un circuit a 15%. Si le systéeme
thermique ne se met pas en marche aprés 4-5 minutes sur ce courant, cela signifie qu’il
y a un probléme sur la protection thermique. Dans ce cas contactez le service agréé, car
une surchauffe peut causer un risque d’incendie.

Contrélez la protection de court-circuit. Opération de contréle: Mettre I’électrode au
contact de la piece a souder et mesurer le courant qui passe par le cable avec la pince de
'ampéremetre. Le courant va tomber a 5A quelques instants plus tard. S’il ne diminue pas
contactez le service agréé.

Assurez-vous que le courant de la soudure est adapté a la valeur du courant. S’il y a une
différence, effectuez le réglage nécessaire car cela peut affecter I'opération normale de
soudage.
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Assurez-vous que le ventilateur de refroidissement n’est pas endommagé et gu’il tourne
de fagcon normale. Si le ventilateur ne se met pas en marche apres une surchauffe de la
machine, vérifiez que les hélices du ventilateur ne sont pas bloquées. Si le ventilateur est
endommagé, contactez le service agréé.

Contrblez que les connexions de soudure ne sont pas desserrées ou en surchauffe. S’il
y a une surchauffe ou un desserrement, resserrez les connexions ou contactez le service
agréé.

Vérifiez que le cable du courant n’est pas endommagé. S’il est endommagé, le rendre
étanche en protégeant la partie endommagée avec un matériel adéquat ou le remplacer.
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Maintenance et résolution de probleme - 2

MAINTENANCE MENSUELLE

Nettoyez I'intérieur de la machine en retirant la poussiére a I'aide d’un compresseur a
air. Faire attention a la pression de I'air utilisée lors du nettoyage pour protéger les petits
composants.

Pour toutes opérations de maintenance et de réparation, contactez notre service technique ou nos
bureaux de vente le plus proche de chez vous et agréés par Kaynak Teknigi Sanayi ve Ticaret A.S.
Les interventions de maintenance et réparation effectuées par un service ou des personnes non
agréés rendront la garantie du fabricant non valable.

La soudeuse a été controlée contre toute erreur avant sa sortie de I'usine. C’est pourquoi les personnes
non autorisées ne doivent pas étre autorisées a intervenir sur la machine.

Les réparations doivent seulement étre réalisées par les “Services Techniques agréées” autorisées
par Kaynak Teknigi Sanayi ve Ticaret A.S.

Faire attention a la pression de l'air utilisée lors du nettoyage pour protéger les petits composants. Ne
pas mettre de I'eau a I'intérieur de la soudeuse dans le but de nettoyer.

La soudeuse ne doit pas étre nettoyée avec des produits chimiques volatiles et synthétiques, un
chiffon humide et savonneux doit étre utilisé lors du nettoyage de la surface externe.

La maintenance doit étre effectuée de fagon attentive. Le pliage d’'un cable ou un mauvais branchement
peut étre trés dangereux.

il faut empécher I'entrée de I'eau et de la vapeur dans la soudeuse. Si la machine est affectée par
’humidité, I'intérieur de la machine doit étre séché et son isolation doit étre contrblée.

La machine ne doit pas étre jetée au hasard lors de son rangement ou lors d’'un déménagement et doit
étre protégée des chocs.

Si la soudeuse ne sera pas utilisée pendant une durée prolongée, elle doit étre rangée dans son
emballage et conservée dans un endroit sec.
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Maintenance et résolution de probleme - 3

TROUBLE

ERREUR POTENTIELLE

RESOLUTION

La machine ne marche

pas du tout, il n’y a pas

de sortie, le ventilateur
ne fonctionne pas.

Il n’y a pas d’électricité
sur la ligne.

Controler le voltage des phases entrées
dans la machine. Rebrancher les phases.

Le cable d’entrée principale
est en panne.

Controler le cable d’entrée
principale. Le remplacer si
nécessaire.

Le bouton d’ouverture/
fermeture est en panne

Changer le bouton. Contacter
le service si nécessaire.

Le bouton d’ouverture/
fermeture est en panne

Contacter le service.

Larc n’est pas stable,
la soudure n’est pas
Modifier les poles de
facon a les rendre
correct et serrer les
branchements.

Les connexions de pbles

sont mauvaises ou faibles.

La valeur du voltage n’est
pas adaptée.

Modifier les pbles de fagon a les rendre
correct et serrer les branchements.
Est ce-que le voltage de l'installation
électrique est de 220 Volts? Est-ce-
qu’une rallonge d’une longueur et
sectionnée de fagcon non adaptée est
utilisée? Contréler. Corriger si nécessaire.

La machine tremble.

Elle n'est pas installée sur
une surface solide ou plane.

Installer la machine sur une surface
solide et plane.

Un bruit et une odeur
bizarre proviennent de
a machine.

il'y a un probléme
sur le ventilateur de
refroidissement.

Controler le ventilateur de refroidissement.
Contacter le service si nécessaire.

Avide, il n’y a pas de sortie
de courant électrique.

il'y a un probléme sur la
machine.

Contacter le service.

il n’y a pas de sortie
de courant pendant la
soudure.

Le cable de soudure n’est
pas connecté aux sorties de
la machine.

Brancher le cable de soudure sur la
sortie de la machine.

Le cable de soudure
est endommagé.

Remplacer le cable de soudage.

Le cable du chassis
n’est pas branché
ou est desserré.

Contrdler le cable du chaéssis, et le
brancher s'’il ne I'est pas.

Larc de soudure
commence difficilement
ou I'électrode se colle a la
piece a travailler.

Les connexions sont
desserrées ou pas bonnes.

Controler les branchements.

La piece a travailler
est sale, couverte de
graisse ou il y a trop de
poussiére dessus.

Controler la surface de la piéce a
travailler, nettoyer si nécessaire.
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Maintenance et résolution de probleme - 4

TROUBLE

ERREUR POTENTIELLE

RESOLUTION

Le fusible saute lorsque
I'interrupteur principal
de la machine est allumé.

La carte du filtre d’entrée
est en panne.

Contacter le service.

Le courant de soudage ne
se régle pas bien.

Le potentiometre de réglage
de courant sur le panneau
avant est en panne ou ne

fonctionne pas correctement

Contacter le service.

La pénétration n’est pas
suffisante.

Le réglage du courant de
soudage est trop faible.

Augmenter la valeur du courant de
soudage.

iy a un sifflement de l'arc.

La circulation d’air est trop
violente.

Utiliser un paravent pour se protéger
contre la circulation d’air.

Il'y a un probléme sur
I’électrode de soudage.

Régler I'angle de connexion de
I’électrode de soudage avec la piece a
travailler.

S’il y a un probléme excentrique sur
I’électrode de soudage, changer
I’électrode.

Effet de champ
magnétique.

Plier I'électrode de soudage dans le
sens contraire du sifflement de I'arc.

Changer la position de la pince de
chassis ou installer un cable de terre sur
les deux cOtés de la piéce a travailler.

Utiliser la distance d’arc courte.

Utiliser la distance d’arc
courte.

Surchauffe a cause
de I'utilisation d’un
courant de soudage
élevé ou a cause d’'un
fonctionnement prolongé.

Réduire le courant de soudage ou
raccourcir la durée de fonctionnement
en interrompant I'opération de soudage.

Mise en service de la
protection de surchauffe
a la suite d’un courant
anormal créé sur le circuit
principal.

Contacter le service.
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Compatibilité électromagnétique - 1

Ne pas ouvrir puis fermer le bouton d’ouverture/fermeture pendant I'opération de soudage.
Cette situation peut aussi bien créer des fluctuations de tension sur 'installation que
raccourcir la durée d’utilisation de la machine.

Apres avoir allumé I'unité d’alimentation électrique, il faut attendre environ 5-10 secondes
pour que la machine soit préte a opérer de facon juste et commencer apres I'opération de
soudage.

Ce matériel de Classe A n’est pas prévu pour étre utilisé dans un site résidentiel ou le
courant électrique est fourni par le réseau public d’alimentation basse tension. Il peut y avoir
des difficultés potentielles pour assurer la compatibilité électromagnétique dans ces sites, a

cause des perturbations conduites, aussi bien que rayonnées a fréquence radioélectrique.

La soudeuse a été congue conformément a lanorme concernée. De plus, elle peut poser un probleme
de sécurité pour les appareils qui peuvent étre affectées par les ondes électromagnétiques car les
appareils de télécommunication (téléphone, radio, télévision) et les appareils de sécurité peuvent
créer des ondes électromagnétiques mélangeurs. Pour éviter ou réduire I'influence de ces ondes
électromagnétiques (parasites) que la machine produit, les indications mentionnées ci-dessous
doivent étre lues attentivement.

La soudeuse a été congue pour étre utilisée dans des espaces industriels. En cas d'utilisation dans
des espaces de vie, il faudra prendre certaines précautions pour effacer les effets éventuels des
ondes électromagnétiques. Lutilisateur doit absolument installer et utiliser la machine comme
indiqué dans le manuel d'utilisation. Lors de détection d’une quelconque onde électromagnétique
parasite, I'utilisateur doit prendre les précautions nécessaires pour cela. Si nécessaire, Kaynak
Teknigi Sanayi ve Ticaret A.S. pourra aider I'utilisateur dans ce domaine. Aucun changement ne
doit étre effectué sur la machine sans l'autorisation écrite de Kaynak Teknigi Sanayi ve Ticaret A.S.

Avant I'installation de la soudeuse, I'utilisateur doit contrdler s’il y a des appareils dans I'espace de
travail qui peuvent tomber en panne sous l'influence des ondes électromagnétiques. Certains de
ces appareils sont indiqués ci-dessous:

1- Les cébles d’entrée et sortie, les cables de commande et les cables de téléphone qui se trouvent
a proximité de I'espace de travail et de la machine,

2- Les récepteurs et émetteurs de radio et/ou télévision, les appareils de télécommunication,

3- Les ordinateurs et les appareils contr6lés par ordinateur,

4- Les équipements de sécurité et contrble pour les procédés industriels,

5- Les appareils médicaux personnels tels que stimulateurs cardiaque et prothéses auditives, Les
espaces électromagnétiques peuvent perturber le fonctionnement de certains stimulateurs

cardiaques. C’est pourquoi, les soudeurs qui portent des stimulateurs cardiaques doivent
s’adresser a leurs médecins avant de faire du soudage.

