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4 Safety Precautions MZC-1250F19

BBl ) sarery pRecauTIONS

Be Sure To Follow All Safety Rules In This Manual!

Explanation Of Safety - Safety symbols found in the manual are used to identify potential hazards.
Information - When any one of the safety symbols are seen in this manual, it must be understood that there is a risk
of injury and the following instructions should be read carefully to avoid potential hazards.
A @ The possessor of the machine is responsible for preventing unauthorized persons from accessing the
equipment.
Persons using the machine must be experienced or fully trained in welding; they have to read the
user manual before operation and follow the safety instructions.

Explanation Of Safety
Symbols
ATTENTION
A Indicates a potentially hazardous situation that could cause injury or damage. In case if no precaution is
taken, it may cause injuries or material losses / damages.

@ IMPORTANT
Specifies notifications and alerts on how to operate the machine.

"Q" DANGER
+%% Indicates a serious danger. In case if not avoided, severe or fatal injuries may occur.

Read the user manual, the label on the machine and the safety instructions carefully.

Make sure that the warning labels on the machine are in good condition. Replace missing and
damaged labels.

Learn how to operate the machine, how to make the checks in a correct manner.

Use your machine in suitable working environments.

Improper changes made in your machine will negatively affect the safe operation and its longevity.
The manufacturer is not responsible for the consequences resulting from the operation of the device
beyond the specified conditions.

Comprehending Safety
Precautions

Electric Sh"‘If‘ Make certain that the installation procedures comply with national electrical standards and
LLTZ N o ther relevant regulations, and ensure that the machine is installed by authorized persons.

AT

I e

Wear dry and sturdy insulated gloves and working apron. Never use wet or damaged gloves and
working aprons.

Do not touch the electrode with the bare hand.

Never touch parts that carry electricity.

Never touch the electrode if you are in contact with the electrode attached to the work surface, floor
or another machine.

By isolating yourself from the work surface and the floor, you can protect yourself from possible
electric shocks. Use a non-flammable, electrically insulating, dry and undamaged insulation material
that is large enough to cut off the operator’s contact with the work surface.

Do not connect more than one electrode to the electrode holder. Keep the machine turned off when
not in use.

Before repairing the machine, remove all power connections and/or connector plugs or turn off the

machine.
Be careful when using a long mains cable.

Check all cables frequently for possible damage. If a damaged or an uninsulated cable is detected,
repair or replace it immediately.
Make sure that the grounding of the power line is properly connected.
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Safety Precautions 5

Moving Parts May
Cause Injuries

A

+ Keep away from the moving parts.

« Keep all protective devices such as covers, panels, flaps, etc., of machinery and equipment closed and
in locked position.

« Wear metal toe shoes against the possibility of heavy objects falling on to your feet.

Fumes and Gases
May Be Harmful To
Your Health

ARS

,
Ao

Yoo

Long-term inhalation of fumes and gases released from welding and cutting is very
dangerous.

« Burning sensations and irritations in the eyes, nose and throat are signs of inadequate ventilation. In
such a case, immediately boost the ventilation of the work area, and if the problem persists, stop the
welding process completely.

(reate a natural or artificial ventilation system in the work area.

Use a suitable fume extraction system where welding and cutting works are being carried out. If
necessary, install a system that can expel fumes and gases accumulated in the entire workshop. Use a
suitable filtration system to avoid polluting the environment during discharge.

If you are working in narrow and confined spaces or if you are welding lead, beryllium, cadmium,
zing, coated or painted materials, use masks that provide fresh air in addition to the above
precautions.

If the gas tanks are grouped in a separate zone, ensure that they are well ventilated, keep the main
valves closed when gas cylinders are not in use, pay attention to possible gas leaks.

Shielding gases such as argon are denser than air and can be inhaled instead of air if used in confined
spaces. This is dangerous for your health as well.

Do not perform welding operations in the presence of chlorinated hydrocarbon vapors released
during lubrication or painting operations.

ArcLight May
Damage Your Eyes
and Skin

« Useasuitable protective mask and glass filter (4 to 13 according to EN 379) suitable for that to
protect your eyes and face.

