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Kaynakta Guvenlik - 1

Bu makine TIG kaynagi ve ortiili elektrodlarla ark kaynagi yapmak igin
tasarlanmistir. Bagka bir amag i¢in kullanilamaz.

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

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

TALIMATLARI DiIKKATLE OKUYUN ve ANLAYIN: Makineyi kullanmadan 6nce
kullanim kilavuzunu mutlaka okuyup anlayin. Kullanim kilavuzunda belirtilen
talimatlarin uygulanmamasi ciddi yaralanmalara, can kaybina ve ekipmanin
hasara ugramasina neden olabilir.

Kesme islemi dikkatsiz, dalgin, yorgun ve uykusuz iken yapilmamalidir.

Ark kaynagi kaynakgclyl potansiyel tehlikelerden koruyacak yeterli dnlemler
alindiginda guivenli birer uygulamadir. Bu 6nlemler gézden kacirildiginda veya
ihmal edildiginde, ciddi hatta 6limle sonuclanabilecek elektrik carpmasi, asiri
derecede duman ve gazlarin etkisinde kalma, ark radyasyonu, yangin ve patlama
gibitehlikeler ortaya cikabilir.

Not: Kaynak ve kesmede guvenlik hakkinda detayli bilgi almak icin ANSI Z49.1
standardini okuyun.

Koruyucu Donanimlar:

Kaynak operatdrleri, kendilerini yanma riskinden koruyan giysiler giymelidir.
Kaynak yaniklari, ¢iplak cilde kaynak kivilcimlarinin sigramasindan kaynaklanabilen
ve cok sik karsilasilan bir risktir.

Kaynak sirasinda giyilen elbiseler uygulanan kaynak yéntemine gore degisebilir
ancak genel olarak giysinin hareket kolayligi saglamasi ve kaynakg¢inin viicudunu
si¢rant, kivilcim ve ark radyasyonundan koruyacak bigimde 6rtmesi gerekmektedir.

Aleve dayanikliigi nedeniyle yin giysiler tercih edilmelidir. Sentetik giysiler isiya
maruz kaldiginda eriyecegi icin kesinlikle giyilmemelidir.

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

Gomlek kollar ve pacalari katlanmamalidir. Zira kivilcimlar ve erimis metaller
kiviim yerlerine girebilir. Pantolonlar is ayakkabisinin disinda tutulmali, icine
sokulmamalidir. Aksi halde erimis metaller ve kivilcimlar ayakkabininicine girebilir.
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Tehlikeli durumlarda kullanilan diger koruyucu giysiler asagida belirtilmistir:

» Aleve dayanikli elbiseler

* Tozluklar

+ Onlikler

¢ Derikolluklar ve omuz pelerinleri

» Kaynak maskesinin altina giyilen sapkalar

Elleri yaniklardan, kesik ve ciziklerden korumak icin mutlaka deri gibi aleve
dayanikll 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.

Gralt:

Kulagi kivileim ve erimis metallerden korumak ve ark kayna@i makinesinin
gurdltisinden kaynaklanan duyma kaybini engellemek icin kulaklik takilmaldir.
Calisma ortamindaki gurdltt kulaklar rahatsiz edici ve bas agrisina yol agan bir
seviyeye ulastiginda, isitsel bir problem yasanabilir. Bu durumda hemen kulaklik
takilmalidir. Isitme kayb, test yapilana kadar fark edilmeyebilir ve sonrasinda
tedaviicin cok ge¢ kalinmis olabilir.

Calisma Ortaminin Onemi ve Temizligi:

Calisma ortaminin diizeni ve temizligi kaynak makinesine bakim yapmak kadar
6nemlidir. Hatta olusabilecek zararin derecesi ortamdaki insan sayisi kadar
katlanmaktadir. Makine ile ilgili uyarilar okunmus ve gerekli énlemler alinmis olsa
da cevrede bulunanlardan herhangi birinin calisma ortamindaki kabloya
takilmasi, kendisi, siz ve diger insanlar icin elektrik carpmasi, sicak metale temas
edilmesiya da dismerriski ile kargilasiimasina neden olabilir.

Tum donanim, kablo, hortum ve gaz tlpleri; kapilar, koridorlar ve merdiven
cevreleri gibi hareket yogunlugu olan ortamlardan uzak tutulmalidir. Cevreyi
dizenli tutmaya gayret edilmeli ve kaynak islemi bittiginde calisma ortami
temizlenmelidir. Bu sayede is glvenliginin yaninda calisma verimliligi de
artacaktir. Ayrica kaynak yapilan bdlgenin yakininda bulunan diger calisanlar
dalginlikla sicak is pargasina ve kaynak banyosunun igine basabilir, bu ylzden
kaynak islemi sirasinda etrafa koruyucu paravan cekilmelidir.

KAYNAKLI MALZEME YAKABILIR: Kaynak sirasinda yiiksek miktarda isi agiga
cikabilir. Sicak ylzeyler ve malzemeler ciddi yaniklara neden olabilir. Bu tir
malzemelere dokunurken ve tasirken mutlaka eldiven kullaniimahdir.

ELEKTRIK CARPMASI OLUME NEDEN OLABILIR: Elektrik carpma tehlikesi,
kesme operatorunin sik karsilasabilecegi en ciddi risktir. Elektriksel olarak canli
parcalara temas etmek; yaralanmalara, 6lime veya elektrik carpmasina ve ani
refleks sonucu diismeye neden olabilir. Makine calisirken; kaynak elektroduna,
topraklama baglantisina veya makineye bagli olan gerilim altindaki is parcasina
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dokunmayin. Kendinizi elektroda, topraklama baglantisina veya is parcasina karsi
yaltin. Makinenin fisini prizden cektikten hemen sonra fisin metal uglarina
dokunmayin, elektrik carpmatehlikesi olabilir.

Kaynak makinesiyle ilgili elektrik carpmariski iki kategoriye ayrilir:

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

Primer elektrik carpmasi kaynak geriliminden ¢cok daha yiksek oldugu icin gok
tehlikelidir. Makineye gelen glic acikken, viicudunuz toprakla temas halindeyken
ya da makine igindeki canli bir noktaya dokunurken primer elektrik carpmasi ile
karsilagabilirsiniz. Unutmayin, makine Gzerindeki ON/OFF anahtari kapatmak tek
basina yeterli bir ¢6zim olmayabilir. Tam guvenlik icin ON/OFF anahtarinin
kapatiimasinin yaninda sigorta kapatildiktan sonra kablonun baglanti
noktasindan ayrilmasi gerekmektedir.

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

Makineyi ve is parcasini mutlaka topraklayin.

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

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

Yerden yUksekte calisirken elektrik soku nedeniyle dugsmekten korunmak igin
mutlaka glivenlik kemeri takin.

DUMAN VE GAZLAR TEHLIKELi OLABILiR: Kaynak islemi saghga zararl
duman ve gaz cikisina neden olabilir. Kullanicilari bu tehlikeden korumak icin
yeterli havalandirma yapilmali veya duman ve gazlar soluma boélgesi disina
atilmahdir.

Genel olarak kaynak uygulamalarinda; dumana maruz kalma suresi ve duman
miktarina bagli olarak yizin ve cildin yanmasi, bas dénmesi, mide bulantisi ve
ates gibi kisa sureli gecici etkiler gérulebilir. Dumana uzun sureli maruz kalma,
cigerlerde demir birikmesine ve fonksiyon bozukluklarina neden olabilir. Bronsit
ve akciger fibrozisi karsilasilan baslica etkiler arasindadir.

Bazi elektrodlar, 6zel havalandirma gerektiren alasim elementleri icerebilir. Ozel
havalandirma gerektiren bu driinlerin etiket bilgileri g6z ardi edilmemeli ve "Uriin
Guvenlik Bilgi Formu" raporlari dikkatle okunmalidir. Bu gibi malzemeler kaynak
edilrken gaz maskesi takmak gerekebilir.

Basin duman bulutunun disinda tutulmasi tehlikeli duman ve gazlardan korunma-
nin en kolay yoludur.

Duman ve gazlar solunmamali, hava sirkilasyonu veya mekanik havalandirma
ekipmanlari kullanilmali ve eger yeterli havalandirma saglanamiyorsa gaz
maskesi takilmalidir.
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KAYNAK ARKI YAKABILIR: Kaynak islemi yapilirken veya izlenirken, gézleri
sicrantilardan ve kaynak arkinin yaydigi isinlardan korumak igin uygun maske,
filtre ve koruyucu camlar kulaniimalidir. Aleve dayanikli malzemeden Uretilmis
giysilerle cilt korunmalidir. Yakin cevrede bulunan kisiler, yanmaz malzemelerden
retilen uygun paravanlarla korunmali ve bu insanlar kaynak arkina bakmamalari
ve kendilerini ark isini etkisinde birakmamalar konusunda uyariimalidir.

Kisa sure de olsa gozlerin UV isinlarina maruz kalmasi "Kaynak Almasi" olarak da
adlandirilan géz yaniklarina neden olabilir. Kaynak almasi, maruz kalindigi andan
saatler sonrasina kadar fark edilmeyebilir, ancak ¢ok rahatsiz edici oldugu gibi
gegici korltige bile neden olabilir. Normalde kaynak almasi gegici bir durumdur,
ancak gozlerin UV isinlarina uzun sure ve sik olarak maruz kalmasi gézde kalici
hasarlar olusmasina neden olabilir.

Koruma énlemi olarak ark isigina bakmamanin yaninda uygun filtreye sahip bir
koruyucu kaynak go6zlugu kullanmak gerekir. Ortllu elektrod ile ark kaynagdi
uygulamasiicin uygun filtre segiminde asagidaki tablodan yararlanilabilir.

Koruyucu Filtre Secim Tablosu

Kaynak Elektrod Akim Koruyucu Koruyucu
Yéntemi Capi Araligi Filtre _Filtre
(mm) (Amper) (Alt Sinir) (Onerilen)
Ortiill <25 <60 7 -
Elektrod 25-4.0 60 - 160 8 10
Ark 40-6.4 160 - 250 10 12
Kaynagi > 6.4 250 - 550 11 14

ANSI Z49.1-2005'den alinmistir.

Kural olarak kaynak islemine koyu renkli koruyucu filtre ile baslanmal daha sonra
calismaya, minimum seviyenin altina inmemek kosulu ile, kaynak yapilan alani
yeteri kadar gosterebilecek daha acik bir filtre ile devam edilmelidir. Kaynak
isleminde kullanilan maskeler basi, yuzl, kulaklar ve boynu elektrik carpma
riskine, 1slya, kivilcima ve yangina karsi korur.

GAZ TUPU PATLAYABILIR: Sadece kaynak islemlerine uygun olarak Gretilmis
koruyucu gaz iceren basinch gaz tiipleri kullanin. Kullanilan gaza ve tlp basincina
uygun regulatorlerin tipe dogru olarak monte edildiginden emin olun. Tlpler dik
pozisyonda tutulmali ve glivenlik zinciri ile sabit bir yere baglanmalidir. Koruyucu
kapaklar kapatmadan tuplerin yerlerini kesinlikle degistirmeyin. Elektrodlarin,
elektrod penselerinin, sase penselerinin ve gerilim altindaki her ttrlt parganin gaz
tupu ile temas etmemesine 6zen gdsterin. Tupleri, 1s1 ve kivilcim Greten ve riskli
alanlar olarak adlandirilan bélgelerin uzaginda stoklayin.

KILAVUZU
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. KAYNAK SICRANTILARI YANGINA ve PATLAMALARA NEDEN OLABILIR:

G;“ Yanici malzemeleri kaynak yapilan yerden uzakta tutun ve yangin séndartcuyu

M kolaylikla erisebileceginiz bir yere koyun. Kaynak islemi sirasinda olusabilecek

* sicrantilar ve sicak malzemeler ince gatlaklardan ve en dar acikliklardan bile etrafa
kolaylikla sicrayabilir.

Yanici ve zehirleyici gazlan ortamdan tamamen uzaklastiracak Onlemlerin
alindigindan emin olmadan hicbir bidon, varil, tank ya da malzeme Uzerinde
kaynak islemi yapmayin. Yanici gazlarin, buharlarin ya da sivi yakitlarin bulundugu
yerlerde makineyi asla calistirmayin.

Kaynak islemi sirasinda yUksek sicakliklar olusabilecegi icin her zaman yangin
riskini g6z 6nlinde bulundurun. Kaynak arkinin sicakligi 5000°C'a ulagabilir, ancak
genellikle bu isi tek basina yangin sebebi degildir. Yangin riski etrafa sicrayan
kivilcim veya erimis metallerden olusabilir. Bu metaller on metre uzaga sigrayabilir.
Bu yuzden kolay tutusan malzemeleri kaynak yapilan ortamdan uzak tutun.
Ayrica, is parganizin, isindiginda alev alabilecek herhangi bir malzemeyle temas
etmediginden emin olun. Temasla alev alabilecek malzemeler; sivilar (benzin,
yag, boya, tiner ve benzeri), katllar (agac, karton, kagit ve benzeri) ve gazlar
(asetilen, hidrojen ve benzeri) olmak tizere tice ayrilir.

Kaynak yapilan ortami g6zlemleyin. Etrafta benzin veya hidrolik yagla calisan
sistemler varsa ve kaynak ortamini ya da sistemi hareket ettiremiyorsaniz araya
yangina dayanikl paravan koyun. YUksekte veya bir merdivende kaynak
yapiyorsaniz asagida yanici veya patlayici bir malzeme bulunmadigindan emin
olun. Ayrica etraftaki insanlann Uzerine curuf ve kivilcim sicrayabilecegini
unutmayin.

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

Kaynak islemine baslamadan Once is parcanizin yulzeyinde yanici veya
isindiginda tutusabilecek bir kaplama olup olmadigini kontrol edin.