@

Les appareils de calibration et de mesure.
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Compatibilité électromagnétique - 2

La résistance électromagnétique des équipements qui fonctionnent dans I'espace de travail ou a
proximité doit étre controlée. Lutilisateur doit s’assurer que les autres machins de I'espace peuvent
fonctionner en adéquation avec la machine. Pour cela il peut étre nécessaire de prendre des
précautions de protection supplémentaires.

Il faut absolument prendre en considération les avertissements indiqués ci-dessous pour réduire
I'influence des ondes électromagnétiques produites par la machine et le niveau d’exposition aux
influences des ondes électromagnétiques:

1-

La connexion de la machine avec I'installation électrique doit étre effectuée comme expliquée
dans le manuel d’utilisation. Si une interaction électromagnétique a lieu, il peut étre nécessaire
de prendre certaines précautions comme filtrer I'entrée d’électricité principale.

Les cables de sortie (cables d’électrode et chassis) doivent étre le plus court possible et doivent
étre dirigés en étant rassemblés.Ces cables ne doivent jamais étre enroulés autour du corps, il
ne faut pas rester au milieu des cables et il faut faire attention a ce que les cables soient sur des
surfaces avec sécurité en terre.

Le cable du chassis doit étre le plus pres possible de la piece sur laquelle le travail est effectué.

Rester le plus éloigné possible de l'unité d’alimentation électrique pendant 'opération de
soudage.

Lisolation des cables qui se trouvent dans I'espace de travail peut réduire l'interaction
électromagnétique. Cette situation peut étre nécessaire pour certaines applications.

Les dimensions idéales de l'aire de travail, doivent étre définies en fonction de la construction de
cette région et en fonction des autres facteurs qui se trouvent ici.

En cas d'utilisation de la machine dans des environnements a espaces hautement
électromagnétiques, le changement dans le courant de soudage/découpage réglé peut
dépasser de + %10 sa valeur.

Matériel conforme a la IEC 61000-3-12.

Utilisation efficace du point de vue de la
consommation énergétique

La soudeuse a été congue et fabriquée de fagon a tirer un faible courant de I'installation électrique
lorsqu’elle est en marche.

Pour éviter une consommation d’énergie excessive lors du soudage, elle doit fonctionner avec

un courant adapté au diameétre de I'électrode, et il faut éviter d’utiliser une valeur supérieure a
celle qui est nécessaire.
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Conditions de transport et conservation

Mettre la soudeuse dans son emballage en cas d’absence de soudage, pour protéger la machine
de la poussiére et des autres facteurs négatifs potentiels dans I'environnement et particulierement
pour la transporter sur de longues distances. Protéger la machine des chocs violents et des
chutes.

Tenir et soulever la machine de sa poignée. Ne pas porter et soulever la machine lorsqu’elle
fonctionne. Ne pas mettre la machine a un endroit quelconque en la soulevant, portant ou en
I'utilisant et la protéger des chocs. Les écarts d’isolation peuvent étre réduits dans les machines
qui regoivent des chocs mécaniques.

Si la machine doit attendre avant son utilisation ou si elle ne va pas étre utilisée pendant une

période prolongée, la mettre dans son emballage apres I'avoir nettoyé et la conserver dans des
espaces sans humidité et poussiére.

Fin d’utilisation de la machine

Lorsque la durée d'utilisation de votre machine est terminée et qu’elle n'opére
plus, ne pas en disposer en tant que déchet ménager, ne pas lajeter dans une
poubelle. Retirer la soudeuse du service conformément aux régulations locales.

Retrait de 'emballage

La soudeuse ASKAYNAK Inverter 155-SUPER est vendue dans son emballage en carton.
N’achetez pas de machines sans emballage. Pour retirer la machine de son emballage, ouvrir le
dessus du carton et retirer la machine de sa pochette. Ne pas jeter le carton et la pochette et les
conserver pour une utilisation ultérieure lors du stockage de la machine.

Accessoires fournis avec la machine

Pince de soudure et cable

Pince de connexion de chassis et cable
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Pieces de rechange

e §
WARNING! //'
Do not attempt to use this equipment until you have thoroughly read :?dv ..
allinstallation, operating and maintenance information supplied with S =
your equipment. They include important safety precautions and M~ e ‘ =
detailed operating and maintenance instructions. Follow the safety (TR x
informations exactly to avoid serious personal injury or loss of life. ‘\‘ | ]

)
Z

Voir les pages 54-55 pour informations détaillées sur les pieces de rechange.

imalatci/Manufacturer: Marka/Trademark:
Kaynak Teknigi San. ve Tic. A.S. ASKAYNAK
TOSB Otomotiv Yan Sanayi ihtisas OSB ..

2. Cadde, No:5, Sekerpinar Tiirk Mal
41420 Cayirova, Kocaeli/TURKEY  Made in Turkey

Model: Seri No. makine lizerindedir
: Serial Nr. is located on

1~_{f1 | ——= | TS EN 60974-1
QO TS EN 60974-10

a 30A/21.2V - 140A/25.6V
— | [ X | %15 | %60 | %100

S| Uo [ 12 ] 140A | 90A | 70A z
77V | U2 | 25.6V | 23.6V | 22.8V o
g2
1 - U1 |1 maks |1eff maks El—g
220V 29A | 11.5A
50/60Hz

IP215 C€

URETIM TARIHI SERi NO. ETIKETINDE BELIRTILMISTIR
PRODUCTION DATE IS EMBEDDED WITHIN THE SERIAL NUMBER
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Schéma de connexion électrique - 1
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Schéma de connexion électrique - 2
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Inverter

Annapart gns py4Homn
AYyroBoW cBapKu NOKPbITbIMU
anekTpoaamu (MMA)

PYKOBOACTBO MO 3KCIMJTYATALIUA

MeTO,E\ CBapKun n TexHn4yeckmne

XapakTepucTnkun
2200 1Fh 25-325 mm m Pasa .
PyuHasi nyrosasi cBapka 2 ropa orpaHUYeHHO rapaHTum Ha 3anyacTtu

NoKpbITbIMK anekTpoaamu (MMA)
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“AT” UYGUNLUK BEYANI
“EU” DECLARATION OF CONFORMITY

imalatc1 / Manufacturer
Kaynak Teknigi Sanayi ve Ticaret A.S.
Uriin / Product
Ortiilii Elektrod Kaynak Makinesi - MMA Welding Machine
Marka - Model / Brand - Model
Askaynak® Inverter 155-SUPER

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

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

Uyumlastinlmis Standartlar / Harmonised Standards

TS EN 60974-1:2013, TS EN 60974-10:2014

1%1“ fhen

Sertag OZEN
Teknik Hizmetler Muduru - Technical Sevices Manager
Kocaeli, TURKEY
15.01.2017

Bu uygunluk beyani yalmzca imalatginin sorumlulugu altinda diizenlenir.
This declaration of conformity is issued under the sole responsability of the manufacturer.
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CE sertifikas1 2017 yilinda eklenmistir.
CE mark was first affixed in 2017.

Kaynak Teknigi Sanayi ve Ticaret A.S.
TOSB Otomotiv Yan Sanayi lhtisas Organize Sanayi Bolgesi
2. Cadde, No: 5, Sekerpinar 41420 Cayirova, Kocaeli - TURKEY
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Mepbl 6e30NacHOCTU NPU CBapOYHbIX paboTax - 1

[AaHHbIl annapaTt npeAHa3Ha4vYeH ANs AyroBoil CBapkKu NOKPbITbIMMY 3N1IeKTpoAaMMU.
He moxeT ucnonb3oBatbcs 4N ApPYrux uenen.

[aHHbI annapaT OOMIKEH MCMOIb30BaTbCsl TONIbKO KBaNMMUUMPOBAHHLIMU  paboTHUKaMW,
npoweawmMm obyyeHne 1 NOAroToBKY B 06nacTy CBapoYHbIX paboT. YbeanTtechb, 4To BCE
coefuHeHus, onepaunn, Npoueaypbl TEXHUYECKOro 0o6Cny>XMBaHWS U pPeMoHTa annapara
BbIMOJIHAOTCS  KBaNMUUMpoOBaHHbIMK  paboTHUKaMu. [lepen BKJOYEHMEM annapaTa
ob6si3aTeNlbHO MNpo4YTUTE HacTosiee PykoBoacTBo no akcnnyatauun. HecobniogeHue
VHCTPYKUWIA U yKa3aHU, N3NOXEHHbIX B PykoBoACTBE MO 3KcnyaTauumn, MOXET NpUBECTH
K Cepbe3HbIM TpaBMaM, CMepTU W foBpexaeHuto annapata. [pouyTute, noxanyncra,
npenynpexaeHnsi, HanucaHHble HanpoTMB HUXeykasaHHbiX cumsonoB. Pupma «KamnHak
TekHurn Canann Be TupxxapeT A.LLL» He HeceT OTBETCTBEHHOCTW 3a Henonagkum u
NOBPEXAEHNS, BOSHUKLLME B PE3YNbTaTe HEMPaBUIbHOrO COEAVHEHWS, HAPYLIEHUS YCIOBUIA
XpaHeHust 1 aKcnnyaTauum.

NPEAYNPEXAEHUE: [aHHbii cMMBON yKa3bliBaeT Ha TO, YTO BO u3bexaHue
CcepbesHbiX TpaBM, CMepTW 1 MOJSIOMKM (MOBpeXAeHuns) annaparta, Hy>XXHO
o6si3aTenbHO  cobntogatb  MHCTPYKLUMKM,  W3NIOXKeHHbleB  PykoBoacTse Mo
akcnnyatauun. beperute cebs 1 okpy>KaroLmx.