« Protect other naked parts of your body (arms, neck, ears, etc.) with suitable protective clothing from
these rays.

« Enclose your work area with flame-resistant folding screens and hang warning signs at eye level so
that people around you will not sustain injuries from arc rays and hot metals.

« This machine is not used for heating of icebound pipes. This operation performed with the welding
machine causes explosion, fire or damage to your installation.

Sparks and Spattering Particles

« Performing works such as welding, surface grinding, and brushing cause sparks and metal particles

May Get Into Eyesand  to splatter. Wear approved protective work goggles which have edge guards under the welding masks
Cause Damage  to prevent sustaining possible injuries.
Hot Parts May Cause - Do not touch the hot parts with bare hands.

Severe Burns

AN

« Wait until the time required for the machine to cool down before working on its parts.
If you need to hold hot parts, use suitable tools, welding gloves with high-level thermal insulation
and fire-resistant clothes.

Noise May Cause
Damage To Your
Hearing Ability

AO

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

www.magmaweld.com
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Welding Wires Can
Cause Injuries

A

« Do not point the torch towards any part of the body, other persons, or any metal while unwrapping

the welding wire.

+ When welding wire is run manually from the roller especially in thin diameters the wire can slip out

of your hand, like a spring or can cause damage to you or other people around, therefore you must
protect your eyes and face while working on this.

Welding Operations
May Cause Fire and
Explosion

AZ N

« Never perform welding work in places near flammable materials. There may be fire or explosions.
« Before starting the welding work, remove these materials form the environment or cover them with

protective covers to prevent combustions and flaring.

- National and international special rules apply in these areas.

Do not apply welding or cutting operations into completely closed tanks or pipes.

Before welding to tanks and closed containers, open them, completely empty them, and clean them.
Pay the greatest attention possible to the welding operations you will perform in such places.

Do not weld in tanks and pipes which might have previously contained substances that may cause
explosions, fires or other reactions.

Welding equipment heats up. For this reason, do not place it on surfaces that could easily burn or be
damaged !

« Welding sparks can cause fire. For this reason, keep materials such as fire extinguishers tubes, water,

and sand in easily accessible places.

« Use holding valves, gas regulators and valves on flammable, explosive and compressed gas circuits.

Make sure that they are periodically inspected and pay attention that they run reliably.

Maintenance Work
Performed by Unauthorized
Persons To Machines

and Apparatus May

Cause Injuries

AKX

« Electrical equipment should not be repaired by unauthorized persons. Errors occurred if failed to do so

may result in serious injury or death when using the equipment.

« The gas circuit elements operate under pressure; explosions may occur as a result of services provided

by unauthorized persons, users may sustain serious injuries.
It is recommended to perform technical maintenance of the machine and its auxiliary units at least
once a year.

Welding In Small Sized
and Confined Spaces

A

« Insmall-sized and confined spaces, absolutely make sure to perform welding and cutting operations,

accompanied by another person.

- Avoid performing welding and cutting operations in such enclosed areas as much as possible.

Failure To Take
Precautions During
Transport May Cause
Accidents

AT B

« Take all necessary precautions when moving the machine. The areas where the machine to be

transported, parts to be used in transportation and the physical conditions and health of the person
carrying out the transportation works should be suitable for the transportation process.

« Some machines are extremely heavy; therefore, make sure that the necessary environmental safety

measures are taken when changing their places.

« If the welding machine is to be used on a platform, it must be checked that this platform has suitable

load bearing limits.

- Ifitis to be transported by means of a haulage vehicle (transport trolley, forklift etc.), make sure of

the durableness of the vehicle, and the connection points (carrying suspenders, straps, bolts, nuts,
wheels, etc.) that connect the machine to this vehicle.

« If the machine will be carried manually, make sure the durableness of the machine apparatuses

(carrying suspenders, straps, etc.) and connections.

« Observe the International Labor Organization’s rules on carriage weights and the transport

regulations in force in your country in order to ensure the necessary transport conditions.
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www.magmaweld.com




MZC-1250F19

Safety Precautions 7

« Always use handles or carrying rings when relocating the power-supply sources.