Kaynak islemine ara verildiginde, elektrod pensesinin toprada veya is pargasina
degmediginden emin olun.

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

Diger acil durumlarda oldugu gibi kaynak islemi sirasinda olusan kazalardan
kaynaklanan durumlarda da ilk kural panige kapilmamaktir. Yanginin
blyukligune gore, diger insanlari uyarmak icin yangin alarmini calistirin, itfaiyeye
haber verin, kaynak makinesini kapatin ve yangin cikislarindan mudmkin
oldugunca cabuk ¢ikin.
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ELEKTRIKLE CALISAN EKiPMAN: Elektrod kablolarinin, besleme kablolarinin
ve makineye bagl kablolarin durumunu dtizenli olarak kontrol edin. Herhangi bir
uygunsuz durumla karsilastiginizda sorunlu pargalari yenileri ile hemen degistirin.
Her trlt ark parlamasi ve yangin ¢cikmasi riskini nlemek icin elektrod pensesini
kaynak isleminin yapildigi masanin tizerine ya da sase pensesi ile temasta olan bir
yuzeye dogrudan birakmayin.

5

ELEKTRIKLE CALISAN EKIiPMAN: Makine (izerinde calismaya baslamadan
once sigorta kutusundaki salteri kullanarak elektrigi kesin. Elektrik baglantilarini
yururlUkteki kurallara uygun olarak gerceklestirin.

TOPRAKLAMA: Givenliginiz ve makinenin sorunsuz olarak galisabilmesi igin
elektrik besleme kablolari, topraklamasi saglikli olarak yapilmis prize baglanmaldir.

ELEKTRIKSEL ve MANYETIK ALAN iNSAN SAGLIGINA ZARARLI OLABILIR:
iletkenler lizerinden akan elektrik, elektromanyetik alan olusturur. Olusan bu
elektromanyetik alan kalp pili gibi cihazlar tizerinde etkili olabilir. Kalp pili kullanan
kaynak operatérlerinin makineyi ¢alistrmadan énce bir fizyoterapiste danismasi
gerekir. Elektriksel ve manyetik alanlar hentiz bilinmeyen baska saglik sorunlarina
daneden olabilir.

% G

HAREKETLI PARGALAR ELIiNizi SIKISTIRABILIR: Ellerinizi fanin yanina ve
makinedeki hareketli parcalara koymayiniz, yaklastirmayiniz

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

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

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

EKSTRA GUVENLiK ONLEMLERI:

Bazi durumlarda glivenlik énlemlerini uygulamak zor olabilir, ancak yine de belirtilen kurallara
uyun. Eldivenlerinizi kuru tutun, islanmasi kaginilimaz ise yaninizda ekstradan bir ¢ift eldiven daha

bulundurun.

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

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

9

KILAVUZU

=
=
S
-
=)
<




KILAVUZU

=
Z
3
=
=)
X

Kaynakta Guvenlik - 7

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

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

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

CALISMA ORTAMINDAKI DIGER KiSILER iCiN ONLEMLER:

Calisma ortaminin temizligi ve dizeni sizin oldugu kadar, ortamdaki diger insanlarin gtivenligi icin
de son derece 6nemlidir. Etrafinizda calisan diger kaynakgilar veya kisiler yUrirken dalginlikla
kaynak banyosuna ya da kaynak edilen parcalara basabilir veya kablolara takilarak sizin ve diger
insanlarin dismesine ve elektrik carpma riski olusmasina neden olabilir. Ayrica kaynak si¢rantilari,
cevredeki diger insanlara sicrayarak yanma tehlikesi yaratabilir.

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

Calisma ortamindaki diger insanlari da is glivenligi ekipmanlarini kullanmalari konusunda uyarin.
Ozellikle kaynak islemi yapilan ortamda bulunmalari gerekiyorsa; yangina ve alevlenmeye
dayanikli is gtivenligi giysileri giymeleri, is g6zItigu, kaynak maskesi kullanmalari, izoleli ayakkabi
ve eldiven giymeleri konusunda cevrenizdekileri uyarin. Uyarilariniza riayet etmeyen Kisileri
calisma ortamindan uzaklastirin.

Ylksekte kaynak islemi yapiyorsaniz, erimis metallerin ve kaynak sirasinda olusan sicrantilarin
asagidan gegen diger kisilere sigramamasi icinilgili uyari levhalari kullanin.

Elektromanyetik alanlar kalp pilleriicin zararli olabilir.

Cevreden gecen ve kaynakgl olmasa da etrafinizda bulunan diger calisanlar icin gerekli uyariyi
yapin, ikaz levhalan kullanin. Bu gibi kigilerin kaynak ortaminda bulunmadan 6nce doktora
danigsmalari gerektigini bildirin.

Kaynak ortamlari, elektrik carpma riskinin ylksek oldugu ortamlardir. Dider kisiler yUrirken
kablolara basip elekirik carpma riskine maruz kalabilirler. Yalitimsiz kaynak kablosu kullanmayin,
mumkiinse kablolariizoleli, plastik kanallar icerisinden yénlendirin.

BAKIYE RiSKLER HAKKINDA BiLGi:

Askaynak Inverter 315-TIG/Pulse kaynak makinesi, TS EN 60974-1 standardinin gerektirdigi
guvenlik kurallarina uygun olarak tasarlanmis ve Uretilmistir. Glvenlik riskleri ortadan kaldirimak
icin gerekli tim énlemler alinmig, kullanicinin almasi gereken énlemler ve uymasi gereken kurallar
kullanma kilavuzunda belirtilmistir. Gerekli 6zen gosterilmedigi, glivenlik énlemlerin alinmadigi
durumlarda risklerin ortadan kaldirlmasi mimkin degildir. Bu riskler hafif yaralayici olabilecegi
gibi, yangin ve patlama riskleri birden fazla kisi icin 6limcul dahi olabilir. Kaynak isleminin yapildig
ortamin glvenliginin saglanmasi kullanicinin sorumlulugundadir, 6nlemlerin alinmadigi eksik
oldugu durumlarda derhal is durdurulmali yetkili kisiler uyariimalidir.
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Teknik Ozellikler

ASKAYNAK Inverter 315-TIG Pulse, en son invertor teknolojisi kullanilarak Uretilen, invertorli
rtllu elektrod ve TIG kaynak makinesidir. invertérlii ark kaynagi glc Gniteleri, uluslararas
pazarlarda 1980'lerden itibaren ortaya cikan bir teknolojidir. 50/60Hz frekans, IGBT tarafindan 20
KHz ve Uzeri yuksek frekansa dénUsturulir ve daha sonra gerilim dusurulerek dalgal akim (AC)
dogru akima (DC) gevrilir. invertdr teknolojisinde, PWM teknigi kullanilarak giclii bir DC kaynak
akimi dretilir. invertér teknolojisi sayesinde, plazma kesme makinesinin boyutu ve agirigi dnemli
Olctide azaltilmis ve verimliligi % 30 oraninda arttirimistir. Kararl ark olusumu, gavenirlilik, hafiflik
ve enerji tasarrufu gibi konular invertér teknolojisi kullanilarak Uretilen kaynak makinelerinin en
6nemli 6zelliklerindendir.

Askaynak Inverter 315-TIG Pulse, TIG kaynaginda HF (yuksek frekans) ile tutusma, baslangic
akimi, krater ark akimi, baz akimi cevrim orani, down-slope, up-slope, 6n gaz, son gaz, pulse
frekansi, sicak baslangig ve ark kuvveti 6zellikleri bulunan 6rtulli elektrod ve TIG kaynak makinesi
olup paslanmaz celik, karbon celigi, alasimli gelik, titanyum, magnezyum gibi ¢esitli malzemelerin
kaynaginda, boru montaji, kalip tamiri, petro-kimya, mimari dekorasyon, otomobil tamiri, bisiklet,
hobiislerive genel Uretimislerinde kullanilir.

ASKAYNAK Inverter 315-TIG Pulse kaynak makinesinin sagladigi avantajlar :
1- IGBT anahtarlama kayiplarini distren yumusak anahtarlama teknolojisi
2- IGBT ve gelismis PWM teknolojisi ile palsli DC-TIG ve MMA kaynagi
3- Yiksek performansli mikro-kontrolor, dijital kontrol ve dijital ekran teknolojisi
4- “Hold” butonuile tim parametreleri dSnceden ayarlama olanagi
5- Yuksek gerilim, dusuk gerilim, asir akim ve asiri isinma korumalari
6- Hafiflik ve kolay tasinabilirlik, basit kurulum ve calistirma.

Giris
Giris Voltaji Sebekeden Cekilen Glg (%30'de) Frekans
380V = %10/ 3 Faz 8,65 kW (TIG) ; 11,7 kW (MMA) 50/60 Hz

Giig Faktori (cosg): 0,71 (TIG %30'da) / 0,82 (MMA %30'da)

Kaynak Akimi Cikis Degerleri

Cevrim Orani Cikis Akimi Cikis Gerilimi
(10 dakikalik periyod) (Amper) (Volt)
%30 (TIG/MMA) 315 A (TIG/MMA) 22,6 V (TIG) / 32,6 V (MMA)
%60 (TIG/MMA) 230 A (TIG/MMA) 19,2V (TIG) / 29,2 V (MMA)
%100 (TIG/MMA) 180 A (TIG/MMA) 17,2V (TIG) / 27,2V (MMA)
Cikis Araligi
Kesme Akimi Araligi Maks. Acik Devre Gerilimi
10-315A 68V (DC-TIG) ; 60 V (MMA)
Besleme Kablosu : 4 x 2,5 mm? Gecikmeli Sigorta Degeri : 22 A
Fiziksel Olgiiler
Yukseklik Genislik Uzunluk Agirhk
310 mm 170 mm 455 mm 14 kg

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

Koruma Sinifi; IP23S Yahtim Sinifi: H

Kirlenme Derecesi: 3
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Kurulum ve Operator Talimatlari

Dikkat!
Makineyi kurmadan veya caligtirmadan énce bu bélimu dikkatle okuyun.

Konumve Cevre:

Bu makinenin uzun 6murli olmasi ve guvenilir bir sekilde galisabilmesi icin asagida belirtilen bazi
basit énleyici tedbirlerin alinmasinda fayda vardir.

1-
2-

10-

Makineyi 15°den fazla egimi olan bir ylizeye koymayin ve bdyle bir ylizeyde galistirmayin.

Makine mutlaka temiz hava akimi olan bir ortamda calistiriimali, makinenin bulundugu yerde
havalandirmayi engelleyen ya da hava akimini durduran bir etken olmamalidir. Calisirken
makinenin Uzeri kagit, bez ya da benzeri cisimlerle 6rttlmemelidir.

Toz ve kirler makinenin icine girebilir. Bu durum mimkun oldugunca asgariye indirilmelidir.
Yogdun tozlu ortamlar ile atmosferinde su, boya ve yag tanecikleri ile taslama tozlar ve
asindirici gaz bulunan ortamlarda galismayin.

Bu makine IP23S sinifi korumalidir. Makineyi mimkiin oldugunca kuru tutun ve islak ya da su
birikintisi Gzerine koymayin.

Kaynak makinesi ortam aydinlatmasinin iyi oldugu aydinlik yerlerde kullaniimali, karanhkta
kullanilmamalidir. Ayrica bina i¢i kullanim igin tasarlanmis olup guines 1sid1 altinda, yagmurda
ve karda kullanilmaya uygun degildir. Kaynak makinesini borularin buzlarini ¢ézmek icin
kullanmayin.

Makineyi, radyo kontrolli cihazlardan uzak bir yere koyun. Makinenin normal calismasi,
yakinlarda bulunan bu tip cihazlarin calismasina olumsuz etki edebilir ve bu durumda
yaralanmaya veya ekipman arizasina neden olabilir. Bu kullanim kilavuzundaki
"Elektromanyetik Uygunluk" bélumint okuyun.

Bu makineyi, ortam sicaklidi -10°C'den duslk +40° C'den fazla olan ve nem seviyesi % 70'den
yUksek ortamlarda calistirmayin. Isinma deneyleri ortam sicakliginda yapiimis ve calisma
cevrimi 40°C'da simulasyonla belirlenmistir.

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

TIG kaynagi ve maksimum 5.0 mm capindaki rutil ve bazik karakterli 6rtiye sahip cubuk
kaynak elektrodlarini yakmak Gizere hafif kaynak isleri icin tasarlanan algalan karakteristikli bir
kaynak makinesidir.

Calisma fonksiyonu bozukluklarina ve arizalara neden olabileceginden, cikisi regdleli
olmayan jeneratorlerle kullaniimasi dnerilmemektedir.

Bosta Calisma Modu:

EN 60974-10 standardinda tanimlandigi sekliyle bu mod, makinenin calistinldigi ancak kaynak
devresinin enerjilenmedigi durumdaki calisma modunu ifade eder.

Bu makinede bosta calisma modu bulunmaktadir.
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Calismaya Hazirlik - 1

Makineyi calistirmadan énce girig voltajini, fazlari ve frekansi kontrol edin. Kullanilacak giris voltaji
degerleri kullanim kilavuzunun “Teknik Ozellikler” béliimiinde ve makine lzerindeki levhada
belirtiimistir. Makineyi sebeke elektrigine baglayan kablolarin topraklamasinin uygun oldugundan
ve makinenin normal calismasi icin yeterli miktarda akimin saglanabileceginden emin olun.
Kaynak makinesi, Uzerindeki fis ile birlikte, ancak 22 amperlik gecikmeli sigorta ile korunan bir
sebekeye baglanabilir.

1- Bu makine; 3 fazli, 380 V (AC) ve 50-60 Hz besleme gerilimi ile calisabilecek sekilde
tasarlanmistir. Sadece 3 fazli toprakli sistemlerde kullaniimalidir.