BHUMATEJIbHO MNMPOYTUTE MHCTPYKUUN U BHUKHUTE B HUX: Mepeg
Hauyanom aKcnayaTauuu annaparta ob6s3aTefibHo npoyTuTe PyKOBOACTBO MO
3KCMyaTaumy U BHUKHUTE B Hero. HecobogeHne UHCTPYKUWA, USNOXKEHHbIX B
PykoBogcTBe no aKkcnayaTaumum, MOXeT MPUBECTU K CEPbE3HbIM TpaBMam, CMepTy
1 NOBPEeXAEHNIO annapara.
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:Q ° NMOPAXXEHUE 3JIEKTPUMECKMUM TOKOM MOXXET TMMPUBECTU K
NETAJIbHOMY WUCXOAY: T[lopaxkeHne 3neKTpUYecKUm TOKOM Haubornee
pacnpocTpaHeHHasi onacHoCTb A5 ornepaTtopa cBapo4YHoro annaparta. KacaHue
3/1IEKTPNYECTBOM XMBbIX OPraHOB U/ OPraHU3MOB MOXET MPUBECTU K TpaBMam,
CMEPTN WU MOPAKEHWUO 3NEKTPUYECKMM TOKOM, M K MNafdeHWo BCNEACTBUE
BHe3anHoro pedekca. Bo Bpemsi paboTbl annapaTa H1 B KOEM Cllyyae He KacanTecb
aneKkTpoaa, kabens 3azemneHus unn obpabaTeiBaeMol getanu, CoeauHeHHoN ¢
annapaToM n Haxogswencs nog HanpsixeHvem. 3awntute cebs N3oNSLMOHHbIM
mMaTtepuanom OT HeYasiHHOro KacaHus 3dnekTponaa, kKabens 3asemneHust unm
obpabaTtbiBaeMol getanu. Cpasdy nocre Toro, Kak Bbl BblITalL AN BUAKY annapara s
PO3ETKU 3NIEKTPOCETU, HE KacalTeCh METANINYECKUX KOHTAKTHbIX HAKOHEYHNKOB
LwTencens, BO3MOXHa OnacHOCTb MOPaXKeHNs 3IEKTPUYECKM TOKOM.

ObiIM U TA3bl MOIFYT BbITb OMNACHDbI: lMpouecc cBapkym MOXET cTaTb
NMPWYNHON BbIAENEHUS AblMa 1 ra30B, BPeAHbIX A5 300PpoBbsi YerioBeka. [1nsa Toro,
4yTObbI 3aWMTUTL MoMb3oBaTeNiell OT JaHHOW OMNacHoCTW, cnepyeT obecnevntb
LOCTaTOYHYIO BEHTUALMIO MOMELLeHMe NM60 yaanuTb rasdbl U AblIM U3 NOMELLEeHNS,
roe ablwat nogu.
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Mepbl 6e30nacHOCTM NpU CBapO4HbIX paboTax - 2

OYroBASl CBAPKA MOXXET BbISBATb OXXOIMWU: [pu ocyliecTBneHnn
CBapOYHbIX paboT nnn HabNAeHNN 32 HUMI, HY>KHO Ha,eBaTb CreLnanbHyo Macky,
3awuLaoLyo nMuo 1 rnasa oT 6pbI3r meTanna u ceseta (M3nyyYeHns) oT 4yroBom
cBapku. Koxy cnepyeT 3awMTuTb OAEXAOW M3 cheumanbHbiX TEPMOCTONKMX
maTepuanos. Jliogun, Haxogawmecs B61n3n mecta CBapKu, AOMKHbI 6bITb 3aKpbIThI
LUMPMOW, U3rOTOBMEHHbBIX M3 CreunanbHblX HECTOPaeMbIX MaTepuasioB, OHU He
LOMKHbI CMOTPETh Ha CBapPOYHYIO AYTY, UX HY>XXHO NPeaynpeanTb O NOCNeACcTBUAX
N3Ny4YeHNs CBapOYHON Ayru Ha rnasa.

BPbI3rN OT CBAPKU MOrYT BbI3BATb MOX>XXAP WJ/IN B3PbIB: lopioyne
mMaTtepuanbl [OO/MKHbl HaxoOAWTbCA BOanM OT MecTa CBapKku, pasmeliante
OTHETYWNTENb B NIErKOJOCTYNHOE MecTo. Bo Bpems cBapouyHbix paboT UCKPbI 1
6pbI3ry packaneHHoro mMetasna MoryT NMPOCKOYNTh HapyXy Aaxe Yepes camble
MarneHbKne N y3Kne OTBEPCTUS UK TpeLyHbl. H1 B KOoeM criyyae He HaunHamnte
npousBoanTb CBapKy 6uaoHa, 604kKM, pesepByapa UM MHOro NpegMeTa A0 Tex
rop, noka He y6eauTech, YTO ropioyne 1 SA0BUTbIE rasbl yaaneHbl U3 NOMeLLEeHNS.
Hu B kOeM clyyae He BK/to4alTe CBapoYHbI annapat B MecTax, rae eCTb roptoyvie
rasbl, napbl UK XXMAKOe TOMNBO.

OBOPYOBAHUE, PABOTAKOLWLEE OT 3JIEKTPUYECTBA: lMepen Tem, Kak
HauaTb paboTy C annapaTtoMm, OTKJIlYMTe 3NEKTPUYECTBO MepeksoyaTenieMm B
Kopobke npepoxpaHuTenei. MopkniounTe BCe 3NEeKTPUYECKNe COEQUHEHUs B
COOTBETCTBMU AENCTBYIOLLMMY NPaBUIamMmm.

3A3EMJIEHME: Pagun Baweii 6e3onacHocTn 1 6e3ynpeyHoii paboTbl annapara,
BCe Kabenu NUTaHns AOMKHbI BbITb NOAKOYEHb! K 3a3EMIEHHBIM PO3ETKaM.

OBOPYAOBAHUE, PABOTAIOLWEE OT 3JIEKTPUYECTBA: PerynspHo
NpoBepsiNTE COCTOsIHNE Kabenen 3nekTpodoB, kabenen nutaHus n kabenen,
COEefIMHEHHbIX C annapaTtoM. Ecnu Bbl 3ameTnTe Kakoe- NGO HapylleHue unu
rnoBpexgeHre, 3aMeHUTe MOBPEXAeHHYIo AeTasnb Ha HoBylo. [na Toro, 4Tobbl
npefoTBpaTUTbL BOCMNAMEHEHUS OYrM U BO3HWKHOBEHME MoOXapa, HU B KOEM
cllyyae He OCTaBNAETCS 3a>KMM 3JIEKTPOAA Ha CBAPOYHOM CTOJE UIN Ha Waccu.

ANIEKTPUYECKOE W MAIFHUTHOE MNOJIE MOXET HAHECTU BPE[
300POBbIO YEJIOBEKA: 3nekTpuyecTBO, NPOXOAsllee Mo MNpOBOOHUKAM,
co3paeT anekTpoMarHuTHoe none. Co3naHHOE 3NEKTPOMArHUTHOE Mone MOXET
HeraTMBHO NMOBMVATb Ha PaboTbl KAPAMOCTUMYNATOPOB U APYIUX 3NEKTPUYECKUX
npubopos. Mepen HavyanoM UCNOIL30BaHNS CBAPOYHOro annapara cBapLUnKu ¢
KapAMOCTUMYNATOpaMu  OONXKHbI MPOKOHCYNBTMPOBATLCS C (hM3NOoTEPANEBTOM.
OnekTpuyeckoe M MarHUTHOe MNone MOXET Bbi3BaTb W Apyrue npobnemsl co
3[10POBbEM, HEN3BECTHbIE [0 CUX NOP.
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Mepbl 6e30nacHOCTU NPK CBapOYHbIX paboTax - 3

FA30BbI BANIJIOH MOXXET B30OPBATbCSI: /icnonb3yiiTe TONbKO Te ra3osble
6annoHbI C 3aLLMTHBIM Fa30M Nof, AaBJIEHNEM, KOTOPbIE N3FOTOBJIEHb! CneLmanbHO
ONs NpOBefeHns cBapo4Hbix paboT. YgocToBepbTeCb B TOM, YTO Ha 6annoH
YCTaHOBJIEH PErynaTop, COOTBETCTBYIOLWNIA NCMONb3YeMOMY ra3y v AaBNeHNo B
6annoHe. MNpoBepbTe, NPaBUNBHO NN YCTaHOBMEH perynaTop. bannoHbl cnegyet
CTaBUTb B BEPTMKaNIbHOE TMONOXEHNEe, a TakXe KpenuTb K HEeMnoABUXKHOMY
npegMeTy € MomoLllbio uenu 6esonacHocTn. HM B Koem cnyyae He nblTanTechb
nepenBuHyTb 6an0H, NPeABapPUTENBHO HE 3aKPbIB 3aLUMTHYIO KpbIWwKy. Cnegute
3a TeM, YTOObl 31EKTPOAbI, 3aXXUMbI A5 3NIeKTPOAOB, 3aXKMMbI LWWaccu 1 niobble
OeTanu, Haxosilmecs nop, HanpsikeHueMm, He kacanucb 6annoHa. bannoHsbl
cnepyeT XpaHuTb BAanu oT NpeAmMeToB, KOTOpble HarpeBatTCsl 1 CO3[aT UCKPHI,
a Tak>Xe ApYrux onacHbIX 30H.

MATEPWAJI, HA KOTOPOM BbINOJIHAETCA CBAPKA, MOXET CTATb
NMPUYUHON OXKOIOB: [aHHblii annapaT NoAxXoauT Ans paboTbl B MecTax C

i BbICOKNM PUCKOM Mopa>xeHns aneKTpn4yeCKnum TOKOM.

NMPEAYNPEXAEHUE O BE3OMACHOCTW: [aHHbin annapaT NoaxXoauT Ans
paboTbl B MECTaX C BbICOKUM PUCKOM NOPaXKeHNs 3/IEKTPUYECKUM TOKOM.
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O6wume xapaKTepucTnKm

ASKAYNAK Inverter 155-SUPER cBapouHbii annapaT, W3roTOBMEHHbIA C WUCNONb30BaHNEM
caMbIX NOCNEAHUX UHBEPTOPHbIX TEXHONOr M. CnnoBble YCTaHOBKW MHBEPTOPHO-AYrOBOW CBapKu
- 3TO TEXHONOrMM NosIBUBLUNECS HA MUPOBOM pbiHKe B 1980-e rogbl. YacTtoTa 50-60 I ¢ nomoLbio
TpaHauctopa BTU3 npeobpasyeTcs B BbicoKyto yacToTy 20 KIii, 3aTEM NOHUXXAETCS Hanpsi>XeHne,
a nepemeHHbIn Tok (AC) npeobpasyeTcsi B NocTosiHHbIA ToK (DC). C nomoLlbo MHBEPTOPHOM
TEXHOMOrMN 1 TeXHUKN LLInpoTHO- nmnynecHoi mogynaummn (PWM) nonyyaeTcsi MOLLHbIA NCTOYHUK
NOCTOSIHHOro Toka. bnaropgaps MHBEPTOPHON TEXHONOMUIN Pa3mepbl N BEC CBAPOYHOro annapara
3HAYNTENBHO YMEHbLWNANCH, a 3PHEKTUBHOCTbL Bbipocna Ha 30%. dopMupoBaHne YeTKON ayru,
HafeXHOCTb, NIerkOCTb W 9KOHOMUS 3NEKTPOIHEPrUMN SBNSIOTCA BaKHENWVMM nokasarensmu
CBapoOYHbIX annapaToB, W3roTOBMEHHbIX C WCMNOMb30BaHWEM WHBEPTOPHOW TEXHOMOrUW.
N306peTeHne NHBEPTOPHBLIX CBApPOYHbIX annapaToB paccMaTpuBaeTcs cneunanuctamu B cepe
CBapPOYHbIX TEXHOMOMMIA Kak TEXHUYECKas PEBOOLMSI.