« Never pull from torches, cables or hoses. Be absolutely sure to carry gas cylinders separately.

+ Remove all interconnections before transporting the welding and cutting equipment, each being
separately, lift and transport small ones using its handles, and the big ones from its handling rings or
by using appropriate haulage equipment, such as forklifts.

Falling Parts May
Cause Injuries

ADum

Improper positioning of the power-supply sources or other equipment can cause serious
injury to persons and physical damage to other objects.

« Place your machine on the floor and platforms with a maximum tilt of 10° so that it does not fall or
tip over. Choose places that do not interfere with the flow of materials, where there is no risk of
tripping over on cables and hoses; yet, large, easily ventilatable, dust-free areas. To prevent gas
cylinders from tipping over, on machines with a gas platform suitable for the tanks, fix the tanks on
to the platform; in stationary usage applications, fix them to the wall with a chain in a way that they
would not tip over for sure.

Allow operators to easily access settings and connections on the machine.

Excessive Use of The
Machine Causes
Overheating

D&

« Allow the machine to cool down according to operation cycle rates.

+ Reduce the current or operation cycle rate before starting the welding again.

« Do not block the fronts of air vents of the machines.

« Do not put filters that do not have manufacturer approvals into the machine’s ventilation ports.

Excessive Use of The
Machine Causes
Overheating

DA

« This device is in group 2, class A in EMC tests according to TS EN 55011 standard.

« This class A device is not intended for use in residential areas where electrical power is supplied from
a low-voltage power supply. There may be potential difficulties in providing electromagnetic
compatibility due to radio frequency interference transmitted and emitted in such places.

[} 3] This device is not compliant with [EC 61000 -3-12. In case if it is desired to be connected
to the low voltage network used in the home, the installer to make the electrical
connection or the person who will use the machine must be aware that the machine has

L 4l been connected in such a manner; in this case the responsibility belongs to the user.

« Make sure that the work area complies with electromagnetic compatibility (EMC). Electromagnetic
interferences during welding or cutting operations may cause undesired effects on your electronic
devices and network; and the effects of these interferences that may occur during these operations
are under the responsibility of the user.

If there is any interference, to ensure compliance; extra measures may be taken, such as the use

of short cables, use of shielded (armored) cables, transportation of the welding machine to another
location, removal of cables from the affected device and/or area, use of filters or taking the work area
under protection in terms of EMC.
To avoid possible EMC damage, make sure to perform your welding operations as far away from your
sensitive electronic devices as possible (100m).

Ensure that your welding and/or cutting machine has been installed and situated in its place
according to the user manual.

www.magmaweld.com
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Evaluation Of Electromagnetic
Suitability of The
Work Area

D&

According to article 5.2 of IEC 60974-9;

Before installing the welding and cutting equipment, the person in charge of the operation and/or the

user must conduct an inspection of possible electromagnetic interference in the environment. Aspects

indicated below has to be taken into consideration;

a)Other supply cables, control cables, signal and telephone cables, above and below the welding
machine and its equipment,

b)Radio and television transmitters and receivers,

) Computer and other control hardware,

d)Critical safety equipment, e.g. protection of industrial equipment,

e)Medical apparatus for people in the vicinity, e.g. pacemakers and hearing aids,

f) Equipment used for measuring or calibration,

g)Immunity of other equipment in the environment. The user must ensure that the other equipment in
use in the environment is compatible. This may require additional protection measures.

h)Considering the time during which the welding operations or other activities take place during the
day, the boundaries of the investigation area can be expanded according to the size of the building,
the structure of the building and other activities that are being performed in the building.

In addition to the evaluation of the field, evaluation of device installations may also be necessary for

solving the interfering effect.

In case if deemed necessary, on-site measurements can also be used to confirm the efficiency of

mitigation measures. (Source: IEC 60974-9).

Electromagnetic Interferance
Reduction Methods

DA

« The appliance must be connected to the electricity supply in the recommended manner by a
competent person. If interference occurs, additional measures may be applied, such as filtering the
network.