2- Makine Uzerinde fis bulunmamaktadir. Elektrik baglantisini yapmak icin baglanti
noktasindaki prize uygun bir fig secilmeli ve besleme kablosundaki sari-yesil kablo figin
topraklama noktasina takilmalidir. Fis ve priz degerleri maksimum akim ve gerilimden
daha kiictlik olmamalidir.

Calisma Cevrimi ve Asiri Isinma:

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

Makine, termal korumasi sayesinde asiri isinmaya karsi korunur. Bu koruma devreye girdiginde 6n
paneldeki uyar lambasi yanar. Glvenli calisma sicakligina donuldigunde ise lamba séner ve
kaynak islemine devam edilir.

On ve Arka Panel Elemanlar::

1- Akim Gosterge Paneli

2- Kaynak Akimi ve Parametre Kontrol Diigmesi - Makinenin ¢ikis akimini (kaynak amperini)
ve kaynak parametrelerini ayarlar.

3- TIG Torcu Gaz Baglanti Soketi

4 - Negatif (-) Kaynak Kablo Baglantisi - Kaynak akimiigin negatif (-) cikis baglantisi.

5- Pozitif (+) Kaynak Kablo Baglantisi - Kaynak akimiicin pozitif (+) cikis baglantisi.

6- TIG Torcu Tetik Baglanti Soketi

7- Mod Secim Anahtari- Ortilii Elektrod (MMA), Gaz Testi, HF-TIG, LIFT-TIG ve 2/4 Tetik

8- Acma/Kapatma Anahtari - Makineye sebeke akiminin girisini kontrol eder.

9- Enerji Girig Kablosu - Makinenin sebeke baglantisinin yapilacagdi besleme kablosu ve fisi.
10- GazHortumu Baglanti Soketi

13
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Calismaya Hazirlik - 2
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Calismaya Hazirhk - 3
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Calismaya Hazirlik - 4

r i f/ \ : :
% ( | ) L10
p —
@ I HO% c {gﬁé G“s CE—045T
o N g
@ u_]-li“"ﬁl%l*-l —' .

® L@
)
e O (14
>
E © i
¥ X
Kontrol Panelindeki Lambalar:
L1Lambasi: Gug gostergesi L9 Lambasi : Asiriyik/sicaklik uyarisi
L2 Lambasi : Sicak baglangic L10 Lambasi : Pals secimi
L3Lambasi: Arkkuweti L11 Lambasi : Son gaz akis siiresi
L4 Lambasi : Ongazakis slresi L12 Lambasi : Krater akimi
L5 Lambasi : Baglangicakimi L13Lambasi : Diisme siiresi
L6Lambasi : Yikselme siresi L14 Lambasi : Pals (Darbe) genisligi
L7 Lambasi : Kaynakakimi (Pik) L15 Lambasi : Pals (Darbe) frekansi

L8 Lambasi : Bazakimi
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Calismaya Hazirlik - 5

2 tetik ve 4 tetik modunda asadidaki parametreler secilebilir.

Tpr (L4) : On gaz akis siiresi

Birim :S

Ayararaligr  :0.1-1

Fabrika ayarlari

Is (L5) : Baslangic akimi (sadece 4T modunda ayarlanir)
Birim A

Ayararaligi  :lwanaakiminin %5 - %100’si
Fabrika ayarlari

Tup (L6) : Yiikselme siiresi
Birim :

Ayararaligi  :0-5

Fabrika ayarlari

lw (L7) : Kaynak akimi
Birim A

Ayararaligi  :10-315

Ib (L8) :Bazakimi
Birim A

Ayararaligr  :10-315
Onemli! Pals digmesine basildiginda aktif hale gelir.

Dcy (L14) : Pals siiresinin baz akim suiresine oranidir.
Birim 1%

Ayararaligi  :5-100

Onemli! Pals digmesine basildiginda aktif hale gelir.

Fp (L15) : Pals frekansi
Birim ‘Hz
Ayararaligi  :0.5-100
Fabrika ayarlari

Onemli! Pals digmesine basildiginda aktif hale gelir. =
Tdown (L13) : Digme siiresi <Zt
Birim: S =
Ayararali@i  :0-5 Q
Fabrika ayarlari

lc (L12) : Krater akimi (sadece 4T modunda ayarlanir)

Birim :

Ayararaligi :lwanaakiminin %5 - %100’si
Fabrika ayarlari

Tpo (L11) :Songazakis slresi
Birim :S

Ayararaligi  :0.1-10

Fabrika ayarlari
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Calismaya Hazirlik - 6

° —o AT LIFT
—o 2T LIFT

e AT HF
2T HF

MMA o

Kaynak Modu ve Gaz Testi Secim Anahtari:

GAS :GazTesti Fonksiyonu

MMA : Ortiili Elektrod (MMA) Modu

4T LIFT : 4 Tetik LIFT-TIG Modu

2T LIFT : 2 Tetik LIFT-TIG Modu

4THF :4Tetik Yuksek Frekans TIG Modu
2THF :2Tetik Ylksek Frekans TIG Modu
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Kaynak Yontemleri - 1

A- Ortiili Elektrod (MMA) Kaynagi :

Kaynak islemine baslamadan énce asagidakiislemler yapiimalidir:

1-

2-

3-

4-

6-

7-

Oncelikle kullanilan elektroda uygun kutbun hangisi oldugunu belirleyin. Elektrodun bilgi
féylnde bu bilgiyi bulabilirsiniz. Daha sonra kaynak kablolarini secilen kutba uygun olacak
sekilde cikislara baglayin. Ornegin DC (+) kullanilacaksa, elektrod kablosunu makinenin (+)
cikisina (5), topraklama pensesini de (-) ¢ikisina (4) baglayin. Soketi kilavuz pimi Uste gelecek
sekilde yuvasina soktuktan sonra saat ibresi yoniinde 1/4 tur cevirin. Soketin fazla sikimadan
guvenli bir sekilde yuvasina oturdugundan emin olun. Aksi halde, uzun sureli kullanimlarda ve
kaynak akiminin yUksek oldugu durumlarda gevsek soketler asiri isinmadan dolayi yanabilir.
DC (-)’de kullanilacak elektrodlar igin, elektrod kablosu (-) cikisa (4), topraklama pensesi ise
(+) cikisa (5) gelecek sekilde kablo baglantilarini degistirin. Yanls kutbun secilmesi kararsiz
ark olusumuna, cok fazla sicramaya ve elektrodun is parcasina yapismasina neden olur.

Elektrodu elektrod pensesine takin.

Sase pensesini isparcasinin boyasiz, passiz ve temiz bir ylizeyine agizlar tam temas edecek
sekilde takin.

Sebeke baglantifisini 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 parcalar ve kivilcimlar yangina neden olabilir. Bu nedenle kaynak
ortaminda yanici madde bulundurulmamasina 6zen goésterin.

Acma/Kapatma anahtarini (8) acin.

Mod secim anahtarini (7) cevirerek MMA moduna getirin. MMA modunda sadece kaynak
akimi, sicak baslangic ve ark kuvveti parametreleri ayarlanir.

Kaynak Akimi Parametrelerinin Ayari: Makineyi acin. Kaynak akimi dogrudan ayarlanabilir;
parametre secim anahtari cevrilirse kaynak akimi (Pik) ledi (L7) yanip sénmeye baslar. Ledin
yanip sénmesi parametrenin ayarlanabilecedi anlamina gelir. Akim ayari potansiyometre
cevrilerek yapildiktan sonra potansiyometreye basilarak onaylanir ya da 3 saniye bekledikten
sonra sistem parametreyi otomatik olarak kaydeder.

Ark Kuvveti ve Diger Parametrelerin Ayari: Ortiilii Elektrod, Gaz Testi HF/LIFT TIG ve 2/4 Tetik
Mod Secim Anahtari ile MMA modu secin. Kaynak akimi ve parametre kontrol digmesine (2)
basin. Potansiyometre dondurulerek ark kuvveti ledi (L3) segin. Tekrar potansiyometre
dugmesine basin, led yanip s6énmeye baslar. Ledin yanip sdnmesi parametrenin
ayarlanabilecegi anlamina gelir. Parametre ayari yapildiktan sonra potansiyometreye basilarak
onaylanirya da 3 saniye bekledikten sonra sistem parametreyi otomatik olarak kaydeder.

Sicak Baslangic Parametrelerin Ayari: Sicak baslangic ayari da yukaridaki ydontemle yapilir.
Kaynak akimi ve parametre kontrol digmesine (2) basilir. Parametre secim diigmesi ile sicak
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Kaynak Yontemleri - 2

baslangig ledi (L2) segilir. Tekrar potansiyometre digmesine basilir, led yanip sénmeye baslar.
Ledin yanip sOnmesi parametrenin ayarlanabilecedi anlamina gelir. Parametre ayari
yapildiktan sonra potansiyometreye basilarak onaylanir ya da 3 saniye bekledikten sonra
sistem parametreyi otomatik olarak kaydeder.

8- Elektrod capina, cinsine, kaynak pozisyonuna ve elektrod bilgi féyline gére belirleyeceginiz
uygun kaynak akim degerini kaynak akimi ve parametre kontrol diigmesi (2) ile ayarlayin.
Genelde kaynak akimi, asagida belirtilen degerler arasindadir. Ancak ayarlarinizi kullanmakta
oldugunuz 6rtllu kaynak elektrodunu Ureten firmanin katalogunda belirttigi degerlere gore
yapmanizdayarar vardir.

Bu kaynak makinesi 2.50 - 3.2 - 4.0 - 5.0 mm capindaki rutil ve bazik karakterli értiiye sahip
ortlll kaynak elektrodlarini yakmak tizere hafif kaynak igleri igin tasarlanmigtir.
Rutil ve Bazik Elektrodlar icin Akim Degerleri :

@25mm:70-100A

@3.2mm:100-140A

@4.0mm:140-190A

@5.0mm:180-240A
Ayarladiginiz kaynak akimi degerini 6n panelde bulunan dijital géstergeden izleyerek kontrol
edebilir, gerektiginde kaynagin durumuna gére hassas olarak degistirebilirsiniz.

9- Kaynak kurallarina uyarak kaynaga baslayin.

B-TIG Kaynag::

Kaynak islemine baslamadan énce asagidakiislemler yapiimalidir:

1-

4-
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TIG kaynagi genellikle DC(-) kutup kullanilarak yapilir. Tor¢ kablosunu makinenin (-) cikisina
(4), topraklama pensesiniise (+) ¢ikisina (5) baglayin. Soketi kilavuz pimi Uste gelecek sekilde
yuvasina soktuktan sonra saat ibresi yoninde fazla sikmadan 1/4 tur ¢evirin. TIG torcunun gaz
hortumunu makinenin 6n panelinde bulunan TIG torcu gaz baglanti soketine (3) takin. Daha
sonra kullanilacak olan gaz tupUnun regulatérl ile makinenin arkasindaki gaz hortumu
baglanti soketi (10) arasindaki baglanti yapin. TIG torcunun tetik baglantisini ise makinenin 6n
panelindeki TIG torcu tetik baglanti soketine (6) yapin.

Sase pensesini igspargasinin boyasiz, passiz ve temiz bir ylizeyine agizlar tam temas edecek
sekilde takin.

Sebeke baglanti fisini uygun prize takin.
Kaynak islemine baslamadan 6nce asagida belirtilen kontrolleri yapin :

a- Kaynak makinesinin glivenli bir sekilde topraklandigindan emin olun.

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

¢ - Kaynak kablolarinin dogru baglanip baglanmadigini kontrol edin.

d- Kaynak sirasinda sigrayan parcalar ve kivilcimlar yangina neden olabilir. Bu nedenle kaynak
ortaminda yanici madde bulundurulmamasina ézen gésterin.



Kaynak Yontemleri - 3

6-

©
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Acma/Kapatma anahtarini (8) acin.

istenen kaynak modunu ve tetik secimini “Kaynak Modu Segim Anahtan” ile yapin. Kaynak
makinesi 2 tetik ve 4 tetik ayarinda TIG kaynagi yapabilmektedir. TIG kaynagi modunda Lift-TIG
ve Ylksek Frekans-TIG secenekleri bulunmaktadir. Lift-TIG kaynaginda TIG torcunun is
parcasina degdirilmesi ile diisiik akimli kisa devre ve daha sonra torcun yukari kaldiriimasi ile
TIG arki olusturulur. HF modunda ise kaynak makinesi ylksek frekans kaynagina hazir oldugu
icin TIG torcu parcgaya degdirilmeden ark olusturulur.

4T modunda ¢ikis pals fonksiyonu agik ise tim TIG parametreleri ayarlanabilir. 2T modunda
iken cikis pals fonksiyonu acik ise makine baglangi¢ ve krater akimlarini 5 A verir. Pals
fonksiyonu kapaliise baz akimi (L8), pals frekansi (L15) ve pals genisligi (L14) ayarlanamaz.

Not: 4T modunda, ayarlanan krater sUresi boyunca tetigi basili tutun, makine ayarlanan krater
akimina ulasir. Aksi takdirde, kaynak akimi ayarlanan krater akimina ulasmadan sona erer.

Kaynak makinesi acildiginda kaynak akimi (L7 ledi) dogrudan ayarlanabilir. Kaynak akimi ve
parametre kontrol digmesi ile akimi ayarlayin; L7 ledi yanip sénecektir. Bu kaynak akiminin
ayarlanabilece@i anlamina gelir. Akim ayarini yaptiktan sonra Kaynak akimi ve parametre
kontrol digmesi Ustline basarak ayarladiginiz parametreyi onaylayin. Eger anahtara
basilmazsa, ayarlanan parametre 3 saniye sonra sistem tarafindan otomatik kaydedilir.