MpeunmyLiecTsa, KoTopble obecneunBaeT cBapoyHbii annapat ASKAYNAK Inverter 155-SUPER:

1- KadyecTBeHHasi cBapka 1 yeTkas (ctabunbHas) gyra bnarogaps paBHoOMepHO
nocTynaroLeMy rNoCTOSSHHOMY TOKY,

2- BO3MOXHOCTb JIerkoro KOHTPOJIS 3a CBAPOYHOI BaHHOW B pacniaBieHHOM
CoCTOsIHUW,

3- BO3MOXHOCTb JIErKOro BOCMNIaMeHEHNs 3N1eKTPOoAa C MOMOLLbIO BEICOKOIO
Hanpsi>XeHNs1 Pa3oMKHYTON Lenu,

4- Jlerkui Bec, yaobHas TpaHCNOpTUPOBKaA, MPOCTON MOHTaX U 3KCnayaTauus.

BxopgHasi MOWHOCTb

BxopgHoe HanpsixeHne MollHocTb, B3siTasi U3 9NeKTpPoceTn YacTtoTta
220B +10 % /~ 1 haza 4.5 kBT (npn Harpy3ke 15%) 50/60 lepy, (')
BbixoAHble NoKa3aTenm CBapo4HOro Toka
CKOpOCTb LUPKYNsSLun ToKa Tok Ha Bbixoge (Amnep) HanpsixxeHune Ha BbiIxoae
(nepuog 10 MuHyT) (Amper) (BonbT)
15% 140 A 25.6 B (DC)
60% 90A 23.6 B (DC)
100% 70A 22.8 B (DC)
[Avana3soH Ha BbiIxoae
[nana3oH cBapo4HOro ToKa Ha Bbixoae MakcrmanbHoe Hanpsi>XeHne pasoMKHYTOW Lenu
30-140A 77 B (DC)

Ka6enb nutanus: 3 x 1.5 mm2

®dusunyeckune rabapuTtbl

BbicoTa LLinpuHa OnvHa Bec
250 mm 138 Mm 370 mm 6 Kr

Pa6ouas Temnepatypa: ot =10 °C go +40 °C

Karteropwus nonsuun : H

CTeneHb 3arpssHeHns : 3

87

o
=
o
m
[
(&)
(=%
o
S
=
o

=
=
2
=
>
=
S
4
(2]




o
=
o
o
=
O
(=3
o
S
4
>
o

=
=
=
=
>
=
S
4
™

MoHTaXx (ycTaHOBKA) U MHCTPYKUMU NS onepartopa

BHUMATENbHO NPOYTUTE AaHHbI pasaen nepen yCTaHOBKOW Uy 3KCMlyaTaumen annapara
MecTonono)eHue u okpyxaroujas cpeaa :

[ns Toro, 4To6bl AaHHbIN annapat Cry>KWi UCMpaBHO W JONro, cnedyeT cobnogatb NPoCcTble MepbI
npeaoCcTOPOXHOCTU, N3NTOXKEHHbIE HUXKE.

1- He pasmellarnite annapart Ha NOBEPXHOCTM C HakIOHOM 6onee 15° 1 HKM akcnnyaTupynTe ero Ha
Takol NOBEPXHOCTMW.

2- Annapat cnefyeT aKcnnyaTnpoBaTh B MOMELLEHWM C MPUTOKOM YNCTOMO BO3AyXa, B MOMELLEHUN,
roe HaxoAmTCs annapart, He [OJXKHO 6blTb MPENSTCTBUA ANS NPOBETPUBAHNUSA NN LUPKYAALMN
noToka Bo3pyxa. Bo Bpemsi pa6oTbl annapaTa Hefb3si HakpbiBaTb ero 6yMaroi, Tpsnkamm unm
ApYyrvmMu npegmeTamu.

3- BHyTpbannapaTaMoryT nonacTb rpsiab 1 nbiib. CTapaiTech 3Toro He gonyckatb. HE Bkntovyante
annapart B CWIbHO 3arblIEHHbIX MOMELLEHUSIX, a TakXe B MOMELLEHUsIX, B BO3AyXe KOTOPbIX
MOrYyT HaXOAUTLCS YacTULbl BOAbI, KPACKW, XUPa, Mblfb OT WAMMOBAHNSA 1 efKUe rasbil.

4- NaHHbln annapaTt obnapgaeTt 3awmuton knacca IP21S. Mo BO3MOXHOCTU AepXUTe annapar B
CYyXOM BUAE N HE CTaBLTE €ro Ha MOKPbIe MecTa N NyXMu.

5- CBaDOHHbIVI annapar cfenyet WUcnosib3oBaTb B XOPOWO OCBEWEHHbIX NOMEeLleHUax, He
ponyckaeTcsd nob30BaThbCsd annapaTtoM B TEMHbIX, NNIOXO OCBELUEeHHbIX NOMeLLeHNsAX. KpOMe
TOro, Heb3da MUCNosb30BaTb annapartbl, CO34aHHble ON1A UCNONb30BaHUA B MOMELLEeHUN,
nnsa paﬁOTbI Apn COJNIHEeYHbIX Nny4yax, noa goXxaem uan CHerom. CBapOL‘IHbII‘h annapat Henb3sa
MCNoNb30BaTb ON14 NNaBkKu pr6.

6- Pasmewante annapaT Bgann oT npubopoB ¢ papuoynpasneHvem. HopmanbHas pabota
annaparta MOXeT HeraTUBHO MOBNUSTb HA PaboTy Takux NPUGOPOB, Haxoaswmecs B6M3n ot
CBapoOYHOro annapara, YTo MOXET NPMBECTN K MOJIyYEHWUIO TPaBM 1 BbIXOAy 060pyAoBaHUs
n3 cTpos. [poutnte paspen «BnekTpomarHuTHas COBMEeCTMMOCTb» B PykoBoacTee no
aKcnyaTauuu.

7- He akcnnyaTtupyiiTe gaHHbIi annapat npu Temnepatype Hmke —10°C un Bbiwe +40°C, a Takxe
npy BnaxHocTu Bbiwe 70%. WcnbiTaHna Ha HarpesB 6binv nNpoBefeHbl MPU HOPMasbHOMN
Temneparype oKpy>KatoLLleln cpefbl, paboumnin LMk 6bi1 onpeaeneH nyTeMm MoaempoBaHns npu
Temnepatype 40°C.

8- MonbITKN BCKPbITUA KPbIWKY Kopnyca annaparta M BMelwaTtenbCTtBa B CTpOeHMe annaparta
nvuama, He MerWwuMmn Keanudbukauum B cepe 3ﬂeKTp0060py,E|,OBaHVIﬂ, onacHbl ANA XXU3HU
N 300p0BbA. JNuua, He cobnopatowme gaHHble npenocTtepexeHnd, 3apaHee cornawarTcs C
HeraTuBHbIMN NOCNeACTBUAMK CBOEro noBeneHuns.

©
1

MpepcTtaBnsaeTr co6oWl CBapoO4HbIi annapart, npefHa3Ha4YeHHbIn Ana paboTbl nNpu
MOHWUXXEHHOM TOKEe W JIerKUX CBapO4YHbiX PabGoT C Lenbl 3aXWUraHus CTEPXXHEBbIX
CBapoO4HbIX 3NeKTpoAoB anametTpom 2.50 unu 3.25 MM C WeNOYHbIM WU PYTUNOBbIM

nokKpbITUEM.

PaGouuii uMKN 1 neperpes:

O heKTNBHOCTL paboTbl annapara N3MepseTcs B NPOLLEHTax 1 NoKasbiBaeT BPEMS BbIMNOSHEHNS
cBapkuy annapaTom 6e3 neperpesa v nepepbiBa B TedeHne 10 MMHYT Npy nogayv 3agaHHoro Toka
[N CBapKu.

AnnapaT 3awmuweH OT neperpeBa 6Gnarogaps TepmosawwuTe. [lpyn cpabaTtbiBaHUM 3TON
TepMo3alLunThl, Ha NepeaHen naHeny 3aropaeTcs npegynpeauTensHas namna. Mpu Bo3BpalleHnn
K 6e3onacHon paboyen TemnepaTypbl, 1amMmna NoracHeT, 1 MOXKHO ByAeT NPOAONXKNTb CBAPOYHbIe
paboThbl.
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MoproTtoBka K pa6oTe - 1

MoacoeauHeHue BxoaHoro kaéens / MpoBepku 1 0COGEHHOCTU 3KCNyaTauuu:

MNMepen Havanom akcnnyaTauuy annapart, NpoBepbTe BXOAHOE HanpsXeHue, dasbl U 4acToTy.
3HaueHns BXOAHOrO HampsKeHWs, KoTopble O6yAyT WCMoNb30BaTbCs, YyKal3aHbl B paspene
«TexHNYecKmne xapakTepncTUKIn» HacTosiLero PykoBoacTea no akcnnyaraumm, aTakxxe HaTabnmyke,
pacnosioxXeHHo Ha caMoM annapare. YA0CcToBepbTECh B TOM, YTO Kabenu, coefuHsiowe annapat
N 3NeKTPOCeTb, 3a3eM/ieHbl Hagnexaiwym obpasom, a TakXe 4To obecrneyeHo AOCTaATOYHOEe
3HayeHne Toka, Heobxoaumoro ans 6ecnepeboriHonm 1 HopMasnbHoW paboTbl annaparta. CBapoYHbIi
annapat MOXHO noakf4YaTb K 3NEKTPOCeTW, 3alUMLLEHHOW NNaBKUM MNpefoxpaHuTenem c
3aaep>XKon cpabaTtbiBaHus Ha 16 Amnep.