The supply of the fixed-mounted arc welding equipment must be made in a metal tube or with an
equivalent shielded cable. The housing of the power supply must be connected and a good electrical
contact between these two structures has to be provided.

+ The recommended routine maintenance of the appliance must be carried out. All covers on the body
of the machine must be closed and/or locked when the device is in use. Any changes, other than the
standard settings without the written approval of the manufacturer, cannot be modified on the
appliance. Otherwise, the user is responsible for any consequences that may possibly occur.

« Welding cables should be kept as short as possible. They must move along the floor of the work area,
in a side by side manner. Welding cables should not be wound in any way.

« A magnetic field is generated on the machine during welding. This may cause the machine to pull
metal parts on to itself. To avoid this attraction, make sure that the metal materials are at a safe
distance or fixed. The operator must be insulated from all these interconnected metal materials.

« In cases where the workpiece cannot be connected to the ground due to electrical safety, or because
of its size and position (for example, in building marine vessel bodies or in steel construction
manufacturing), a connection between the workpiece and the grounding may reduce emissions in
some cases, it should be kept in mind that grounding of the workpiece may cause users to sustain
injuries or other electrical equipment in the environment to break down. In cases where necessary,
the workpiece and the grounding connection can be made as a direct connection, but in some
countries where direct connection is not permissible, the connection can be established using
appropriate capacity elements in accordance with local requlations and ordinances.

« Screening and shielding of other devices and cables in the work area can prevent aliasing effects.
Screening of the entire welding area can be evaluated for some specific applications.
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Safety Precautions 9

Arc Welding May Cause The electrical current passing through any conductor generates zonal electric and magnetic fields (EMF).

Electromagnetic

All welders must follow the following procedures to minimize the risk of exposure to EMF from the

Field (EMF)  welding circuit;

D&

« Inthe name of reducing the magnetic field, the welding cables must be assembled and secured as far
as possible with the joining materials (tape, cable ties etc.).

« The welder's/worker’s body and head should be kept as far away from the welding machine and
cables as possible,

« Welding cables should not be wrapped around the body of the machine in any way,

« The body of the machine should not get caught between the welding cables. The source cables must
be kept away from the body of the machine, both being placed side by side,

« The return cable must be connected to the workpiece as close as possible to the welded area,

« The welding machine should not rest against the power unit, ensconce on it and not work too close
toit,

« Welding work should not be performed when carrying the welding wire supply unit or welding
power unit.

EMF may also disrupt the operation of medical implants (materials placed inside the body), such as

pacemakers. Protective measures should be taken for people who carry medical implants. For example,

access limitation may be imposed for passers-by, or individual risk assessments may be conducted for

welders. Risk assessment should be conducted and recommendations should be made by a medical

professional for users who carry medical implants.

Protection

QU

« Do not expose the machine to rain, prevent the machine from splashing water or pressurized steam.

Energy Efficiency

@f

« Choose the welding method and welding machine for the welding work you are to perform.
« Select the welding current and/or voltage to match the material and thickness you are going to weld.
« If you have to wait for a long time before you start your welding work, turn off the machine after the

fan has cooled it down. Our machines (our products) with smart fan control will turn off on their own.

Waste Procedure

v

« This device is not domestic waste. It must be directed to recycling within the framework of the
European Union directive and national laws.

« Obtain information from your dealer and authorized persons about the waste management of your
used machines.

www.magmaweld.com
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10  Technical Information MZC-1250F19

JE] = TecHNicAL INFoRMATION
. 1.1 Machine Components

1
7
)
2 O 00 |°
6 5 B O

Figure 1: MZC-1250F19 Appearance

1- Welding Wire Router 9- Welding Torch Up-Down Adjustment
2- Control Panel 10- Welding Torch Right-Left Adjustment
3- Welding Wire Carrier 11- Wire Feed Unit