Cikis pals secimini Kaynak akimi ve parametre kontrol dugmesi ile yapin. Potansiyometre
digmesine bir kez basilir ve digme cevrilerek pals secim ledi segcilir (L10 ledi yanar). Tekrar
potansiyometreye basilir ve L10 ledi yanip sénmeye baslar. Ledin yanip sdnmesi parametrenin
ayarlanabilecegi anlamina gelir. Ekranda “ON” yaziyorsa, pals 6zelligi aciktir; “OFF” yaziyorsa
kapalidir. L10 ledi yanip séndiglinde potansiyometre diigmesine tekrar basin. Pals ¢zelligi
acik ise (ON konumu) kapanir (OFF konumuna gecer); kapali ise (OFF konumu) aktif hale gelir
(ON konumuna gecer). Ayar yapildiktan 3 saniye sonra 6n panel orjinal konumuna geri déner,
kaynak akim lediL7 yanmaya baglar.

Not: TIG modunda iken pals 6zelligi acik ise L10 ledi yanar. Eger pals 6zelligi kapaliise pals ledi
yanmaz. MMA modunda da pals ledi yanmaz.

Diger Parametrelerin Ayari:

Kaynak akimi ve parametre kontrol digmesi’'ne bir kez basilir ve dondurulerek ayarlanmasi
istenen parametre segilir. Secilen parametreye gelindiginde ilgili led yanar. Tekrar
potansiyometreye basilir ve parametre ledi yanip sénmeye baslar. Ledin yanip sénmesi
parametrenin ayarlanabilecegi anlamina gelir. Parametre ayari yapildiktan sonra
potansiyometreye basilarak onaylanir ya da 3 saniye bekledikten sonra sistem parametreyi
otomatik olarak kaydeder.
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Bakim ve Sorun Giderme - 1

Kaynak makinesinin ylksek verim ve guvenle calismasini saglamak icin periyodik bakim
islemlerinin dlzenli olarak yapilmasi gerekmektedir. Kullanicinin bakim yéntemlerini anlamasi,
kaynak makinesini iyi tanimasi, basit kontrol ve guvenlik uygulamalarini kendi baslarina
yapabilmesi, hata oranlarini en aza indirerek makine servis &mrinu uzatmaya 6zen gdstermesi
gerekmektedir. Periyodik bakimlailgili detayli bilgiler asagidaki tabloda belirtilmistir.

Uyari! Bakim iglemi sirasinda kaynak makinesinin sebeke ile olan baglantisi mutlaka
kesilmelidir. Bakim iglemi yetkili ve konusunda uzman kisiler tarafindan yapiimalidir.

GUNLUK BAKIM

Makinenin 6n panelinde bulunan kaynak akimi ayar digmesi ve arka panelinde bulunan
acma-kapama anahtarinin yerlerinde ve calisir durumda oldugundan emin olun. Akim ayar
digmesi diizglin monte edilmemisse ve agma-kapama anahtari yerinden oynamis ve
rahat calismiyorsa yetkili servise basvurun.

Calistirdiktan sonra makinede titreme, islik sesi ya da garip bir koku olup olmadigini kontrol
edin. Eger herhangi bir sorun varsa sorunun kaynagini bulmaya cgalisin, cevreden
kaynaklanan bir problem varsa ortadan kaldirin. Sorun eger makineden kaynaklaniyorsa
mudahale etmeyin ve sebeke ile badlantisini kestikten sonra yetkili servise bagvurun.

Makinenizin termik korumasinin ¢alisip calismadigini kontrol edin. Kontrol islemi: Makine
%30 cevrimde TIG ve MMA modlarinda 315 A akim saglamaktadir. Bu akimda iken eger
yaklasik 5-6 dakika sonra termik atmiyorsa termik korumada problem var demektir. Bu
durumda yetkili servise basvurun. Zira agiri isinma, yangin tehlikesine neden olabilir.

Kisa devre korumasini kontrol edin. Kontrol igslemi: Elektrodu is parcasina degdirin ve
pens-ampermetre ile kaynak kablosundan gecen akimi élctin. Akim kisa bir slire sonra
MMA modunda ve DC HF-TIG modunda 0 A’e ve DC LIFT-TIG modunda 30 A’e dlisecektir.
Eger dismuyorsa yetkili servise bagvurun.

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

Sogutma faninin hasarli olmadigindan ve normal bir sekilde déndiginden emin olun.
Makine asiri derecede isindiktan sonra eger fan devreye girmiyorsa fandaki pervanenin
bloke olup olmadigini kontrol edin. Eger fan hasarli ise yetkili servise basvurun.

Kaynak ve sase baglantilarinin gevsek ya da asir derecede isinmis olup olmadigini kontrol
edin. Eger asiriisinma ya da gevseme varsa baglantilari sikin veya yetkili servise bagvurun.

Akim kablosunun hasar goérip gérmedigini kontrol edin. Eer hasar gérmuUsse hasarli
bolimu uygun bir malzeme ile sararak yalitin ya da kabloyu yenisi ile degistirin.

AYLIK BAKIM

Toz ve kirler makinenin igine girebilir. Bu durum mimkuin oldugunca asgariye indirilmelidir.
Kuru hava kompreséru kullanarak makinenin igini zamanla biriken tozlardan temizleyin.
Kuguk parcalar korumak igin, temizlik sirasinda kullanilan havanin basincina dikkat edin.
Yogun tozlu ve dumanl ortamlar ile atmosferinde su, boya ve yag tanecikleri ile taslama
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tozlari, yanici ve asindirici gaz bulunan ortamlarda calismayin. Calisma ortami ve sartlarina
gobre aylk periyodik surelerde, makine igindeki yag ve diger sivi birikiminin olup
olmadiginin kontrol edilerek, mevcut olmasi halinde bunlarin temizlenmesi gerekir.

Makinenin Gzerindeki vidalari kontrol edin, eger gevseklik varsa sikin. Eksik vida varsa
yerine mutlaka yenisini takin. Pasli vidalari yenisiile degistirin.

UC AYLIK BAKIM

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

YILLIK BAKIM

Yilik bakim icin yetkili servise basvurun. Yillk bakimda topraklamanin devamliidi ve
makinenin izolasyon kontroltniin yapilmasi gerekmektedir. Yillik bakim raporunuzda bu
verileriisteyin.

—_
'

Kaynak makinesi fabrikadan cikmadan 6nce her tirli hataya karsi kontrol edilmistir. Bundan
dolay yetkisiz kimselerin makineyi kurcalamasina kesinlikle izin verilmemelidir.

2 - Tamirat islemleri sadece Kaynak Teknidi Sanayi ve Ticaret A.S. tarafindan yetkilendirilen "Yetkili
Teknik Servisler" tarafindan yapiimaldir.

3- Kiguk parcalan korumak icin, temizlik sirasinda kullanilan havanin basincina dikkat edilmelidir.
Temizlik amaciyla kaynak makinesinin igerisine su tutulmamaldir.

4 - Kaynak makinesi ugucu ve sentetik kimyasallarla temizlenmemeli, dis ylzeyinin temizligi
sirasinda nemli ve sabunlu bir bez kullaniimalidir.

5- Bakim igslemi cok dikkatli bir sekilde yapilmalidir. Herhangi bir kablonun blkulmesi ya da yanlis
baglanmasi kullanicrigin cok tehlikeli olabilir.

6- Kaynak makinesinin igerisine su ve buhar girmesi engellenmelidir. E§er makine nemden

etkilenmig ise, makinenin i¢i kurutulmali ve izolasyonu kontrol edilmelidir.

7 - Kaynak makinesi kaldirilirken veya tasinirken rastgele atimamali ve darbelerden korunmalidir.
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8- Kaynak makinesi uzun sure kullanilmayacaksa, kendi kutusuna yerlestiriimeli ve kuru bir
ortamda saklanmalidir.

SORUN OLASI HATA c6zim
) Ekrandaki min. deger gercek Gug kartindaki “Imin”
Ekrandaki akim gergek akim degeri ile ortiismiiyor. potansiyometresini ayarlayin.
akim degeri ile - - - — -
értiismuiyor. Ekrandaki max. deger gercek Gug kartindaki “Imax
akim degeri ile értlismuyor. potansiyometresini ayarlayin.
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Bakim ve Sorun Giderme - 3

SORUN

OLASI HATA

c6zim

Makine agildiginda fan
calisiyor, ancak guc
gOsterge lambasi yanmiyor.

Gug ledi arizal veya
baglantisi iyi degil.

Servise basvurun.

Guc trafosu arizal.

Servise basvurun.

Kontrol PCB arizali.

Servise basvurun.

Makine acildiginda gti¢
gOsterge lambasi yaniyor
ancak fan calismiyor.

Fan icerisinde yabanci bir
cisim var.

Fani temizleyin.

Baslangi¢c kondansatori
arizall.

Servise bagvurun.

Fan motoru arizall.

Servise bagvurun.

Makine agildiginda glic
gbsterge lambasi yanmiyor
ve fan calismiyor.

Hatta elektrik yok.

Makineye giren fazlarin
voltajini kontrol edin.

Makine icerisindeki sigorta
arizall.

Servise basvurun.

LED ekrandaki sayi
okunmuyor.

LED ekran arizalidir.

Servise basvurun.

Ekranda goérulen maksimum
ve minimum akim degerleri,
ayarlanan degerle
Ortligsmuyor.

Maksimum akim degeri uygun
degil.

Guc kartindaki Imax
potansiyometresini
ayarlayin.

Minimum akim deg@eri uygun
degil.

Guc kartindaki Imin
potansiyometresini
ayarlayin.

Bosta voltaj ¢ikisi yok.
(MMA)

Makine arizaldr.

Servise basgvurun.

Kaynak akimi diizgiin
ayarlanamiyor.

On paneldeki kaynak akimi ve
parametre potansiyometresi
hasarli ya da dizgln
calismiyor.

Servise basvurun.

Sdrekli gaz akisi var.

On paneldeki gaz testi agiktr.

Gaz testini kapali konuma
getirin.

Valf tikalidir.

Valfi temizleyin.

Elektromanyetik valf arizalidir.

Valfi degistirin.

On gaz suresi ayar
dugmesi arizalidir.

Yenisi ile degistirin.
Gerekiyorsa servise
basvurun.

Gaz akisi yok (TIG).

Gaz silindiri kapall veya
gaz basinci dusik.

Gaz silindirini agin veya
degistirin.

Valf tikall.

Valfi temizleyin.

Elektromanyetik valf arizali.

Valfi degistirin.
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SORUN OLASI HATA c6zim
Kayr_]ak ka_blqsu kaynak Kaynak kablosunu kaynak
makinesinin iki cikisina Kisina badlavin
bagh degil. oI giaymn.
Kaynak kablosu hasarli. Yenisi ile degistirin.
HF tutusma Sase kablosu duzgun Sase kablosunu kontrol
kartinda baglanmamis. edin.
ategleme 0 ok < kab)
var. Kaynak kablosu gok uzun. kl}ll?aunr:n Ir kaynak kablosu
Ark i .
tutugsmuyor. Is parcasi yagl veya kirli. Kontrol edin ve temizleyin.
(me) Tungsten elektod ve is parcasi Mesafeyi kisalin.
arasindaki mesafe ¢cok uzun. (yaklasik 3 mm)
HF tutusma karti calismiyor. Servise basvurun.
HF tutusma Desarj edici arasindaki Mesafevi avarlavin
kartinda mesafe ¢cok kisa. ytayarayin.
atef'eme Torg tetigini, kontrol
yox. Torg tetigi arizali. kablosunu ve Euro
soketi kontrol edin.

Asiri P Kaynak islemine ara
Cok uzun sureli L
1Isinma alisma vererek calisma slresini
korumasi calisma. kisaltin.
A§'T'. Hatta gerilim Kararli bir gli¢c kaynagi
gerilim
dalgalanmasi kullanin.
korumasi
Hatta gerilim Kararli bir gli¢ kaynagi
On paneldeki alarm dalgalanmasi kullanin.
1S131 yaniyor. DU§.IL':'|k Ayni gilc kay-
geriiim naginda ayni , . o
korumasi anda birden Aynl_gug kaynagina bagl
. makine sayisini azaltin.
fazla makine
kullaniliyor.
Asir Ana devreden
akim anormal akim Servise basvurun.
korumasi geciyor.
o - Kaynak akimi degerini
Nufu2.|yeth Kaynak akimi ayari cok disUk. yiikseltin.
yeterli degil.

Ark boyu ¢ok uzun.

2T 6zelligini kullanin.
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Elektromanyetik Uyum - 1

TS EN 60974-1'e gore tasarlanmistir.
TS EN 55011’e gore makinenin EMU sinifi Grup-2 Sinif-A’dir.
Detayh bilgi icin TS EN 60974-10'a bakiniz.

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

» Gii¢ Unitesi acildiktan sonra makinenin elektriksel acidan kararl hale gelebilmesi igin
ortalama olarak 5-10 saniye beklenmeli ve daha sonra kesme iglemine baglanmalidir.

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

Kaynak makinesi, ilgili norm ve kurallara uygun olarak tasarlanmistir. Bununla beraber,
telekomunikasyon cihazlarini (telefon, radyo, televizyon) ve glvenlik cihazlarini karistiric
elektromanyetik dalgalar Uretebilecegi icin elektromanyetik dalgalardan etkilenen cihazlar icin
glvenlik sorunu yaratabilir. Makinenin Urettigi bu elektromanyetik dalgalarin (parazitlerin) etkisini
onlemek veya azaltmak icin asagida belirtilen aciklamalar 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.