1- PaGo4ue xapakTepucTUKMN gaHHoro annapara: 1 ¢pasa 220 V (AC) 1 HanpsiXeHue NUTaHus
50-60 Ilu, V3ONAUMOHHbIE NPOMEXYTKU COOTBETCTBYHT 3HAYEHUSIM HanpshkeHus
HelTpanbHoW ¢a3bl. MpPUGOP HYXXHO NCNONb30BaTb TOJbKO B 1-(ha3HbiX 3X-NPOBOAHbIX
cucTemax ¢ 3a3eMJIEHHOW HelTparnbio.

2- Ecnum 6e3onacHOCTb COeAMHEHUS He NoATBepXAeHa KBanuguLuMpoBaHHbIM 3/1IEKTPUKOM,

TO HU B KOeM ciiy4yae Henb3s NoAKMIYaThb annapart K ceTu n He 3KCcnayaTupoBaTtb ero.
YTeuka Toka npeacTaBnsieT co60ii 60/bLy0 ONAaCHOCTb AJ1S1 XXKM3HU M 3[0POBbs YenoBeKa.

3- He cnepyet nogknoyatb npuéop K 3-chasHbiM ceTaAM.
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MoprortoBka K paboTe - 2

OneMeHTbl NnepeaHen U 3agHen naHenen:

1-
o

3-

Jlamna vHaMKaTopa NUTaHWs : NOKa3bIBaeT, YTO annapaT BKJIIOYEH.

CoeauHeHne OTpULATENbHOrO cBapoyHoro kabens : OTpuuartensbHoe (=) BbIXOogHOE
coefViHeHue A1 CBapOYHOro ToKa.

MpenynpeautenbHass namna neperpy3ku / neperpesa : JTa flamna 3aropaeTtcs, ecnu
annapar He MOXEeT rnepefaBaTh BbIXOAHOW TOK U3-3a neperpesa. C Takow cuTyauuein MOXHO
CTONKHYTbCS, €ClM Temreparypa nomMelleHns npesbicuna 40°C n annapat npesbiCu
onepaunoHHyto addekTnBHoCcTb. OcTaBbTe annapaT BKJOYEHHbIM U OOXAWTECh ero
OCTbIBaHMsi. Kak ToNbKO flaMna noracHeT, annapar CHoBa roTos K pa6oTe.

PerynsTop cunbl cBapoO4HOro Toka : PerynvpyeT cuny Toka Ha Bbixofe (KoNM4ecTBo amnep).

CoepuHeHMEe MOJNIOXKUTENbHOIO CBapo4YHOro kabens : [lonoxutenbHoe (+) BbIxogHOE
coeflHEHWe A1 CBapPOYHOro ToKa.

Mepekntoyatenb BKNA/BbIKN: KOHTPONMPYET NOCTYNNEHNE NUTAHUSA OT S1EKTPOCETU.

BxogHon kaGenb: Kabenb nuTaHus 1 BuUikKa, Yepe3 KOTOPbI annapaTt NofcoeAunHsieTcs K
9/1eKTPOCETH.

CBapKa NoKpbITbIMU 3/1IeKTPOAAMMU:

Mepepn Hayanom cBapoYHbIX PaboT CneayeT BhINOMHUTL Clefyolme OeNCTBUS:

1-

90

Mpexpae Bcero onpepenvte Kakon N3 NoaOCOB NOAXOAUT K 3N1eKTpoay. ATy MHdopMaLuio Bbl
CMOXeTe HaTh B MHGOPMaUMOHHOM NINCTKEe (NacrnopTe) anekTpopa. 3atemM NopcoeanHuTe
cBapoYHble Kabenn K BbIXOAaM BbIGpPaHHOro nostoca, cobnopas npasuna NoAcoefUHEHUS.
Hanpumep, ecnu Bbl cobupaeTecb WCMNONb30BaTb MOCTOSHHBIA TOK (+), TO nogkoumTe
9N1eKTPOAHBIV Kabesb K (+) Bbixogy (5), a Knemmbl 3azemneHust K (-) Beixody (2). LUtencenbHyto
pO3eTKy BCTaBbTe B rHE3L0 Tak, YTOGbl HANpaBAALWMA BbICTYN 6bln CBEPXY, U MOBEPHUTE
cTpenky npubopa Ha 1/4 o6opoTa. YAocToBepbTECh B TOM, YTO LUTENCeNbHasi po3eTka He
CunbHa 3aKpyyeHa U HafeXHO BCTaBfieHa B rHe3fo. B npoTuBHOM cnyyae npu OavTenbHOM
MCMNONb30BaHUN 1 B CIly4asx, KOrAa 3HayeHne Cuibl TOKa O4eHb BbICOKOE, MI0XO 3aKPYUYEHHbIe
WwTencesibHble PO3ETKY MOMYT CrOpeThb 13-3a CUJIbHOIO HarpeBaHus. [11s 9neKTponoB, KoTopble
6yayT NCNOMb30BaTbCS C NOCTOSIHHBIM TOKOM (=), OTpULLaTeNbHbIN 3NeKTPOAHbIN Kabenb cnepyeT
noacoeanHUTb K (=) Bbixogy (2), a KNneMmbl 3a3eMneHus K (+) Bbixoay (5). Ecnu Bbl HenpasuibHO
BblbepeTe Montoca, TO 3TO NpuBefeT K 06pa3oBaHNIO HEYETKON (HecTabunbHON) CBapOYHON
Oyry, C CUMbHBIMW CKaykamu, YTo MpvBedeT K NpuaunaHuio anektTpopda K obpabaTtbiBaeMoit
petanu.

BcTaBbTe 911eKTPOA B 9N1EKTPOAHbIE 3aXKMMbI.

Mpuuenute 3axkumbl Wwaccu kK obpabaTbiBaeMoi getanu, TwaTtesbHO OYMLLEHHON OT Kpacku,
pP>XXaBUYUHbI U FPS3U, Tak, YTOObl OHU NOJIHOCTLIO Kacanucb NOBEPXHOCTU AeTanu.

BcTaBbTe WTencenbHyo BUNKY Kabens MMTaHns B MOAXOASILLYIO PO3ETKY.
MNepepn Hayanom cBapoYHbIX PaboT BbINONHUTE CrieaytoLye NPOBEpPKU:
a- Y6epuTech B TOM, YTO CBAPOYHbI annapaT XOpoLUo 3a3eMeH.

b- Y6eguTtecb B TOM, 4TO BCE KOHTAKTHbIE MOBEPXHOCTU, OCOBEHHO KNIEMMbI Ha KOHLEe kabens
Lwaccu, NoAcoeanHeEHbI NPaBUSIbHO Y HAZEXHO, N HAYTO UM HE MeLlaeT.

c- MNpoBepbTe, NpaBUNBHO NN NOACOEANHEHBI CBApPOYHble kKabenu.

d- Kycku pacnnaBieHHOro MeTanna u NCKpbl, BbiETAOLWME BO BPeMsi CBapKu, MOTyT CTaTb
NpUYNHON Noxapa. VIMeHHo NoaToMy crneauTe 3a Tem, YTo6bl B6M3K MecTa NpoBeAeHNS
CBapOYHbIX paboT He BbISI0 FopYNX MaTepranos.



MoproTtoBka K pa6oTte - 3

6-
7-

BkntounTe nepekntovatens Bkn/Bbikn (6).

BoibepuTe noaxopsiiee 3HayeHWe CUbl TOKa C MOMOLLbLIO perynsaropa cunbl Toka (4) B
COOTBETCTBMU C AUAMETPOM 3/IEKTPOAA, TUMOM 3MeKTPoAa, TUMOM CBapku U cBedeHUsIMU
B MWHGMOPMaUMOHHOM NMcTKe anekTpoga. O6blMHO 3HayeHWe cufbl TokKa HaxoauTcsl B
HuXXeyKasaHHbIX npegenax. OgHako, 6yneT Mone3Ho genatb HacTPOWKM B COOTBETCTBUM CO
3HaYeHWsAMU, yKasaHHbIMU PUPMON-NPON3BOANTENEM NOKPLITLIX 3/TEKTPOLOB.

[OaHHbI cBapO4HbIA annapaTt npeAHa3HayYeH Ans JIerKux CBapo4HbiX paGoT C uenbko
3a)XKUraHusi CTepXXHEBbIX CBapOYHbIX 3N1eKTpoAoB auvameTpom 2.50 wnm 3.25 mm c
WeI0YHbIM U PYTUIOBLIM NOKPbITUEM.

3HaueHusa cusbl TOKa ANa 9NeKTPOA0B C PYTUNOBbLIM MW LLEOYHBIM NMOKPbLITUEM:
2250mm: 70-100A 23.25MmMm:100- 140 A

HacTpoeHHOe 3HaueHne Cusbl TOKa MOXXHO MPOBEPUTL C MOMOLLIO AaHHbIX, 0TOBPaXKEHHbIX Ha
LUngpoBOM AUCTIIiee, PACMONOXKEHHOMO Ha NepeaHel NaHenu, Npu HEOGXOAUMOCTN 3HaYeHVe
CWNbl TOKA MOXHO U3MEHUTb C TOYHOCTbLIO B 3aBUCUMOCTUN OT COCTOSIHWSA CBapKMU.

MprcTynuTe K BbINOMHEHWIO CBAPOYHbIX PaboT, Co6NtoAas BCe Npasuia NnpoBeaeHNsl CBapOUHbIX
paborT.
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Yxopa, TexHU4eckoe 06CnyXKMBaHNe M yCTPaHEHWe HemcnpaBHoOCTEN - 1

Ons obecneyeHusi BbiCOKON 3dheKTUBHOCTU U 6Ge3onacHoCTU BO BpeMsi paboTbl annaparta,
Heo6XOAMMO PEryNsiPHO OCYLECTBNATb YXO[ W TexXHUYeckoe O6CNyXXMBaHWe annapara.
Monb3oBaTenb JOMKEH XOPOLWO pasbupatbCcs B MPOBeOEHNM TEXHUYECKOro O6nyXuBaHWs, B
YCTPOWCTBE CBAPOYHOro annapara, yMeTb CaMOCTOSITENIbHO NPOBOANTL 3/IEMEHTAPHYO NPOBEPKY
annaparta 1 Mmep 6e30MacHOCTU, CTapaTbCs CHU3UTb KOIMYECTBO OLWMGOK 40 MUHUMYMA U MPOAINTb
CPOK 3KcnJlyaTauum annaparta kak MoXHo fosbuie. NoapobHble CBeAEHNS O NEPUOANYECKOM yXoe
N TEXHNYECKOM 06CYXXMBaHNW U3NTOXKEHbI B HUXKECIeaytoLLen Tabnuue.