4- Welding Wire Reel 12- Carrier Body

5- Carrier Body Right-Left Adjustment 13- Source Track Follow Light

6- Drive Car 14- Welding Powder Conduction Pipe

7- Welding Powder Storage 15- Welding Torch

8- Welding Wire Tightness Adjustment
1- Drive Car
Itincludes DC advance adjustable electromotor and manual (manual) clutch mechanism.
2- Carrier Body Right / Left Adjustment
3- Welding Wire Reel
Welding wire reel capacity is 25 kg. The diameter is 300mm and the 300mm diameter welding wire carrier can be inserted directly. Welding wire reel
has a structure that contracts / expands to prevent loosening. When you want to install a complete welding holder, unscrew the clamping handle,
remove the front cover, put the welding wire on the wire spool, fix the inner hood of the welding wire, install the front cover and install the clamping
handle.
4- Welding Wire Carrier
The welding wire carrier is a part that holds the welding wire reel. The tightness of the reel can be adjusted with the screw of the carrier.
5- Control Panel
Detailed information can be found in Section 1.2.
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6- Welding Wire Router

Itis used to quide the welding wire at normal speed and at a fixed angle.

7- Welding Powder Storage

Source powder is put here. It can hold up to 8 liters of powder. If you use reused powder, use it by filtering.
8- Welding Wire Tightness Adjustment
Itis used to tighten the welding wire. Tightening should be of average strength. If the force is low, the wire will not tighten enough and the welding
may not be smooth. If the force is too high, the wire feed will not be performed properly and the parts may be damaged.

Low Pressure

Normal Pressure

Excessive Pressure

9/10- Welding Torch Down / Up Right / Left Adjustment
Welding torch up / down, right / left and angle can be adjusted.

Up/Down Adjustment
Arm1

This lever serves to adjust the machine head up and down. It allows fine adjustment of arc length before welding and during welding. Also, the hex bolt
adjusts the friction (see figure 5) and makes it easier to fine-tune.

Arm 2

Loosen the lever and move the square-shaped block, and you can adjust up or down. Tighten the handle after adjusting the head as desired. You can
make better adjustments by using Tst and 2nd levers together.

Right/ Left Adjustment
Arm3

[t allows to fine-tune left and right before or during welding. 1 The bolts loosen, adjust as desired block and tighten the bolt again.

5

o~

=

o~

oo > b {0}

Square Block

Outside
Hex Bolt

=l

Cross Connection

Arm3

Vertical Body

o
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12 Technical Information MZC-1250F19

Angle Adjustment
You can move the head 45 ° by turning the handle no.1 and opening it. (Figure A)
You can move the head 45 ° by turning the arm no.2 and opening it. (Figure B)

(Figure A) (Figure B)
If desired, you can remove the handle no.1 and rotate the machine head 90 ° with the square block. You can remove the whole adjustment mechanism
by unscrewing the hex bolt on the outside. You can place the L-shaped elbow according to your need.

With other bands intersecting angle adjustment, sheets and submerged arc welding machine you can use in many other areas.
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11- Wire Feed Unit
Wirefeeder, DC electric motor, reducer, a“V" grooved and threaded wire feed rollers, printing adjustment nut, lock nut is comprised of pressure rollers
and pulleys.

There are 2 types of standard welding wire feed rollers. 2.0-3.0 mm in diameter wire for the
other one is for wire 3.2-5.0 mm in diameter.

Use suitable wires with suitable spools. Otherwise, you may fall and may even
damage your quality welding machine.

A Wire feed rollers are consumables, please check periodically. Deteriorated and

Pressure Adjustment Nut

that you replace the rollers sliding.

Roller Lock Nut

Wire Feed Roller

When working with different wires of different diameters, you can adjust the driving force suitable for 1
each wire by means of a bolt. Average force is required for normal wire feed. With little force, the wire
slips and the application process is not smooth. If it is too strong, the wire cannot be driven properly
and the pulleys and even the motor may be damaged.

Tighten the spool lock nut securely. Otherwise, the squeezing reel will not function properly and the 5
welding quality will be reduced.

12- Carrier Body

Other parts stay on the carriage. You can adjust the bottom rotating mechanism to suit your welding 4
application.

13- Source Track Follow Light

It is very difficult to trace the welding done while the submerged arc welding machine is running.
Therefore, the source track tracking light is very useful to follow the source.

14- Welding Powder Conduction Pipe

It enables the transfer of the dust from the welding dust chamber to the welding torch.