Kurulum ve Kullanma:

Genel: Kullanici, bu ark kaynak ekipmanini Kaynak Teknidi Sanayi ve Ticaret A.S.’nin talimatlarina
uygun olarak kullanmak zorundadir. Elektromanyetik bozulmalar tespit edildiginde bu sorunlarin
ortadan kaldiriimasi kaynak ekipmanini kullanan operatdriin sorumlulugundadir. Kaynak Teknigi
Sanayi ve Ticaret A.S. gerektiginde teknik konularda yardimci olacakti. Bazi durumlarda
iyilestirme yapmak kaynak devresinin topraklanmasi gibi basit bir uygulama olabilir. (Not
bélimine bakiniz.) Diger durumlarda kaynak makinesini ve is parcasini cevreleyen ve giris filtreleri
bulunan elektromanyetik ekran yapilabilir. Her durumda elektromanyetik bozulmalar etrafi
etkilemeyen bir seviyeye dusurulmelidir.

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

Ortamin Degerlendirilmesi:

Kaynak ekipmani kurulmadan 6nce kullanici etraftaki potansiyel elektromanyetik problemleri
degerlendirmelidir. Bu degerlendirme vyapilirken asagidaki maddeler g6z o6ninde
bulundurulmalidir:

a) Kaynak ekipmaninin yanindaki, ustiindeki 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 glivenlik ekipmanlari, (drnegin endustriyel ekipmanlarin korumalari/sensorleri)
e) Etraftakikisilerin saghgi, (drnegin kalp pili ve isitme cihazlari)

f) Kalibrasyon veya 6lgim cihazlari
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g) Cevredeki diger cihazlarin elektromanyetik bagisiklidi. Kullanici cevrede kullanilan diger
cihazlarin elektromanyetik uyumlulugundan emin olmalidir. Bu ilave koruma Onlemleri
gerektirebilir.

h) Kaynagin yapildigi gtin ve zaman da g6z éniinde bulundurulmalidir.

Not: Degerlendirmenin yapilacagi cevrenin blyukligu cevredeki binalarin yapisina ve etraftaki
aktivitelere de baghdir. Bu cevre sadece icinde bulunulan binayla sinirla olmayabilir.

Kaynak Techizatinin Degerlendirilmesi:

Elektromanyetik girisimin anlasilarak céztlmesi icin cevrenin degerlendirmesine ilave olarak kaynak
techizatinin da degerlendiriimesi gerekir. Bir emisyon degerlendirmesi CISPR-11 Madde-10’da
bahsedildigi gibi yerinde emisyon élciimleri de yapilmalidir. Yerinde dlctimler iyilestirme tedbirlerinin
etkinliginin anlasiimasiigin de yapilabilir.

iyilestirme 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 gévdesine baglanmalidir. Boylece kaynak makinesi gévdesi ile ekran arasinda iyi bir
elektriksel temas saglanmis olur.

Kaynak Ekipmaninin Bakimi: Kaynak ekipmanina ureticinin talimatlarina uygun olarak dizenli
olarak bakim yapiimalidir. Makine calisiyorken tim erisim, servis kapilari ve kapaklar kapall ve
diizglin bir sekilde vidalanmis olmalidir. Ureticinin talimatlar disinda kaynak makinesi tizerinde hig
bir surette degisiklik ve ayar yapiimamalidir. Ozel olarak TIG kaynag icin HF olusturan elektrotlarin
arasindaki mesafeler Ureticinin talimati ile ayarlanabilir.

Kaynak Kablolari: Kaynak kablolar mimkiin oldugunca kisa kisa olmali ve birlikte yonlendirilmeli
ve yer seviyesine yakin olmalidir.

Espotansiyel Baglama: Etraftaki tim metal nesnelerin topraga baglanmasi distnGlmelidir.
Ancak is parcasi ile birlikte topraga baglanmis olan metalik cisimler operatér, elektrod ve bu metal
cisimlere ayni anda dokundugunda elektrik carpma tehlikesi olusturur. Operatdr tim bu metalik
nesnelerdenizole edilmis olmalidir.

is Parcasinin Topraklanmasi: Giivenlik nedenleri ile veya is parcasinin boyutlari nedeniyle
topraga baglanmadigi durumlarda (6rnegin gemi gévdesi) is parcasinin topraga baglanmasi her
zaman olmasa da elektromanyetik emisyonu diisrebilir. Is parcasi topraklanmak istendiginde
glvenlik veya dider cihazlarin bozulmayacadindan emin olunmalidir. Bu baglanti gerekli
oldugunda is parcasi direkt topraga baglanabilir veya direkt baglantiya izin veriimeyen bazi
Ulkelerde baglanti ydnetmeliklere uygun olarak secilen bir kapasitor tizerinden yapilabilir.

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

* Makinenin ylksek elektromanyetik alanlarin bulundugu ortamlarda kullaniimasi
durumunda, ayarlanan kaynak/kesme akimindaki degisim = %10 degerini asabilir.
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Enerji Tuketimi Acisindan Verimli Kullanim

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

2- Kaynak islemi sirasinda asiri enerji tiketimini dnlemek icin kullanilan elektrod ¢apina uygun akim
degerleriile calisiimali, gereginden yliksek akim degerlerinin kullaniimasindan kaginiimalidir.

3- Kaynak yapilmadigizamanlarda kaynak makinesi mutlaka kapatiimaldir.

Ambalajin Sékilmesi

ASKAYNAK Inverter 315-TIG Pulse kaynak makinesi, karton kutu icerisinde satiimaktadir. Ambalajh
olmayan makineleri satin almayin. Makineyi kutusundan ¢ikarmak igin kutunun tst kapagi agin ve
makineyi icinde bulundugu posetten cikarin. Bu poseti ve kutuyu atmayin ve ileride makineyi
tekrar kaldirmak ya da depolamak icin saklayin.

Tasima ve Saklama Sartlari

Kaynak islemi yapilmamasi durumunda tozdan ve cevrede bulunabilecek diger olumsuz
etkilerden korumak icin ve 6zellikle uzak mesafeler arasinda tasirken kaynak makinesini kutusuna
koyun. Makinenin sert darbeler gdrmemesine 6zen gdsterin ve disdrmeyin.

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

Kullanima alinmadan o&nce bekleyecek veya uzun sure kullanimayacaksa, makinenizi
temizleyerek kendi kutusuna yerlestirin ve nemsiz tozsuz ortamlarda saklayin.

Kaynak Makinesinin Servisten Alinmasi

Makinenizin kullanim émr bittiginde ve islevini yerine getirmediginde evsel atik olarak
imha etmeyin, cope atmayin. Kaynak makinesini yerel yonetmeliklere uygun olarak
N | hizmetten kaldirin.

Makine ile Birlikte Verilen Aksesuarlar

TIG Torcu
Kaynak pensesi ve kablosu

o8 Sase baglanti pensesi ve kablosu
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Yedek Parcalar - 1

KULLANIM
KILAVUZU
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Yedek Parcalar - 2

No Parca Numarasi Parca Tanimi Miktar
1 82U7555311 Besleme Kablosu (4x25 mm®) - 3,15 metre 1
2 82U8104427-1 Arka Panel Giris Etiketi (315-TIG P) 1
3 82U8068940-BB Arka Plastik Panel (315-TIG P) 1
4 82U7253018 Selenoid Valf (315-TIG ACDC/P) 1
5 82U7232011 Ac¢ma/Kapama Anahtari (315-TIG ACDC/P) 1
6 82U8124002 Fan Montaj Paneli (315-TIG P) 1
7 82U8301636 Metal Ust Kapak (315-TIG P) 1
8 82U8253041 Tutamak (315-TIG P) 1
9 82U7720011 Fan (315-TIG P) 1

10 82U8425232-B Sogutucu - 3 (315-TIG P) 1

11 82U8921103-B Plastik Tutucu - EMC Karti igin (315-TIG P) 3

12 82U7411350 Kopri Diyot (315-TIG ACDC/P) 1

13 82U7425620 IGBT (315-TIG ACDC/P) 4

— 82U8713180 izolasyon Blogu - IGBT (315-TIG P) 4

14 82U7503510-A Plastik Tutucu - Kontrol Karti (315-TIG P) 4

15 82U7503525-A Plastik Tutucu - Kontrol Karti (315-TIG P) 4

16 82U7503519-A Plastik Tutucu - Uzaktan Kontrol Karti (315-TIG P) 2

17 82U7927104-A Plastik Vida - Uzaktan Kontrol Karti (315-TIG P) 4

18 82U5496422-C-6 Kontrol Karti (315-TIG P) 1

19 82U5496213 Uzaktan Kontrol PCB (315-TIG P) 1

20 82U8425237 Sogutucu - 6 (315-TIG P) 1

21 82U5496248-D Inverter PCB (315-TIG P) PCB-Komple 1

22 82U7231275 Réle (315-TIG P) 2

— 82U8713600 izolasyon Kagidi (315-TIG P) 2

23 82U7421685 Hizli Diyot (315-TIG P) 6

— 82U8713184 izolasyon Blogu (Diyot) (315-TIG P) 6

24 82U8713575 izolasyon Kagidi (315-TIG P) 1

25 82U8069940-A On Plastik Panel (315-TIG P) 1

26 82U8104574 Model Etiketi (315-TIG P) 1

27 82U5496725-A On Kontrol PCB (315-TIG P) 1

28 82U8712304 Potansiyometre izolasyon Pulu 1

29 82U8306596 On Panel Montaj Paneli (315-TIG P) 1

30 82U8103598 Ekran Etiketi (315-TIG P) 1

31 82U7458330-R Potansiyometre Dugmesi - 1 1

32 82U7458053 Potansiyometre Dugmesi - 2 1

33 82U7152315-A Kaynak Soketi (35-70 mm?) 2

34 82U7132116-B Tetik Soketi (315-TIG P) 1

— 82U7132653 8-Pin (315-TIG P) 5

35 82U8462028 On Panel Gaz Giris Kaplini (315-TIG P) 1

— 82U8940010 Somun 1
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Yedek Parcalar - 3

No. | Parca Numarasi Parca Tanimi Miktar
36 82U8104593 Cikis Soket Etiketi (315-TIG P) 1
37 82U6271575 indktér (315-TIG P) 1
38 82U7321103-A Akim Sensori (315-TIG ACDC/P) 1
39 82U8425230 Sogutucu - 1 (315-TIG P) 1
40 82U6174575 HF Trafosu (315-TIG P) 1
41 82U8055575 Metal Alt Panel (315-TIG P) 1
42 82U6185575 Ana Tranformatér (315-TIG P) 1
43 82U8123575 Ana Transformatdr Montaj Paneli (315-TIG P) 1
44 82U8425231 Sogutucu - 2 (315-TIG P) 1
45 82U8751575 Sogutucu izolasyon Paneli (315-TIG P) 1
46 82U8123636 Plastik Montaj Ayagi - 1 (315-TIG P) 1
47 82U8123641 PCB Metal Montaj Ayagi 5
48 82U8425233-B Sogutucu - 5 (315-TIG P) 1
49 82U8123637-E Plastik Montaj Ayagi - 2 (315-TIG P) 1
50 82U5496317 EMC PCB (315-TIG P) 1
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Uyan Etiketi ve Teknik Ozellikler Tablosu

DIKKAT!

Bu donanimi calistirmadan ve isletmeye almadan 6nce kullanma
kilavuzunda belirtilen talimatlan iyice okuyun. Makineyi Elektromanyetik
Uyumluluk Yénetmeligi'nde belirtilen sartlan saglayacak sekilde kurabilmek
ve kullanm sinirlamalarn hakkinda detayli bilgi alabilmek icin mutlaka
kullanma kilavuzuna bakin. Elektrik soku 6lime neden olabilir. Makinenin
kapagi sadece konusunda uzman ve yetkili kisiler tarafindan agiimalidir.

PN =
7\1%%' \2( —

Dertayl bilgi icin Sayfa 4-10'da yer alan "Kaynakta Givenlik" boliminu dikkatle okuyun.

Manufacturer (Imalatci/ithalatct):  Trademark:
Kaynak Teknigi San. ve Tic. A.S. ASKAYNAK
TOSB Otomotiv Yan Sanayi ihtisas OSB

2. Cadde, No:5, Sekerpinar
41420 Cayirova, Kocaeli/ TURKEY MADE in CHINA

Model: Serial Nr. is located on
I the machine
Inverter 315-TIG/Pulse Seri No. makine {izerindedir

3~_._’_.E TS EN 60974-1
ezl TS EN 60974-10
10A/10.4V - 315A/22.6V
X | %30 | %60 | %100

Uo | I2 | 315A | 230A | 180A
68V [ U2 | 22.6V | 19.2v | 17.2v

0A/20.4V - 315A/32.6V

X | %30 %60 | %100
Uo | I2 | 315A | 230A | 180A
60V | Uz | 32.6V | 29.2V | 27.2v

D: 3~ U1 11 max l1eff max
380V

MMA MMA

50/60Hz 21.7A | 11.9A

TIG TIG

p23s | oo [CE€ 185 10

PRODUCTION DATE IS EMBEDDED WITHIN THE SERIAL NUMBER
URETIM TARIH SERi NO. ETIKETINDE BELIRTILMISTIR

A niHER]EN
I
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Teknik Servisler - 1

ADANA:

Bakir Makina

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

Tel :(0322) 428 40 30

Faks: (0322) 428 40 30

e-posta: inffo@bakirmakina.com

AFYONKARAHISAR:

Er Kaynak

2. Kiglk Sanayi Sitesi

15. Ada, 5-Blok, No: 8
Merkez - AFYONKARAHISAR
Tel :(0272) 2234272
e-posta: isaerkek@gmail.com

ANKARA:

Bilim Elektrik Bobinaj

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

Tel :(0312) 385 30 41

Faks: (0312) 385 35 45

e-posta: bilim-elektrik@hotmail.com

Keyvan Teknik Servis

Sanayi ve Ticaret Ltd. Sti.