MpepynpexaeHue: Bo Bpems npoueaypbl yxoAa U TEXHUYECKOro 06C/y)XUBaHUSA CBApOUHbI
annapaTt [oJkeH GbiTb 06s3aTeNbHO OTK/IOYEH OT JNIeKTpPoceTu. YXoA4 U TexXHu4Yeckoe
o6cny)XXuBaHue annaparta A0JKHbl MPOBOAUTbCA KBanuduumMpoBaHHbIMKM cneyuanucTamu B
AaHHoli cchepe.

EXXEOQHEBHbIN YXO[4

YpocToBepbTECH B TOM, PErynsitop Cuflbl CBApOYHOrO TOKA, PAaCMONOXEHHbIA Ha
nepegHelr naHenu annapara, a TakxXe nepekyaTenb BK/BbIK/, PacrnoONIOXEHHbIN Ha
3ajHel naHenu npubopa HaxoAsaTCs Ha MECTE M NMOSTHOCTbLIO UcnpaBHbl. Ecnn perynstop
CWNbl TOKA YCTAHOB/EH HEMPaBWUIIbHO, @ KHOMKa BKJ1/BbIKN 60MTaeTCsl U He BKOYaeTcs,
obpaTuTechb B CEPBUCHbIN LIEHTP.

Mocne Toro, Kak Bbl BK/OYMAN annapart, y4oCTOBEPLTECH B TOM, YTO OH He BUBPUPYET,
He CBMCTUT U Ha n3paeT HenpusTHbIN 3anax. Ecnu BosHukna kakas-nn6o npobrema,
nonbITanTecb 06HaPYXWUTb WCTOYHUK NPOBNeMbl, ecnu npobnema HaxoAWTCS B 30HE
HaxoXAeHusi annapara, ycTpaHuTe ee, ecnm npobnemMa KpoeTcsi B camoM annapare, He
NbITANTECh YCTPAHUTL €€ CAMOCTOSITENIbHO, OTKJIIOUMTE annapar oT ceTu u obpaTuTech
B CEPBUCHBIN LIEHTP.

MpoBepbTe paboTaeT nu Tepmosawwmta annaparta. lNpouepgypa nposepku: Annapat
obecneunBaet Tok 140 A npu 15% umkne. Ecnu npw Takow cune Toka NpUMepHO
yepes 4-5 MVHYT TepMoO3alunTa He OTK/OYAETCs, TO 3TO 3HAYUT, YTO B TEPMO3aLmTe
ecTb Henonapku. B TakoM crnyyae obpatutecb B CEPBUCHbIN LEeHTP. U3-3a cunbHoro
neperpesa MOXeT BO3HUKHYTb BO3ropaHue.

MpoBepbTe 3awnTy OT KOpOTKOro 3ambikaHus. Mpouepypa npoBepku: KocHutecb
anekTpogomM ob6pabaTbiBaeMOn AeTann U MU3MepbTe CUly TOKa,NMPOXOASLY 4Yepes
CBapoOYHbIii Kabenb, C MOMOLLBbIO TOKOM3MEPUTENbHbIX Kielen. Yepes HekoTopoe
Bpemsi cuna Toka cHuauTes go 5 A. Ecnu 3HaveHune cunbl Toka He ynageT, obpaTutech B
CEPBUCHbIV LEHTP.

YnocToBepbTECH B TOM, YTO 3HA4YEHNE CBAPOYHOI0 TOKA COOTBETCTBYIOT yCTAHOBIEHHOMY
3Ha4yeHWo cunbl Toka. Ecnn 3HayYeHns oTnvyaloTcsi, TO OTPEerynmpynTe cuy Toka Tak,
4TO6bI MOXXHO 6bII0 OCYLLECTBASATL NPOLIECC CBapKW.

YOoocToBepbTECh B TOM, UTO BEHTUNIATOP OXJ1aXKAEHWs1 HE BbIWWEN U3 CTPOS U BbINOSIHSAET
cBou pyHKUMKN. Ecnm nocne cunbHOro neperpesa annapara BEHTUNSTOP He BKoYaeTcs,
npoBepbTe, He 3abnoKMpoBaHbl SN NonacTu BeHTuUnsTopa. Ecnn BeHTunsiTop He
3apaboTan, obpaTtuTecb B CEPBUCHbIN LIEHTP.

MpoBepbTe, ocnabneHbl M CBapoOYHble COeOMHEHNS, HE CUNbHO NN OHW HarpeTbl. Ecnn
CoefMHeHUs neperpeTbl NM60 ocnabneHbl, NOATAHUTE UX UK 06PaTUTECH B CEPBUCHYIO
cny>xoy.
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lMpoBepbTe He noBpexaeH nu cunoson kabenb. Ecnn kabenb nosBpexpaeH, obmoTanTe
NOBPEXAEHHOE MECTO MOAXOAALMUM U3ONSILUUOHHBIM MaTepuanomM, nmbo 3ameHuTe
Kabesnb Ha HOBbIN.
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Yxopa, TexHu4eckoe 06cnyXUBaHNE U YCTPAHEHNE HEMCNPABHOCTEN - 2

EXXEMECSIYHbINYXO[,

PerynsipHo ouuwiarite BHYTPEHHIOIO YacTb annapata OT CKOMMBLIENCS Mbln C
NOMOLLbIO BO3AYLWHOro kKoMnpeccopa. [ns 3awmTbl MeNKux getanen, Bo Bpemst y6opku
KOHTPONMPYWTe AaBneHne Bo3ayxa.

MpoBepbTe BCe 60NThI HA MOBEPXHOCTMN annaparta, ec/in OHW ocnabneHbl - NOAKPYTUTE.
Ecnn kakux-nn6o 60nToB He xBaTaeT, 06s3aTeNbHO 3aKpyTUTE HOBbIN Ha ero MecTo.
P>xaBble 60NTbl Tak>Ke HY>XHO 3aMEHUTb Ha HOBbIE.

BHumaHue! [na BbiNnonHEHUS No6bIX PEMOHTHO-TEXHUYECKUMX paboT obpatuTech B Bnvkanwyto
YMOIHOMOYEHHBIN CepBUCHYIO cny>6y. dupmbl «KanHak TekHurun CaHanv e Tupyxapet A.LLl.»
PeMOHTHO- TexHuuyeckne paboTbl, OCYLECTBMEHHbIE HEYNOJHOMOYEHHBIMW  CEPBUCHbBIMU
cny>x6aMu unv nuuamu, NPUBOAST K JINIEHNIO rapaHTum.

Ons nonyyeHus ceefeHnii 06 ynosHOMOYEHHbIX CEPBUCHBIX CNY>K6aX Y UX KOHTaKTHbIX OaHHbIX,
noceTuTe Haw Be6-agpec: www.askaynak.com.tr.

1- TMepepn Tem, Kak 6bITb OTNPaBAEHHbIM C (habpuKK, CBApOYHbIN annapart 6kl NPoBepPeH Ha NpegmeT
Hanuuusi fedekTa. IMeHHO NosToMy HU B KOEM Cry4yae He MO3BOSSNTE HEKBaNNGULMPOBaHHBIM
nvuam pasbrpatb 1 pEMOHTUPOBAaTL annapar.

2- PeMOHTHble paboTbl MOFYT BbINOHATE TOSIbKO «YMOMHOMOYEHHbIE CEPBUCHbIE CNY>XXObl» DUPMbI
«KanHak TekHurun CaHanm se Tupkapet A.LLL»

3- [nsa 3awmtbl MENKKX AeTanen, Bo Bpemsi y6OpKu KOHTponMpyiiTe aasneHne Bosgyxa. CBapoYHbIi
annapart HeNb3si MbITb BOAOW U3HYTPU.

4- He cnepyeT MbITb CBApOYHbI annapar NeTyuYMMN U CUHTETUYECKMUN XMMUYECKUMIY BELLECTBaMMU,
ON1S1 OYNCTKU Hapy>KHOW MOBEPXHOCTW annapara, CriefyeT npoTepeTb ero TPSINKOW, CMOYEHHOM
MblJIbHOW BOLOM.

5- PaboTbl No TexobCny>KMBaHWIO annapara crefyeT BbINONMHATL O4eHb akKypaTHo. MNepernbarve nnm
HenpaBWbHOE NOAKIIOYEHNE Kakoro-nmbo kabens MOXeT BbITb O4eHb ONacHbIM AN1s NoSb30BaTeNsl.

6- He monyckaiite nonagaHus BHYTPb annaparta Bofbl unv napa. Ecnv annapar 661 nogsep>eH Bnare,
creqyeT TLWaTelbHO MPOCYLWNTL BHYTPEHHIOK YacTb annapara v NpoBepuTb U30SALMIO.

7- TMpwv nogbeme v NepemeLLeHM CBapO4HOrO anmnapara, He CliefyeT ero He6pexxHo 6pocaTb, a Takxe
CcriepyeT 3almLLaTth ero ot yaapos.

8- Ecnn CBapO‘-IHbIIZ annapart He 6y,qu NCNnonb30oBaTbCA B Te4eHNe ONUTENIbHOro BpeMeHun, cnenyet
NOMECTUTb €ero B d)I/IpMeHHyIO KOpO6Ky 1 NOCTaBUTb Ha XpaHeHne B CyXoe MeCTO.
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Yxoa, TexHu4yeckoe 06CnyXKMBaHNe M yCTPAHEHWe HeMcnpaBHOCTEN - 3

NMPOBJIEMA

BO3MOXXHAS NPUYNHA

PELUEHUE

Annapar He BKloYaeTcs,
BbIXOAA HET, BEHTUNATOP
He paboTaerT.

B ceTtn HeT
aneKkTpuyecTBa.

MpoBepbTe BXxoAHble hasbl annapara.
CHoBa nogktounTe asbl.

MaBHbIN Kabenb Bxoaa
NOBPEXAEH.

MpoBepbTe ocHOBHOI Kabenb Bxoaa.
Mpn He06Xx0AMMOCTU 3aMeHNTe Ha
HOBBIN.

Mepeknioyarens
BKJIOYEHNS/ BbIKIOYEHUSI
BblILLE U3 CTPOSI.