15- Welding Torch

Welding dust flows into the torch and exits the torch properly, covering the welding arc and welding  1- Body

area. Welding powder should be dried thoroughly before use. The welding torch provides the transmis- - 2- Transmission Channel

sion of the wire and the transmission of the powder. 3- Butterfly Bolt

You can adjust the angle as you want by loosening the conductor of the electric cable. After adjust- 4- Insulator Ring

ment, retighten the conductor. Otherwise, as the conductivity will decrease and the resistance will  5- Welding Dust Channel

increase, the temperature will increase unintentionally. Use the tip suitable for the wire diameter. 6- Safety Nut

If the inside diameter of the tip is too large, the arc cannot start easily and the welding current and  7- Conductive Connection (Cable Connection)
voltage will not be smooth. 8- Contact Nozzle

The end piece is a removable piece and periodic replacement is recommended. 9- Welding Powder Nozzle
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m . 1.2 Product Label

KAIYUAN

TANGSHAN KAIYUAN SPECIFIC WELDING EQUIPMENT CO., LTD.
NO. 130 QINGNAN ROAD, HIGH AND NEW TECHNOLOGY

INDUSTRIAL ZONE, TANGSHAN, HEBEI, CHINA.

MANUFACTURE DATE
WODEL MZC-1250F  MANUFACTURE No.
TVPE MZC-1250F19
=100
INPUT VOLTAGE | 1~110V/50Hz  WELDING CLRRENT
l2=1000A
INPUT CURRENT H INGHING SPEED 33-330cmmin

PROTECTION GRADE [P21G
SOLDER CAPACITY 8L

IIRE DIANETER
WIRE CAPACITY

02.4-04.8

20kg

NEIGHT 68kg

TRAVEL SPEED

15-125¢m/min

Manufacture Date
Manufacture No
Model

Type

Input Voltage
Welding Current

| Input Current

Inching Speed
Protection Grade
Wire Diameter

Solder Capacity

| Wire Capacity

Weight
Travel Speed

. 1.3 Technical Data

TECHNICAL DATA UNIT VALUE
Welding Wire Diameter mm 24,3.2,4.0,48
Arc Starting Types Touching, Rubbing
Welding Speed cm/min 15-125
Wire Feeding Speed cm/min 33-330
Dangling Setting Range of Machine Head mm 100x120 (vertical x horizontal orientation)
Between the head and Tractor Supply Rotation 360°
Oscillation Angle of Machine Head (Normal Direction) 45°
Swing angle of the machine head (front-back) 45°
Welding Flux Capacity It 8
Wire Spool Capacity kg 25
Dimensions mm 900x520x850
Dead Weight kg 68
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MZC-1250F19 Installation 15

¢ INSTALLATION

. 2.1 Installation and Operation Recommendations

Places where the machine will do the installation, the sunlight, dry, clean place and be unaffected by the rain.
Temperature should be between -10 °and 40 °.

« Mains voltage should be 3-phase 380 VAC + 10%, power capacity should be 150kVA. The copper cross section of the network cable should not be
less than 25 mm?.

« The copper cross section of the grounding cable should not be less than 25mm?.

Make Wiring Connections as in Figure:

» One end of the welding cable is connected to the (+) pole of the power source and the other end to the tractor’s torch.

» One end of the control cable is connected to the power supply, the other end to the 10-socket cable terminal of the control panel.

» One end of the ground cable is connected to the (-) pole of the power supply and the other end to the workpiece.

MAINS AC380-415V
WELDING MACHINE POWER SOURCE

@

B 83 GROUNDING CABLE
O O => o (More than 25 mm?)

ZD5-1080B

T bl @\R CONTROL CABLE

GROUND
CABLE

WELDING CABLE

TRACTOR

WORKPIECE
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16  Operation MZC-1250F19

] X operaion

. 3.1 User Interface

Vs
A V INCH UP

cm/min

INCH DOWN

CURRENT VOLTAGE TRAVEL SPEED
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speeo R w o
o 5 s o
OFF Q

o o
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ESCRAYCHNG E| POSITIVE Q Q
R o 5 1 0 '
ARC STARTING MODE WELDING FEEDING FUSE TRAVELING
CRATER CUR CRATER VOLT. FLASHBACK TIME POLARITY @) FUSE (24)

Digital Ammeter
Welding current is displayed instantly during welding. If welding is not performed, the adjusted current value is displayed.