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

Ostim - ANKARA

Tel :(0312) 395 44 66 - 395 67 17
Faks: (0312) 395 67 14

e-posta: keyvanteknik@hotmail.com

Ozkaynak Makine ve Ticaret Ltd. Sti.

Ostim OSB, 1174. Cadde, No: 10
06370 Yenimahalle - ANKARA

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

e-posta: sbal@oz-kaynak.com.tr
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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) 335 35 83

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

BATMAN:

Topiz Bobinaj

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

Tel :(0488) 214 87 70

Faks: (0488) 214 87 70

e-posta: topizbobinaj@hotmail.com

BURSA:

Alp Kaynak Teknik Hirdavat Tic. Ltd. Sti.

Ugevler Mahallesi, Kiiciik Sanayi Sitesi

48. Sokak, No: 3, Par-Koop

Niltfer - BURSA

Tel :(0224) 441 90 34

Faks : (0224) 441 90 24

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

Ozduran Kaynak Teknolojileri

Ucevler Mahallesi, Kiigiik Sanayi Sitesi

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

NilGfer - BURSA

Tel :(0224) 441 46 08

Faks : (0224) 443 49 79

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

ORUM:

Kih¢lar Bobinaj

Kuguk Sanayi Sitesi

Sanayi Caddesi, No: 109

Merkez - CORUM

Tel :(0364) 2349273

Faks : (0364) 234 92 73

e-posta: kiliclar-bobinaj@hotmail.com



Teknik Servisler - 2

DENIZLi:

imtas ig ve Dig Ticaret A.S.

Zafer Mahallesi

1066 Sokak, No : 10

Bakirli - DENIZLI

Tel :(0258) 37198 77

Faks : (0258) 372 21 40

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

ELAZIG:

Oztirk Elektrik Bobinaj

Sanayi Mahallesi

Sanayi Caddesi, No: 80/A

Merkez - ELAZIG

Tel :(0536) 985 70 39

e-posta: ademozturk.0403@hotmail.com

ERZURUM:

Tolga Makine

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

Merkez - ERZURUM

Tel :(0442) 235 63 64

Faks : (0442) 235 63 64

e-posta: tolgamakine@hotmail.com

ESKISEHIR:

Tutares Makine Elektrik ingaat
Sanayi ve Ticaret Ltd. Sti.

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

Tel :(0222) 22804 16

Faks : (0222) 228 04 47

e-posta: fahri@tutargroup.com

GAZIANTEP:

Fatih Teknik Makina

Sanayi Mahallesi

Anafartalar Bulvari, No : 109

Sehit Kamil - GAZIANTEP

Tel :(0342) 23537 18

Faks : (0342) 235 37 17

e-posta: info@fatihteknikmakina.com

HATAY:

iskenderun Elektronik Sanayi

Tayfur Sokmen Bulvari

Sanayi Sitesi, No: 71

iskenderun - HATAY

Tel :(0326) 616 29 83

Faks : (0326) 616 29 83

e-posta:
iskenderun_elektroniksanayi@hotmail.com

iSTANBUL:

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

Aydinh Mahallesi, TEM Yan Yol
Melodi Sokak, No: 2, i¢ Kapi No: 44
Tuzla - ISTANBUL

Tel :(0216) 593 41 48-49

Faks : (0216) 593 41 50

e-posta : info@akcankaynak.com.tr

Ark Kaynak Sistemleri

San. ve Tic. Ltd. Sti.

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

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

Faks: (0216) 394 82 13

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

Gelisim Kaynak Teknigi

San. ve Tic. Ltd. Sti.

Perpa Ticaret Merkezi, B Blok,

Kat: 4, No: 339

Okmeydani - ISTANBUL

Tel :(0212) 320 18 94

Faks: (0212) 221 29 34

e-posta: info@gelisimkaynak.com.tr
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Ser Kaynak

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

Basaksehir - ISTANBUL

Tel :(0212) 485 71 20

Faks : (0212) 485 71 21

e-posta: serkaynak2015@gmail.com
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Teknik Servisler - 3

iSTANBUL (devam):

Sinerji Kaynak Sistemleri

San. ve Tic. Ltd. Sti.

ikitelli O.S.B. Demirciler Sitesi

D2 Blok, No: 310

Basaksehir - ISTANBUL

Tel :(0212) 407 01 23

Faks : (0212) 407 01 23

e-posta: sinerjikaynak@gmail.com

Yagmur Makina

Baglarbasi Mahallesi

Kooperatif Caddesi, No: 54/A
Maltepe - ISTANBUL

Tel :(0216) 457 1292

Faks: (0216) 457 12 92

e-posta: makinayagmur@gmail.com

izZMiR:

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 1412

Faks : (0232) 479 64 77

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

ERMA Teknik Malzeme

Ticaret ve Sanayi Ltd. Sti.

4. Sanayi Sitesi

129/8 Sokak, No: 2

Bornova - iZMIR

Tel :(0232) 37552 83

Faks : (0232) 375 60 59

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

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

Merkez - KAHRAMANMARAS

Tel :(0344) 236 00 96

Faks : (0344) 236 01 45

e-posta: electro-center46@hotmail.com

Kahraman Hirdavat Bobinaj Elektrik
Makina Taahhiit ins. Tic. ve San. Ltd. Sti.
Yavuz Selim Mahallesi, Kaportacilar Caddesi
No: 37/A, Dulkadiroglu

Merkez - KAHRAMANMARAS

Tel :(0344) 236 57 87

Faks : (0344) 236 42 32

e-posta: aksakahraman@hotmail.com

Ustiin Makina Bobinaj

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

Tel :(0344) 483 73 23

Faks : (0344) 483 73 23

e-posta: ustunbobinaj@hotmail.com

KARS:

Ayrim Elektrik

Orta Kapi Mahallesi

ismail Aytemiz Caddesi, Burg Sokak, No: 7
KARS

Tel :(0474) 2238295

e-posta: hamitayrim1@hotmail.com

KAYSERI:

Elektron Kaynak Ekipmanlari
Makina San. Tic.

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

Tel :(0352) 3114160

Faks: (0352) 311 41 61

e-posta: ali@elektronkaynak.com.tr



Teknik Servisler - 4

KIRSEHIR:

Co6zuim Elektronik

Ahi Evran Mahallesi

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

Tel :(0386) 213 46 70

e-posta: sukrupolat40@hotmail.com

KOCAELI:

Girisim Dig Ticaret A.S.

Sanayi Mahallesi, Carsl Yapi AVM

Kumru Sokak, No: 14/27

izmit - KOCAELI

Tel :(0262) 335 08 63 - 64

Faks: (0262) 335 08 65

e-posta: teknikservis@girisimdisticaret.com

Goéka Marmara Makina A.S.

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

Tel :(0262) 641 24 11

Faks: (0262) 641 24 33

e-posta: gkb@gkbgrup.com

KONYA:

Faruk Bobinaj ve Kaynak

Fevzi Cakmak Mahallesi

Med-Cezir Caddesi, No: 37

Karatay - KONYA

Tel :(0332) 342 66 23

Faks: (0332) 342 66 59

e-posta: faruk_bobinaj@hotmail.com

MALATYA:

Aktif Kaynak Pompa

Yakinca Mahallesi

Semt Ozsan Sanayi Sitesi, 24. Blok, No: 13
Yesilyurt - MALATYA

Tel :(0422) 238 33 11

Faks: (0422) 238 33 11

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

MANISA:

irfan Bobinaj

Guzelyurt Mahallesi

Mehmet Akif Ersoy Caddesi

D-Blok, No: 86/A

Merkez - MANISA

Tel :(0236) 236 22 96

e-posta: cengiz@irfanbobinaj.com.tr

MERSIN:

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

159. Cadde, No: 4/D

Akdeniz - MANISA

Tel :(0234) 336 02 32

e-posta: flas_hirdavat@hotmail.com

ORDU:

Zafer Elektromekanik

Karapinar Mahallesi, 1190. Sokak

Otes Sanayi Sitesi, No: 5D

Altinordu - ORDU

Tel :(0452) 233 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: info@2v.com.tr

SAMSUN:

Med Kaynak Teknigi

ilk Adim Sanayi Sitesi

57. Sokak, No: 44

Tekkekdy - SAMSUN

Tel :(0362) 260 50 01

Faks : (0362) 260 50 02

e-posta: medkaynak@gmail.com
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Teknik Servisler - 5

SiVAS:

As-Tek Elektronik Kaynak

Makina ve Ekipmanlari

4 Eylll Sanayi Sitesi

39. Sokak, No: 5/B

Merkez - SIVAS

Tel :(0346) 226 11 15

Faks : (0346) 226 11 15

e-posta: e_guleryuz58@hotmail.com

TEKIRDAG:

Asya Elektronik

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

Corlu - TEKIRDAG

Tel :(0282) 650 19 87

e-posta: asyaelektronik59@gmail.com

TRABZON:

Teknik Elektronik Bobinaj
Sanayi Mahallesi

Degirmen Caddesi, No: 25
Degirmendere - TRABZON

Tel :(0462) 32552 26

Faks : (0462) 325 52 26

e-posta: davut.kol@hotmail.com

YALOVA:

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

Tel :(0226) 461 40 08

Faks : (0226) 461 39 89

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

YOZGAT:

Genbak Motorlu Araclar Genel Bakim
Kerestecilik Otomotiv Ticaret Sanayi A.S.
Yazincl Y1l Sanayi Sitesi, 8. Sokak, No: 2
Merkez - YOZGAT

Tel :(0354) 2121970

Faks : (0354) 217 84 88

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

ZONGULDAK:

Emre Elektronik

Elmatepe Mahallesi

Camii Sokak, No: 12/A

Karadeniz Ereglisi - ZONGULDAK

Tel :(0372) 312 46 57

e-posta: info@emreelektronikservis.com

Guncel teknik servis iletisim bilgilerimiz ve diger sorulariniz igin
www.askaynak.com.tr
internet adresimizi ziyaret ediniz.
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Baglanti Adresleri

Degerli mUsterimiz,

Asagida belirtilen énerilere uymanizi
énemle rica ederiz.

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

2 - Makinenizi kullanma kilavuzunda
belirtilen esaslara uygun olarak
kullaniniz.

3 - Servis ihtiyaciniz oldugunda Kocaeli
merkezde bulunan Teknik Servis
Departmani'miza, size en yakin Bélge
Satis 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 Bolgesi

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

Tel :(0262) 679 78 00

Faks: (0262) 679 77 00
servis@askaynak.com.tr

0850 2 288 288

Dikkat!

BOLGE SATIS BUROLARIMIZ:

iSTANBUL Boélgesi Satis Biirosu

Rauf Orbay Caddesi

Evliya Celebi Mahallesi

Ak is Merkezi, No: 33

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

iZMiR Bélgesi Satis Biirosu

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

35120, iZMiR

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

ANKARA Bélgesi Satis Blrosu

Ostim Sanayii Sitesi

Ahi Evran Caddesi, No: 83
06370 Ostim, ANKARA

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

ADANA Bolgesi Satis Blirosu

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

01100 Seyhan, ADANA

Tel :(0322) 359 59 67 - 359 60 45
Faks: (0322) 359 60 01
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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
blrolarimiza basvurunuz. Yetkisiz servisler veya kisiler tarafindan yapilan bakim ve onarim

islemleri Uretici firma garantisini gegersiz kilar.
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“AT” UYGUNLUK BEYANI / “EU” DECLARATION OF CONFORMITY

imalatgl / Manufacturer
Kaynak Teknigi Sanayii ve Ticaret A.S.
Uriin / Product
TIG Kaynak Makinesi / (GTA) TIG Welding Machine
Marka ve Model / Brand and Model
Askaynak® Inverter 315-TIG Pulse

—

Yukarida tanimlanan beyanin nesnesi, ilgili uyumlastirimis 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, 2011/65/EU, 2015/863

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

TS EN IEC 60974-1:2018, TS EN 60974-10:2014/A1:2015

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

imalatci adina imzalayan / Signed for and on behalf of

O

Hatice OZEL
Teknik Hizmetler Miidiirii - Technical Services Manager

Kocaeli, TURKEY
15.10.2020

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

CE sertifikasi 2020 yilinda eklenmistir. / CE mark was first affixed in 2020.

) Kaynak Teknigi Sanayi ve Ticaret A.S.
TOSB Otomotiv Yan Sanayi Ihtisas 0.S.B. 2. Cadde, No: 5, Sekerpinar 41420 Gayirova, Kocaeli - TURKEY
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Manufactured in People’s Republic of China by
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Safety In Welding - 1

This machine has been designed for TIG welding and MMA welding with
coated electrodes. It can not be used for any other purpose.

Be sure that this machine should only operated by qualified personnel. Be sure that all installation,
operation, maintenance and repair procedures are performed only by authorized personnel. Be
sure to read user guide carefully before operating the machine. Failure to follow the instructions
included in the user guide may cause serious injury, loss of life and damage on machine. Please
read the warnings next to the symbols stated below. Kaynak Teknigi Sanayi ve Ticaret A.S. is not
liable for any damages due to improper connection, storage conditions and operation
procedures.

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 inthe 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
resultin 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 Equipment:

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
ofthe 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.
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Safety In Welding - 2

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

* Fire resistant clothing

* Legdusters

* Aprons

* Leather arm covers and shoulder cloaks
* Acap 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 welding machine. 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
testis 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 weld
bath; therefore barriers should be placed around the area during the welding
works.

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.

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
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Safety In Welding - 3

machine. Insulate yourself against contact with the electrode, grounding wire or
work piece. Do nottouch 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. 230-460V)
* Secondary voltage shock (e.g.20-100V 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 torches, replace, replace them with new ones.
Neverimmerse 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.