3ameHunTe nepekntovartens Mpu
HeobxoanmocTn obpaTuTech B
CEPBUCHYIO Cny>XOy.

BxogHown punstp 1 /mnn
nnaTa nMTaHus BbILLN
n3 cTpos.

O6paTnTech B CEPBUCHYIO CryXOy.

[yra He yeTkas,
cBapka He nosyvaercs

NontocHble coeguHeHns
HEBEPHOE NOAKIIIOYEHbI
nm6o ocnabneHsl.

I'IpanmbHo nogkKn4ynTe nontoca,
noaoTaHUTE coeguHeHns.

HanpsixxeHue B ceTn 220 BonbT?

paBHOMEPHON. Mcnonb3yeTtcs nu kabenb ¢
3HauyeHne HanpsiXKeHns He .
HemnoaxoAsLnM ce4eHnem 1 AanHon?
COOTBETCTBYET HOpME.
MposepsbTe. MNpn Heo6XO0AMMOCTU
ucripasbTe.
Mpnbop He cTouT Ha
YcTaHoBuTe Nprbop Ha HeNoABUXXHOM 1
Mpnbop BubpupyeT. HEMOABUXXHOM 1 POBHOM

POBHOM MecCTe.

MmecTe.
. Mpobnema ¢ [MpoBepbTe BEHTUNATOP OXNaXXAeHNS.
Mpubop ns3paet cTpaHHbIN
3BYK 11 3aNax BEHTUNSATOPOM Mpwn HeobxoammocTn obpaTnTech B
4 ’ oxnaxpeHms CEepBUCHYIO Cry>by.
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HeT BbIxoga HanpsixxeHns
6e3 Harpyaku

Mpo6nema c annapaTom.

O6paTtuTechb B CEPBUCHYHO CNyXO6y.

HeT Bbixoga Toka npm
cBapke.

CBapoyHbIli kKabenb He
NOACOEAVHEH K BbIXOAAM.

MopcoennHuTe cBapoOYHbIN Kabenb K
BbIXO4aM.

CBapouHbI kabenb
NoBpeXaeH.

3ameHnTe cBapoYHbIi kabenb.

Kab6enb waccu He
noaKtoYeH unu ocnabneH

lMpoBepbTe kabenb Waccu, eCrin OH He
NOoACOEeAUHEH, MOACOEANHUTE.
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Yxoa, TeExHU4ecKoe 06CNyXuBaHue U yCTpaHeHWe HeucnpaBHoOCTEN - 4

NMPOBJIEMA

BO3MOXXHAS NPUYNHA

PELUEHUE

CapouyHas gyra
3aropaeTcsi C TPYAOM,
aneKTpoA npunvnaeT K

obpabatbiBaeMon getanu.

CoepanHeHns ocnabnexsol
NSV NOBPEXAeHbl.

MpoBepbTe coeanHeHMs.

O6pabaTtbiBaemas
fAeTtasb NnokpbiTa rpssbio,
SKMPOM VAW Mblifbto.

OcMoTpUTE NOBEPXHOCTL
obpabartbiBaemon getanu, npu
Heo6X0AMMOCTUN OUNCTUTE €ee.

CpabatbiBaeT
npefoxpaHuTenb ecnm
rnaBHbI BKIIOYATE b

annapara BK/toYeH

Mnata BxogHoro cdunsTpa
BbllLSIA U3 CTPOS.

ObpaTnTechb B CEPBUCHYIO CIyXOy.

He BO3MOXHO HacTponTb
CBapOYHbI TOK, YTOBbI OH
6bIn CTabUNBHBIM.

MoTeHUMOMETp Ha nepegHen
naHesnv annapara Bbilen
13 cTposi nunm pabotaeT
HenpasWbHO

ObpaTnTechb B CEPBUCHYIO CNy>XOy.

HepocTtatouyHasa
NpPOHMLAaeMoCTb.

3HaueHne CcBapo4yHoOro
TOKa CNNLLKOM HU3Koe.

YBenuybTe 3HaveHne CBapO4HOro TokKa.

Oyra kone6netcsi.

MoTok Bo3ayxa CAMLIKOM
CUNbHbIN.

McnonbayiiTe 3alUTHYIO LUMPMY OT NOTOKa
Bo3ayxa

Mpobnema co cBapOYHbIM
3N1eKTPOAOM.

OTperynvpyinTe yron Mexay Aetanbto 1
CBapOYHbIM 31EKTPOAOM.

Ecnv Ha cBapoYHOM 31EeKTPOAE eCcTb
9KCLEeHTpuYHasa npobnema, cnegyet
3aMeHUTb 3NeKTPOL.

[eiicTBYE MarHUTHOrO
nons.

HaknoHn cBapoYHbIi 3N1eKTPoA, B
0o6paTHyto CTOPOHY OT KoniebaHus ayru.

[MomeHsTe NoNoXKeHNe 3a>KMMOB LIaccu
UM yCTaHoBMTE Mo 06erM CTOpOHaM
obpabatbiBaemon getanu kabenu
3a3eMJIeHMs.

VMcnonb3yiiTe KOPOTKOE pacCTosiHNE
ayru.

loput
npepynpeaunTenbHbI
curHan.

CuvnbHbI Nneperpes
13-3a UCMOJIb30BaHNS
BbICOKOIO CBapO4HOIo

TOoKa UNu n3-3a CULLKOM
nonroi paboTbl
annapara.

CneuyeT MNOHU3UTb 3Ha4YeHne
CBapO4HOro Toka nnn Ha spemMsa
0CTaHOBUTb CBapoOYyHble paboTbl.

3-3a BO3HMKHOBEHMSA

aHopMasibHOro Toka B
rnasHoI uenu, cpaboTtana

3almTa oT NeperpysKku.

O6paTnTech B CEPBUCHYIO CNYXOy
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AneKkTpomarHuTHasi COBMeCTUMOCTb - 1

Bo Bpemsi cBapku He BKJIlOHaliTe N He BbiKJIlovaiiTe nepeknoyatens Bkn/Bbikn. 3To moxeTt
NPUBECTU K CO3AaHUI0 Kone6GaHuil Hanps>KeHUs U CHU3UTb CPOK CNy>XXG6bl annapara.

Ons Toro, 4ToGbl NOC/Ee TOro, Kak BKAKYMAN 650K NUTaHUs, annapaT AOCTUr yCTOWYUBOro
COCTOSIHMS B NJ1aHe 3/IeKTPUYECTBA, HY)KHO NoA0XKAAaTb oKono 5-10 cekyHA 1 nuwb nocne
3TOro NpUcTynaTthb K CBapKe.

CBapouHblil annapat paspaboTaH B COOTBETCTBUM C YCTaHOBJIEHHLIMU HOPMaMu 1 Mpasuiamm.
BMmecTe ¢ 3TUM, 13-3a TOro, YTO TENEKOMMYHUKaLMOHHbIE NpMBopb! (TenedoH, paano, Tenesnsop)
n npubopbl 6630MacCHOCTN CO30a0T 6ECNOPsAAOYHbIE 3/1IEKTPOMArHUTHBIE BOJTHbI, annapar MoXeT
coafartb npobrieMy AN NPMBOPOB, KOTOPblE MOABEPXKEHbI BAUAHUIO 3IEKTPOMArHUTHBIX BOJH.
Ona Toro, yto6bl NPEOOTBPATUTL WS YMEHbLUNTL BO3LENCTBME ITUX INEKTPOMArHUTHBLIX BOJSH
(napa3nToB), CO3AaHHbLIX annapaTtoM, CleayeT BHUMATENbHO NMPOYECTb UHCTPYKLWY, U3MIOXKEHHbIE
HIXKeE.

CBapoyHbIii annapaT npegHa3HavyeH As UCMOSIb30BaHUS Ha MPOMbIWIEHHbIX o6bekTax. Ans
TOoro, 4tobbl YCTPaHWTb BPEAHOE BO3AENCTBUE 3NeKTPOMAarHWTHbIX BOMH, BO3HUKIOWMUX W3-
3a Mcnonb30BaHUs annapata B XXW/blIX MOMELLEHUSIX, CNeayeT NPUHATE onpeneneHHbIe Mepbl.
Monb3oBaTenb AOMXKEH YCTAHOBUTbL WM MCMONb30BaTb CBapPOYHbLIN anmnapaT B COOTBETCTBUU C
VHCTPYKLUMSIMU, N3NTOXEHHBbIMY B PykoBOACTBE No akcnnyatauuun. Mpn o6Hapy>XeHun Kakmx-nm6o
napasuTHbIX 31eKTPOMAarHUTHbIX BOJIH, NOSIb30BaTe b [OMIKEH NPeAnpUHATL He06XoAVMbIe MepbI.
B aTom Bonpoce nonb3oBaTtento MOXeT nomoub upma «KannHak TekHurn CaHainn Be Tugxapet
A.lL.». Be3 nucbMeHHoro paspeleHus cdupmbl «KanmHak TekHurn CaHanm Be Tupykapet A.LL.»
OCYLLECTBNSATb Kakne-nmbo N3MeHeHNs B annapare He [onyckaeTcs.