Digital Voltmeter
Welding voltage is displayed instantly during welding. If welding is not performed, the adjusted voltage value is displayed. Source by setting / source
selection speed is displayed in cm / min (cm / min).

Welding Current Setting Button (Current)

The welding current is increased by turning the “current” button clockwise.
Welding Voltage Setting Button (Voltage)

The welding voltage is increased by turning the “voltage” knob clockwise.

Crater Current (Crater Cur.)

Crater current adjustment knob “crater cur” Is turned clockwise to increase the crater current. The crater current setting adjusts the ratio of the
welding current. The setting range is between 50% and 100% of the welding current.

Crater Voltage (Crater Volt.)

Crater voltage adjustment knob “crater volt." Is turned clockwise to increase the crater voltage. The crater voltage setting adjusts the ratio of the
welding voltage. The setting range is between 50% and 100% of the welding voltage.

Speed Adjustment (Travel Speed)
The speed of the tractor is increased by turning the speed adjustment knob “travel speed” clockwise.
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Burnback Time Setting (Flashback Time)

Itis used to adjust the burnback time of the welding wire. The time is increased by turning it clockwise. This feature prevents the wire from sticking
to the workpiece by continuing to deliver the welding voltage for a certain time after the welding is finished and the wire feed has stopped.

Start Source Button (Start)

After pressing the “Start” button, the submerged arc welding machine starts to apply voltage without load and to advance the welding wire. After
the arc starts, the welding machine automatically returns to normal welding operation.

Source Stop Button (Stop)
After pressing the “Stop” button, the submerged arc welding machine switches from the normal welding operation to the crater welding state, the
tractor stops the progress and the welding machine stops the welding within the burnback time.

Welding Wire Forward Push (Inch Down)

“Inch down” button is used to drive the welding wire manually. When you press the button, the wire feeder starts operating and the wire goes down.
At the same time (if arc start is in “touching” contact mode) it sends the wire feed touch signal. When the wire touches the workpiece (the workpiece
is connected to the - side of the welding machine, the wire to the + side), wire feeding stops automatically.

Welding Wire Retraction (Inch Up)
“Inch up”button is used to manually retract the welding wire.

Selection of Welding Wire Diameter (Diameter of Welding wire)

It is important to choose the same or very close diameter of the welding wire used. If the diameter of the wire used is different from the selected
value, the preset voltage value may differ from the actual value.

Power On / Off (Power)

Itis used to turn the tractor system on / off.

Forward / Reverse Source (Direction of Travel)

This button controls whether the tractor goes forward / backward or stops while welding automatically. If “forward” is selected, it moves in the
direction of the tractor’s clutch lever, and if it is selected “reverse’, it moves in the opposite direction.

Setting / Source Selection (Mode Switch)

If the button is “welding’, welding current and voltage are displayed on digital displays. In “speed” selection, the left display shows “0", and the right
display shows the welding speedinm /s.

Welding Polarity
Itis used to select the welding pole. The “positive” plus pole is the “negative” minus pole.

Wire Driving and Tractor Driving Fuse (Feeding Fuse Traveling Fuse)
To protect wire feeders and tractor engines. Both fuses are 2A.
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. 3.2 Submerged Arc Welding Process

« Power ups

Turn on the power supply by its switch. The fan starts running and the power light turns on. Turn the “Operation” button to ON. Set the “Mode switch”

button to the “SAW” position.

« Start the Tractor

Turn on the power switch on the tractor’s control panel. Set the “Mode switch” button to “welding”.

« Set Welding Current and Voltage

Set the welding current and voltage using the buttons “Welding current” and “welding voltage”. Set the welding crater current and voltage with the

buttons “crater current”and “crater voltage” Do not set the crater current and voltage too low.