46

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 materials 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 cutting 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.



Safety In Welding - 4
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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 cutting arc and the flying particles. The skin
should be protected by using fire-resistant clothing. The people in the vicinity
should be protected by panels made of fireproof materials, they should not look at
the cutting 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 disturbingin 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 cutting
arc, a protective welding mask with appropriatefiltering lens should be used.

The following table may be used for selecting the proper filter against arc welding.
You can refer to ANSI Z49.1 filtering selections for welding purposes.

Protective Filter Selection Table
Welding El_e ctrode Current Protective Filter | Protective Filter
Diameter Range .
Method (mm) (Amper) (Lower Limit) [ (Recommended)
. <24 <60 7 -
\'j\vrifhvée;g'tgg 25-40 | 60-160 8 10
Electrode 40-6.4 160 - 250 10 12
> 6.4 250 - 550 11 14

Refered to ANSI Z49.1-2005.

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.

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.
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Safety In Welding - 5

WELDING SPLASHES MAY CAUSE FIRE OR EXPLOSION: Keep the flammable
P materials away from the welding areas and maintain a fire extinguisher at an easily
M accessible place. The splashes and hot materials ejected by arc welding may fly
* around easily even from the narrowest opening.

)
i

Do not perform any welding operation 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 a reason 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.)

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 fireresistant barrier in between. If you are cutting 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 weld piece has aflammable coating that could
catch fire when heated.

When you take a pause during the welding works, make sure that the electrode
handle does nottouch 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.
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Safety In Welding - 6

—N ELECTRICAL EQUIPMENT: Check the condition of the electrical cables such as

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

‘ ELECTRIC and MAGNETIC FIELDS MAY BE HAZARDOUS TO THE HUMAN
HEALTH: The current passing through the conductors creates an

:Q ﬁw electromagnetic field. The electromagnetic field thus formed may have an effect
_% on the pace-maker etc. equipment. The operators, who use pace-makers, should

consult with a physical 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 cutting works in the
places with high probability of electrical shock.

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

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:
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Safety In Welding - 7

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

The condition of the torch 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 arc
welding. 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 cutting 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 welding operators 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 cutting 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 operators or otherwise, regarding the above and post
warning signs. Tell such people that they should consult a doctor before entering the cutting 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 315-TIG Pulse welding machine has been designed and manufactured in
conformity with the safety rules setout by the 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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Technical Specifications

Askaynak Inverter 315-TIG Pulse is an TIG and MMA welding machine manufactured using the
latest inverter technology. 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 mostimportant specifications of the welding machines that is
produced with invertertechnology are providing stabile arc, safety, lightness and energy saving.

Askaynak Inverter 315-TIG Pulse is a shielded electrode and TIG welding machine features
igniting with HF (high frequency), start current, crater arc current, welding current, base current,
duty ratio, upslope time, downslope time, pre-gas, post-gas, pulse frequency, hot start and arc
force. Itis suitable for welding for various plates made of stainless steel, carbon steel, alloyed steel,
titanium, magnesium, cuprium, etc, which is also applied to pipe installment, mould mend,
petrochemical, architecture decoration, car repair, bicycle, handicraftand common manufacture.

The advantages offered by Askaynak Inverter 315-TIG Pulse welding machine are:
1-Itreduces the IGBT switching loss with soft switching technology
2-DC Pulsed TIG and MMA, adopt IGBT and advanced PWM technology
3 - High performance MCU, digital control and digital display
4 - Preset all parameters with “Hold” button
5 - Intelligent protection for over-voltage, under-voltage, over-current, over-heat
6 - Light and easy to carry, simple installation.

Input Power
Input Voltage Power Taken From Mains (@30%) Frequency
380V+10% / 3 Phases 8,65 kW (TIG) ; 11,7 kW (MMA) 50/60 Hz

Power Factor (coso): 0,71 (TIG @30%) / 0,82 (MMA @30%)

Cutting Current Output Values

Duty Cycle Output Current Output Voltage
(10 minutes period) (Amper) (Volt)
30% (TIG/MMA) 315 A (TIG/MMA) 22,6 V (TIG) / 32,6 V (MMA)
60% (TIG/MMA) 230 A (TIG/MMA) 19,2V (TIG) / 29,2 V (MMA)
100% (TIG/MMA) 180 A (TIG/MMA) 17,2V (TIG) / 27,2V (MMA)
Output Range
Welding Current Range Max. Open Circuit Voltage
10-315A 68V (DC-TIG) ; 60 V (MMA)
Mains Input Cable : 4 x 2,5 mm2 Delay Action Fuse Value : 22 A
Physical Dimensions
Height Width Length Weight
310 mm 170 mm 455 mm 14 kg
Operating Temperature: Between —10°C and + 40°C
Protection Class: IP23S Insulation Class: H

Degree of Contamination: 3
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Installation and Operator Instructions

Warning!
Read this section well before installing and operating the machine.

Location and Ambient Conditions:

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

1- Do not place and operate the machine on a surface with a slope over 15°.

2- Machine should always be operated in an environment having clean airflow and there should
be no obstacle that prevents ventilation or stops airflow. Do not cover the machine while
operating with paper, cloth or similar objects.

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

4- This machine has IP23S protection. Keep the machine dry as much as possible and do not
place it on wet ground orin puddles.

5- Plasma cutting machine should be used in places with good environment lighting and should
not be used in dark places. Also the plasma cutting machine has been designed to be used
indoors and is not suitable for using under sunlight, rain and snow. Do not use plasma cutting
machine to defrost pipes.

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

7- Do not use this machine at ambient temperatures below —10°C and above +40° C and in
environments having more than 70% humidity level. Heating tests have been performed in
ambient temperature and operation cycle has been determined with simulation at 40°C.

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

9- Thisis a dropping characteristic welding machine designed for TIG welding and MMA welding
with max 5.0 mm diameter rutile and basic coating stick electrodes used for light welding
operations.

10- Not recommended for use with generators without output regulation, which could cause
operating disorders and malfunctions.
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Idle State:

As described in EN 60974-10 idle state is the operating state in which the power is switched on and
the cutting circuitis not energized. There is 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 22 A slow-blow (delay action) fuse protected line with the plug
provided.

1- This machine has been designed to operate on 3 phases, 380 V (AC) and 50-60 Hz mains
voltage with insulation based on the line-neutral voltage values. It should be used only in
3-phase and 4 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.

Duty Cycle and Overheating:

The duty cycle of the machine is the percentage rate of cutting 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.

Front and Rear Panel Components:

1- Currentand Parameter Display Panel

2- Welding Current and Parameter Control Knob - Adjusts the output current and welding
parameters of the machine (welding amper config).

3- TIG Torch Gas Connection Socket
4 - Negative (-) Welding Cable Connection - Welding current negative (-) output connection
5- Positive (+) Welding Cable Connection - Welding current positive (+) output connection
6- TIG Torch Trigger Connection Socket
7- Mode Selection Switch - Coated Electrode (MMA), Gas Test, HF-TIG, LIFT-TIG and 2/4 Trigger
8- On/Off Switch - Controls the main power input to the machine.
9- Input Cable - Power cable and plug connecting the machine to the main supply.
10- Gas Hose Connection Socket

53

|
<
=]
4
<
=

USER




Preparation for Work - 2
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Preparation for Work - 3
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Preparation for Work - 4
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The Pilot Lights of Operation Panel:

L1Lamp :
L2 Lamp :
L3Lamp :
L4 Lamp :
L5 Lamp :
L6 Lamp :
L7 Lamp :
L8 Lamp :

Power

Hot start
Arcforce
Pre-flow time
Start current
Up-slopetime

Welding current (Peak)

Base current

—
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(&)

L9Lamp : Overload warning
L10Lamp : Pulse selection
L11 Lamp : Post-flowtime
L12Lamp : Cratercurrent
L13 Lamp : Down-slopetime
L14Lamp : Pulse width
L15Lamp : Pulsefrequency



Preparation for Work - 5

Available parameters where 2T and 4T mode have been selected:

Tpr (L4) : Gas pre-flow time
Unit :S

Settingrange : 0.1-1

Factory setting

Is (L5) : Starting current (only with 4T)
Unit A

Setting range : 5% - 100% of main current lw
Factory setting

Tup (L6) :Upslopetime
Unit :S
Settingrange:0-5

Factory setting

lw (L7) : Welding current
Unit A

Settingrange : 10-315

Ib (L8) : Base current
Unit A

Settingrange : 10-315
Important! Only selectable when “Pulse Key” has been pressed.

Dcy (L14) :Ratio of pulse duration to base current duration
Unit 1%

Settingrange : 5-100

Important! Only selectable when “Pulse Key” has been pressed.

Fp (L15) : Pulse frequency

Unit ‘Hz

Settingrange : 0.5-100

Factory setting

Important! Only selectable when “Pulse Key” has been pressed.

Tdown (L13) : Downslope time
Unit :

Settingrange :0-5

Factory setting

Ic (L12) : Crater arc current (only with 4T)
Unit :S

Setting range : 5% - 100% of main current lw
Factory setting

USER

Tpo (L11)  :Gas post-flowtime
Unit :S

Settingrange :0.1-10

Factory setting
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Preparation for Work - 6

° —o AT LIFT
—o 2T LIFT

e AT HF
2T HF

Welding Mode and Gas Test Selection Switch:

GAS :GasTestFunction
In GAS shelf, the gas is given all the time untill
the welding is stopped.
MMA : Stick Electrode (MMA) Function
AT LIFT : TIG Lifting Arc (Long Welding Function)
2T LIFT : TIG Lifting Arc (Short Welding Function)
4THF :TIGHF Striking Arc (Long Welding Function)
2THF :TIGHF Striking Arc (Short Welding Function)

MMA o
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Welding Procedures - 1

A-

1-

2-
3-

4-
5-

6-
7 -

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

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 (4). 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.

Insertthe 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.

¢ - Checkthatthe 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 presentin the welding area.

Turn on the On/Off switch (8).

Adjustthe “Coated electrode, Gas Test, HF/LIFT TIG and 2/4 LIFT TIG-HF TIG (High Frequency
TIG) mode selector switch” (7) to MMA function. In MMA mode, only three parameters
(welding current, hot start, arc force) can be adjusted.

Welding Current parameters can be adjusted as follows: Turn on the welder, the welding
current can be adjusted directly; If adjust the selection knob, the welding current LED (L7) is
twinkling; It means the welding current can be adjusted. If the adjustment is completed,
confirm the parameter by pressing the selection knob or the system will confirm the parameter
automatically after 3 seconds.

Arc Force and other parameters can be adjusted as follows: Adjust the “Coated electrode,
Gas Test, HF/LIFT TIG and 2/4 LIFT TIG-HF TIG (High Frequency TIG) mode selector switch”
(7) to MMA function. Press the “Welding Current and Parameter Control Knob” (2). Adjust knob
and selectthe arc force LED (L3 is on). Press the selection knob again, the arc force LED (L3) is
twinkling; It means the arc force can be adjusted. If the adjustment is completed, press knob
and confirm the parameter or the system will confirm the parameter automatically after 3
seconds.

Hot Start parameters can be adjusted as follows: Hotstart parameter is adjusted by using
same way. Adjust the “Coated electrode, Gas Test, HF/LIFT TIG and 2/4 LIFT TIG-HF TIG (High
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Welding Procedures - 2

Frequency TIG) selector switch to MMA function. Press the “Welding Current and Parameter
Control Knob” (2). Adjust knob and select the hot start LED (L2 is on). Press the knob again,
the hot start LED (L2) is twinkling; It means the hotstart be adjusted. If the adjustment is
completed, press the knob and confirm the parameter or the system will confirm the parameter
automatically after 3 seconds.

8- 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 and Parameter
Control Knob (2)”. 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 2.5 - 3.2 - 4.0 - 5.0 mm diameter welding electrodes with rutile and
basic coating used for light welding operations.

Current Range for Rutile and Basic Electrodes:

@25mm:70-100A

@3.2mm:100-140A
@4.0mm:140-190A
@5.0mm:180-240A

9- Startwelding by observing the welding rules.

B- TIG (GTAW) Welding:
The following actions need to be done before starting the welding procedures:

1- The TIG welding is generally carried out using the DC (-) pole. Connect the torch cable to the
(-) output (4) of the machine and the grounding clamp to the (+) output (5). Turn the connecter
1/4 turn clockwise after inserting in the plug with the guide pin on top. Attach the TIG torch gas
hose to the TIG torch gas connection socket (3). Make the connection between the gas
cylinder regulator and the gas hose connection socket (10). Connect the TIG torch trigger
connectorto the TIG torch trigger connection socket (6) on the front panel of the machine.

2- Connect the work clamp to a clean place on the work piece free of paint or rust with the jaws
incomplete contact.

3- Insertthe mains cable to a suitable outlet.
4- Performthe following checks before starting the welding procedure:
a- Make sure thatthe welding machine is grounded securely.

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

c- Checkthatthe 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.
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Welding Procedures - 3

5-
6-
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Turn on the On/Off switch (8).

Select the desired welding mode and trigger mode with “Welding Current and Parameter
Control Knob”. The welding machine can operate in the 2 trigger and 4 trigger TIG modes. In
the TIG welding mode, Lift-TIG and High Frequency TIG operations are available. In the Lift-TIG
mode, a low-current short circuit is made by touching the TIG torch to the work piece, then the
TIG arc is formed while lifting the torch. In the HF mode, the welding machine is ready for high
frequency welding, hence the arc forms without touching the TIG torch to the work piece.

If in TIG 4T mode and the output pulse function is turned on, all parameters of TIG can be
adjusted. If in TIG 2T mode and the output pulse function is turned on, the start current and
crater current is 5A. If the pulse function is closed, the parameter of base current (L8), pulse
frequency (L15) and pulse width (L14) cannot be adjusted.