Mepepn yCTaHOBKOIZ CBapo4HOro annapata noJsib3oBaTeslb [O0NIXKeH npoBepuTb, €CTb NN B
30He paﬁOTbI annaparta r|p|/|60pb|, KOTOpble MOryT nocTpagatb OT 3NEeKTPOMarHUTHbIX BOJH,
cos3fasaemblx annapaTom. HekoTopble 13 aTux ﬂpVIﬁOpOB nepeyncrieHbl HUXe:

1- Kabens BXop[a u Bbixoaa, Kabens ynpaBneHua n Teﬂe(’.bOHHble kabens, pacnosio>XXeHHble B6N3N
30HbI pa6OTbI nannaparta,

2- Paguo- u/vnv TenenpueMHuKn 1 nepeaaTunki, TeneKoMMyHUKauMoHHbIe Nprueopsbi,

3- KomnbloTepbl Uin NprGopsbl, yrpasisieMble C MOMOLLLI0 KOMMboTepa,

4- O60opynoBaHvs 4ns ynpasseHns 1 6e30MacHOCTY NPOMbILWIEHHbIX MPOLECCOB,

5- JInuHble MepuuUMHCKME annapaTtbl TuMma CAyXOBOro annapara WM KapaumocTUMYnATopa,
OfeKTPOMarHWTHble MOJIs MOTYT HapywmTb pPaboTy HEKOTPObIX KapAMOCTUMYSIATOPOB.
MIMEHHO MO3TOMY CBapLUMKMW, Y KOTOPbIX YCTAHOBMIEHbI KAPANOCTUMYSTOPLI, NMepes TeM, Kak

OCYLLeCTBNATb CBapKYy, AOJ/IKHbI MPOKOHCYNLTUPOBaTbCA C Bpa4oM

6- NameputenbHbie U KannGpoBoYHbIe NPUGOPbI.
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AnekTpoMmarHUTHass COBMeCTUMOCTb - 2

B 30He paGoTbl UM NOGAN3OCTU OT HEE HY>XXHO MPOBEPUTb 3NIEKTPOMArHUTHOE COMPOTUBIIEHNE
paboTatoliero obopyposaHusi. [Monb3oBaTenb [OMKEH YAOCTOBEPUTLCS B TOM, 4TO paboTta
ocTalbHbIX NPMBOPOB, HaxopsWMxXcs B 30He paboTbl, He OyaeT HapyweHa u3-3a paboTbl
cBapoyHoro annapata. [1na aToro cnefyeT NpeAnpUHSATL AOMNONHUTENbHbIE MEePbI 3aLUThI.

[Ons Toro, 4to6bl YMEHbWUTL BO3LENCTBUE INEKTPOMArHUTHBIX BOMH, CO34aHHbIX annaparom, u
YPOBEHb BO3AENCTBUA 3TUX 3NIEKTPOMArHUTHBIX BOJH, CIEAYET YUUTLIBATL HUXKENEPEUNCeHHbIe
npeaynpexaeHns:

1-

MopkntoyeHve annapata K 3NeKTPOCeTW CnepyeT BbIMOMHSATL B COOTBETCTBUM  C
pekoMeHOauuaMN, W3NOXEHHbIMU B PykoBoAcTBe Mo akcnnyatauuu. Ecnv  BO3HMKHET
3/1eKTpPOMarHMTHOe BO3AENCTBIME, CrieAyeT NPeAnpUHATL HEKOTPbIE MEPbI MO ero YCTPaHeHUIo,
Hanpumep oTUNLTPOBATb MaBHbIN BXOA, 3/IEKTPONUTAHUS.

Kabenu Bbixopa (kabenv anekTpoaa v LWaccu) AOMXKHbI KaK MOXXHO KOPOYe, UX HY>XHO COeANHUTb
N HanpaBuTb. OTU Kabenn HW B KOEM Cryyae Henb3si obmaTbiBaTb BOKPYr Tena, Henb3s
CTOSITb MOCPEAVHE MeXAy HUMW, 1 CNeguTb 3a Tem, YToGbl Kabenu nexanu Ha 3a3eMyeHHON
NMOBEPXHOCTU.

Kabenb waccu ponxeH 6biTb NOOK/OYEH KakK MOXHO Onuxe K getanu, Hap KOTOpow
ocylecTBnsieTcs pabora.

Bo Bpems cBapoUHbIX paboT HY>KHO CTOSITb Kak MOXHO Aarblie OT CUTOBOW YCTaHOBKU.

Ons Toro, 4To6bl CHU3WUTb 3JIEKTPOMAarHNUTHOE BO3OENCTBME U MOBbLICUTL pabouyto
6e30MacHOCTb, MO BO3MOXHOCTW AeTanb, Haj KOTOpOW ocyliecTBrsieTcsi paboTa, cnepyet
3a3emMnuTb. [onb3oBaTtenb JOMKEH CaMOCTOSATENbHO MPOBEPUTb 3a3EM/IEHNE U OTCYTCTBUE

npo6nem ans paboTbl annapara.

MpeanbHble pa3mepbl paboyeit 30HbI [OKHbI ObITh ONpeAesieHbl B 3aBUCUMOCTM OT CTPOEHNS
OaHHOI 061acTn N HaNN4Ms B 30He paboTbl NPoYMX hakToOpPOB.

Ecnu Bbl BbIHY>KA€Hbl MPUMEHWTb annapar B 30HE C BbICOKUM 3/1EKTPOMArHUTHbIM Hanpsi>KeHUEM,
N3MEHeHNs B Toka cBapKu/ pe3kn MoryT npesbiwatb + 10 %.

AddekTBHOE NCNONIb30OBaHNE C TOYKU 3PEHMS
3HepronorTpeodneHns

CBapouyHbIli annapaT pas3paboTaH U W3roTOBSIEH TaK, YTOObl BO BKJIOYEHHOM COCTOSIHUW
NoTPe6NATb Kak MOXHO MEHbLLE 3/1EKTPOSHEPT .

[ns npenoTBpalleHnsi Nepepacxofa 3/EKTPOIHEPrM BO BPEMSI CBapKu, criegyeT Bblbrpatb

nogxojsuiee 3HayeHune cCunibl TOKa B 3aBUCUMOCTW OT AuamMeTpa 3neKTpona, nsberatb
NCNoNb30BaHNA 3HA4YeHNA CUJ1bl TOKA Bbllle, YHEM HY>XHO.
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YcnoBusa TPaHCNOPTUPOBKN U XpaHeHuUs

B cnyyae He BbIMOMHEHUsI CBapKu, U OCOGEHHO MpPU TPaHCMOPTUPOBKe annaparta Ha 6onbluve
paccTosiHWSl, MOMECTUTE CBaPOYHbIN annapaT B KOPObKy € TeM, Y4To6bl 3alUTUTL €ro OT Mbiu
N BO3OEUCTBMS Opyrux HebnaronpuaTHbIX (akTopoB, KOTOpble MOryT MNpUCYyTCTBOBaTb B
okpy>xatoleii cpefe. Mo3aboTsTeCb 0 TOM, YTOGbl CBApPOYHbIA anmnapart He MOAyuYun CusibHble
yOapbl 1 He POHSIATE ero.

MNMogHUMWTE annapar 3a py4yky 1 nepemecTuTte ero. He nepemeluanTe n He NogHUMaiTe annapar B
paboueM cocTosiHiM. Bo Bpems nogbema, nepemeLLeHnst 1 aKcnyaTaummn annapara He 6pocainte
ero HebGpexHo, 3awylanTe ero oT yaapoB. B annapartax, nmonyumBlIMX MeXaHU4Yeckue yaapbl,
MOTYT 6bITb CHUXKEHbI MHTEPBAsIbI U30NALMN.

Ecnn annapat nepepn BBOAOM B aKkcnyatauuio 6yaeT XpaTb WAM He 3KCniyaTupoBaTbCs B

TeyeHne AnnTesibHOro BpeMeHu, O4NCTUTE ero n NoOMecTnuTe B COGCTBeHHyIO K0p06Ke n XpaHute B
nomMeLueHnmn, cBo604HON OT MbINN Y BAXXHOCTU.

3aBeplLueHue cpokKa cny>X6bl annapaTa

Mo okoH4YaHuio cpoka cny>x6bl Bawero annaparta u npy He BbINOJIHEHUN UM CBOUX
(hYHKUMIA, HE YTUNN3UPYIATE ero kak 6bITOBOE OTXOAbI, HE BbiGpackiBaiTe B Mycop.
CHUMWTE C 9KChnyaTauuMy CBapOYHbI annapaTt B COOTBETCTBUM C MECTHbIMU
npasunamu.

PacnakoBka

CsapouHbin annapat ASKAYNAK Inverter 155-SUPER npopaetcs B kapTOHHOI kopobke. He
npuobpeTanTe HeynakoBaHHble annapatbl. [ns u3BneyeHusi annapaTta U3 KOpobKuM OTKponTe
BEPXHIOI KPbILWKY Y CHAMUTE HENIOHOBbLIA MeLWOoK ¢ annapaTa. He Bbi6packiBaiite 3TOT MELIOK 1
KOPOOKY, COXpaHUTe UX Ha cny4yai fanbHeNWero NCNONb30BaHMs NPY NOMELLEHUN annapaTa Ha
XpaHeHue.

MpuHapgneXxHocTn, NocTaBnsiemMbie B KOMMNEKTE C
annapaTom

CBapoyHbIii 3aXXUM 1 kabenb

3axum n kabenb Ansi coeanHeHus waccu
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3anacHble YyacTtum

e,
WARNING! ;\
Do not attempt to use this equipment until you have thoroughly read
allinstallation, operating and maintenance information supplied with
your equipment. They include important safety precautions and M~ e =

0

p " . f N NI
detailed operating and maintenance instructions. Follow the safety (TR
informations exactly to avoid serious personal injury or loss of life.
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[ns nony4yeHus nogpobHo nHopmaLmmn o 3anacHbIx YacTen, cMoTpuTe cTp. 54-55.

imalatci/Manufacturer: Marka/Trademark:
Kaynak Teknigi San. ve Tic. A.S. ASKAYNAK
TOSB Otomotiv Yan Sanayi ihtisas OSB ..

2. Cadde, No:5, Sekerpinar Tiirk Mal
41420 Cayirova, Kocaeli/TURKEY  Made in Turkey

Model: Seri No. makine lizerindedir
: Serial Nr. is located on

1~_If1 —= | TS EN 60974-1
QO TS EN 60974-10
?:. 30A/21.2V - 140A/25.6V
T X | %15 %60 | %100
S Uo | 12 | 140A | 90A 70A
77V | U2 | 25.6V | 23.6V | 22.8V

1 ~ U1 |1 maks |1eff maks
220V 29A 11.5A
50/60Hz

IP215 C€

URETIM TARIHI SERi NO. ETIKETINDE BELIRTILMISTIR
PRODUCTION DATE IS EMBEDDED WITHIN THE SERIAL NUMBER
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MpuHuMnNuanbHas anekTpnyeckas cxema - 1
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MpuHUMNManbHas anekTpuyeckasa cxema - 2
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IMALATGI
MANUFACTURER
FABRICANT
NPOU3BOAUTESb

Kaynak Teknidi Sanayi ve Ticaret A.S.

TOSB Otomotiv Yan Sanayi ihtisas Organize Sanayi Bélgesi

2. Cadde, No: 5, Sekerpinar 41420 Cayirova - KOCAELI - TURKEY
Tel: (+90.262) 679 78 00 Fax: (+90.262) 679 77 00
info@askaynak.com.tr

www.askaynak.com.tr

ASKAYNAK Inverter 155-SUPER
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