Note: In 4T mode, press and hold the trigger during the set crater time, the machine reaches the
set crater current. Otherwise, the welding current ends without reaching to the set crater
current.

The welding current (L7) can be adjusted directly when the welder is tune on. Adjust the
“Welding Current and Parameter Control Knob”, the welding current LED (L7) is twinkling. It
means the welding current can be adjusted. If the adjustment is completed, confirm the
parameter by pressing the knob or the system will confirm the parameter automatically after 3
seconds.

Output pulse selection is can be done by using “Welding Current and Parameter Control
Knob”. Press the knob. Adjust the control knob and select the pulse LED (L10 is on). Press the
control knob again, the pulse LED (L10) is twinkling. It means the output pulse function can be
turned on or turned off. If the display is “ON”, the output pulse function is turned on. If the
display is “OFF”, the output pulse function is turned off. When the pulse LED (L10) is twinkling,
press the control knob again, the output pulsed conditions transform by “ON” into “OFF” or
transform by “OFF” into “ON”. Complete the adjustment after 3 seconds, the operation panel
will return to original condition, welding current LED (L7) is on.

Note: If the welding mode is TIG and the output pulse function is turned on, the pulse selection
led (L10) is on. Ifthe output pulse function is turned off, the pulse selection led (L10) is off.
In MMA mode, the pulse selection led (L10) is off. All preset parameters with hold
function.

Other parameters are set as follows:

Press the “Welding Current and Parameter Control Knob” and select the desidred parameter
by turning the knob. When the desired parameter is reached, the corresponding led is lighted.
Press the control knob again, parameter is twinkling. It means the parameter can be adjusted. If
the adjustment is completed, confirm the parameter by pressing the control knob or the
system will confirm the parameter automatically after 3 seconds.
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Maintenance and Troubleshooting - 1

Periodical maintenance works must be performed periodically to enable welding machine operate
with high efficiency and safely. It is necessary that the users understand maintenance methods,
familiarized with the welding machine, perform on their own the simple control and safety
applications, pay attention to prolong the machine’s service life by minimizing fault rates. Detailed
information on periodical maintenance are determined in the following table.

Warning! Absolutely make sure that the connection between welding machine and mains
supply has been disconnected when performing maintenance work. Maintenance work must
be performed by authorized and expert people.

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 with 315 A at 30% duty cycle in TIG and MMA modes. If the thermal protection
does not activate within approximately 5-6 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 arisk 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 0 Ain MMA and DC HF-TIG modes and and to 30 Ain DC LIFT-TIG mode ina
shorttime. If not contact your service.

Make sure that the welding current is according to the setting value. In case of difference,
readjust as this may affect the normal cutting 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 cutting 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

Dust and dirt may enter the machine. This situation should be minimized as much as
possible. Do not work in dusty and smokey environments and in environments with water,
paint and oil particles and grinding dust, flammable and corrosive gas. According to the
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Maintenance and Troubleshooting - 2

working environment and conditions, it is necessary to check whether there is oil and other
liquid accumulation in the machine in monthly periodic periods and if necessary, they
should be cleaned.

Check the screws on the machine, loose ones must be tightened. If any screw is missing
putanew one. Replace the rusty screws.

QUARTER YEARLY MAINTENANCE

Check the welding 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.

2- The repair works must be carried out only by the “Authorized Technical Services” allowed by
Kaynak Teknigi Sanayiand TicaretA.S.
3- Watch out for the air pressure while cleaning in order to protect the smaller components. Never
direct water into the machine for cleaning.
4 - The welding machine should not be cleaned with volatile and synthetic cleaners. Use a moist
and soapy piece of cloth for cleaning the exterior.
5- The maintenance works must be carried out with care. Kinking or wrong connection of a cable
may be very dangerous for the user.
6- 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.
7 - The welding machine should be protected against tossing around while lifting and protected
againstimpacts.
8- Ifthe welding machine is to be stored for along time, place itin the original box and store ina dry
place.
PROBLEM POSSIBLE REASON SOLUTION
) The min. value displayed isn’t Adjust potentiometer “Imin”
The welding current accordant with the actual value. on the power board.
displayed isn’'t accordant
with the actual value. The max. value displayed isn’t Adjust potentiometer “Imax”
accordant with the actual value. on the power board.
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Maintenance and Troubleshooting - 3

PROBLEM

POSSIBLE REASON

SOLUTION

Turn on the power source,
and fan works, but the
power pilot lamp is not on.

The power light is damaged
or connection is not good.

Contact service.

The transformer of power is
damaged.

Contact service.

Control PCB failures.

Contact service.

Turn on the power source,
and the power lamp is on,
but fan doesn't work.

There is something in the fan.

Clear fan.

The start capacitor of fan is
damaged.

Contact service.

The fan motor is damaged.

Contact service.

Turn on the power source,
the power lamp is not on,
and fan doesn't work.

No power supply input.

Check whether there is
power supply.

The fuse inside the machine is
damaged.

Contact service.

The number on the display
is not intact.

The LED in the display is
damaged.

Contact service.

The max. and min. value
displayed doesn't accord
with the set value.

The max. value is not
accordant.

Adjust potentiometer Imin
on the power board.

The min. value is not
accordant.

Adjust potentiometer Imax
on the power board.

No no-load voltage output
(MMA).

The machine is damaged.

Contact service.

The welding current can not
be adjusted.

The welding current
potentiometer on the front
panel connection is not good
or damaged.

Contact service.

Gas always flows.

The gas-test on the front
panel is on.

Turn off the gas-test on the
front panel.

Something in the valve.

Remove it.

Electromagnetic valve is
damaged.

Change it.

The adjustment knob of pre-
gas time on the front panel is
damaged.

Repair or change it,
contact to service if it
doesn’t work.

No gas flow (TIG)

Gas cylinder is close or gas
pressure is low.

Open or change the gas
cylinder.

Something in the valve.

Remove it

Electromagnetic valve is
damaged.

Change it
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Maintenance and Troubleshooting - 4

PROBLEM POSSIBLE REASON SOLUTION
The welding cable is not Connect the welding
connected with the two output of cable to the welder's
the welder. output.
The welding cable damaged. Change it.
There is The eta)llrth cable connected Check the earth cable.
spark on unstably.
the HF ) . Use an appropriate
igniting The welding cable is too long. welding cable.
board. There is oil or dust on th
ere is oil or dust on the .
Arc can not workpiece. Check and clean it.
be ignited. The dist bet t i
e
P (about 3 mm).
long.
The HF igniting board does not Contact service.
. work.
There is not
spark on The distance between the ) )
the HF discharger is too short. Adjust the distance.
igniting -
board. The malfunction of the welding Check the welding gun
. switch, control cable
gun switch.
and aero socket.
Over heat Working time Reduce the duty cycle
protection. too long. (work intermittently).
\?(;’l?;ge Power supply Use the stable power
protection. fluctuates. supply.
Power supply Use the stable power
The algrm lamp on the front fluctuates. supply.
panel is on.
Low-
voltage Too many Reduce the machines
protection. machines using | 0 bower supply in
power supply in )
: the same time.
the same time.
Over- Unusual current
current in the main Contact service.
protection. circuit.

The penetration of molten
pool is not enough.

The welding current is adjusted
too low.

Increase the welding
current.

The arc is too long.

Use 2T operation.
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Electromagnetic Compliance - 1

Designed according to the EN 60974-1
The EMU class of the machine according to EN 55011 is Group-2, Class-A.
Please see EN 60974-10 for detailed information.

* 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 responsiblefor installing and using the arc cutting equipmentaccording to the
manufacturer’s instructions. If electromagnetic disturbances are detected, then it shall be the
responsibility of the user of the arc cutting 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 cutting circuit (see note). In other cases, it could involve constructing an electromagneticscreen
enclosing the cutting power source and the work complete with associated inputfilters. In all cases
electromagneticdisturbances shall be reducedto the pointwhere they are no longertroublesome.

Note: The practice for earthing the cutting 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 s 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
adjacentto the plasma cutting 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) equipmentused for calibration or measurement,

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

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

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

Assessment of 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 cutting area may
be considered for special applications.

« If the machine is used in an area with high electromagnetic fields, the welding/cutting
current adjusted may exceed +10%.
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Efficient Use in Terms of Energy Consumption

1- Welding machine is designed and manufactured as to consupt low energy from mains supply
while operating.

2- To prevent excessive energy consumption during welding operation, proper current values
should be used according to the type and thickness of the material being weld and using
unnecessarily high current values should be avoided.

3- When notused welding machine should be shut down.

Unpacking

This 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 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 underimpact may be reduced.

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

De-commissioning the Welding Machine

anymore, do not dispose of as household waste and throw in the thrash.
Decommission the welding machine in compliance with the local regulations.

E When the service life of the machine expires and does not execute its functions
]

Accessories Delivered with the Machine

TIG Torch
Welding clamp and cable

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

No Part Number Description Quantity
1 82U7555311 Power Cable 1
2 82U8104427-1 Rear Panel Input Label 1
3 82U8068940-BB Rear Panel 1
4 82U7253018 Solenoid Valve 1
5 82U7232011 On/Off Switch 1
6 82U8124002 Fan Mounting Panel 1
7 82U8301636 Cover 1
8 82U8253041 Handle 1
9 82U7720011 Fan 1
10 82U8425232-B Heat Sink (3) 1
11 82U8921103-B Hexagon Set of Mat 3
12 82U7411350 Rectifier Bridge 1
13 82U7425620 IGBT 4
— 82U8713180 Insulation Block 4
14 82U7503510-A Hex Spacer 4
15 82U7503525-A Hex Spacer 4
16 82U7503519-A Hex Spacer 2
17 82U7927104-A Screw 4
18 82U5496422-C-6 Control PCB 1
19 82U5496213 Remote Control Laminated 1
20 82U8425237 Heat Sink (6) 1
21 82U5496248-D Main PCB 1
22 82U7231275 Relay 2
— 82U8713600 Insulation Sheet 2
23 82U7421685 Fast Recovery Diode 6
— 82U8713184 Insulation Block 6
24 82U8713575 Insulation Sheet 1
25 82U8069940-A Front Panel 1
26 82U8104574 Model Type 1
27 82U5496725-A PCB 1
28 82U8712304 Insulating Washer 1
29 82U8306596 Front Panel Sealing Panel 1
30 82U8103598 Display Label 1
31 82U7458330-R Knob (1) 1
32 82U7458053 Knob (2) 1
33 82U7152315-A Euro Quick Connector Female Dinse 2
34 82U7132116-B 8 Pin Aero-socket 1
— 82U7132653 8 Pin 5
35 82U8462028 Front Gas Joint 1
— 82U8940010 Nut 1
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Spare Parts - 3

No. | Part Number Description Quantity
36 82U8104593 Output Label 1
37 82U6271575 Inductance 1
38 82U7321103-A Hall Current Senser 1
39 82U8425230 Heat Sink (1) 1
40 82U6174575 HF Transformer 1
41 82U8055575 Base Panel 1
42 82U6185575 Main Transformer 1
43 82U8123575 Main Transformer Mounting Panel 1
44 | 82U8425231 Heat Sink (2) 1
45 82U8751575 Heat Sink Insulation Panel 1
46 82U8123636 Supporting Strip (1) 1
47 82U8123641 Supporting Pillar 5
48 82U8425233-B Heat Sink (5) 1
49 82U8123637-E Supporting Strip (2) 1
50 82U5496317 EMC PCB 1
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Warning Label and Technical Specification Table

WARNING!

Do not attempt to use this equipment until you have thoroughly read all
installation, operating and maintenance information supplied with your
equipment. They include important safety precautions and detailed
operating and maintenance instructions. Follow the safety informations
exactly to avoid serious personal injury or loss of life.
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Please read the “Safety in Welding” section in pages 44-50
for detailed information.

Manufacturer (Imalatci/ithalatct):  Trademark:
Kaynak Teknigi San. ve Tic. A.S. ASKAYNAK
TOSB Otomotiv Yan Sanayi ihtisas OSB

2. Cadde, No:5, Sekerpinar

41420 Cayirova, Kocaeli/ TURKEY MADE in CHINA

Model: Serial Nr. is located on
I the machine
Inverter 315-TIG/Pulse Seri No. makine {izerindedir

3~_._’_.E TS EN 60974-1
ezl TS EN 60974-10
10A/10.4V - 315A/22.6V
X | %30 | %60 | %100

Uo | I2 | 315A | 230A | 180A
68V [ U2 | 22.6V | 19.2v | 17.2v

0A/20.4V - 315A/32.6V

X | %30 %60 | %100
Uo | I2 | 315A | 230A | 180A
60V | Uz | 32.6V | 29.2V | 27.2v

D: 3~ U1 11 max l1eff max
380V

MMA MMA

50/60Hz 21.7A | 11.9A

TIG TIG

p23s | oo [CE€ 185 10

PRODUCTION DATE IS EMBEDDED WITHIN THE SERIAL NUMBER
URETIM TARIH SERi NO. ETIKETINDE BELIRTILMISTIR

A niHER]EN
I
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ITHALATCI / IMALATGCI
MANUFACTURER

Kaynak Teknigi Sanayi ve Ticaret A.S.

TOSB Otomotiv Yan Sanayi ihtisas Organize Sanayi Bélgesi

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

www.askaynak.com.tr

KAYNAK TEKNIGI SANAYi ve TICARET A.S. tarafindan GIN HALK CUMHURIYETinde trettiriimistir
Manufactured in People's Republic of China by KAYNAK TEKNiGi SANAYi ve TICARET A.S.

ASKAYNAK Inverter 315-TIG Pulse

Art.nr. 12/12/2020 - Torus/Merve