« Set Speed

Set the “Mode switch” button to “speed” and adjust the welding speed from the “travel speed” button. Adjust the forward / reverse direction of the

tractor from the “Direction of travel” button.

« Adjust Wire Diameter

Set the wire diameter on the “Diameter of welding wire” knob. Set the appropriate burnback time according to the wire diameter.

« Make Welding Head Settings

Turn the clutch gear lever by hand. Make the traverse settings of the welding head. Adjust the welding wire according to the arc starting position. Make

sure the welding laser points to the place to be welded. Adjust the weld head up / down settings.

« Start Driving Wire

Press the “inch down” button and the machine will start to feed the wire.

» Ifarcstarting is in“touching” state; When the welding wire touches the workpiece, the tractor will stop feeding the wire automatically. If the tractor
does not automatically stop the wire feed, there may be insulating material between the wire and the workpiece or the connections may not he
made properly. If the wire does not drive even though the welding wire does not touch the workpiece, it may somehow be connected to the + pole
- pole or there is no load voltage before arc starting.

» Ifarcstarting is in” scratch “state; The distance between welding wire and workpiece should be around 1-2 mm.

- Start Source

Open the dust bin, the welding powder will flow into the workpiece. Press the ‘start’ button after the welding powder has poured into the workpiece.

The arc will start automatically and the tractor will start welding according to the preset settings.

« Terminate Source

When the end of the welding place is reached, close the hopper and press the ‘stop’button. As soon as you press the button, the tractor will stop and

continue welding according to the crater settings. The machine will stop working when you take your hand off the “stop” button.
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. 3.3 Reference Parameter Values

The following data are common technical parameters you can use for carbon steels.

Automatic Welding Parameters From Both Sides

Workpiece Wire | Groove Dimensions| . 14ins | Welding | Welding
Thickness | Channel Shape [Diameter Schemf aorb lork Voltage Current Speed
(mm) (mm) (degrees) | (mm) V) (A) (cm/min)
14 48 plus 80 6 35~ 36 750~760 37
P ’ inverse - - 36~ 38 630~650 50
P 48 plus 70 7 35~ 36 750~760 35
> inverse - - 36~38 630~650 50
l
18 48 plus 60 8 35~ 36 760~780 33
_ 1 > inverse - - 36~ 37 650~700 50
» 48 plus 55 13 36~ 37 780~800 30~32
4.8 inverse - - 36~38 750~800 42
4 4 4.8 plus 40 14 35~37 820~830 33
i ; i Ji 4.8 inverse 40 14 36~ 38 820~830 33
30 k 48 plus 80 10 37~ 39 950~980 30
b ’ inverse 60 10 36~ 38 900~920 33
Fill Welding Reference Parameters in Horizontal Position
Welding Foot K/mm |Wire®/mm| Current (A) [Voltage (V)[Speed (cm/min)
6 2 400 (60 reducer) 36 67
32 520 31~32 43
8
4 530 31~32 42~43
3,2 580 32~33 42~43
10
4 600 32~33 42~43
3,2 580 33~34 37~40
12 4 650 34~35 42
4,8 700 34~35 40

www.magmaweld.com
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m Reference Parameters of Double Sided Flat Welding Close Butt Welding in Horizontal Position

Front Drop

=2

| Ax \\

1
/ 05

Inverted Drop

Welding | Wi . . .
Thickness |Dieir| Welding Scheme Welding Current| Welding Voltage | Welding Speed
(A) V) (cm/min)
(mm) | (mm)
p 4 . plus 380~420 30 56
nverse 420~470 30 53~55
3 4 ] plus 440~480 32 50~52
Inverse 480~520 33 50~52
10 4 ] plus 520~570 32 45~46
Inverse 580~630 33 45~46
" 4 plus 620~670 34 1043
mverse 670~720 35 42
14 4 ) plus 680~720 37 40~42
mverse 720~750 39 37~-38
16 | as ) plus 780~850 34~36 38~42
mnverse 850~880 35~37 35~37
18 48 ] plus 820~860 37 37~38
mverse 870~900 37 33~37
0 |48 plus 850~900 36~38 33
mverse 900~930 38 27~30
» 48 ] pluS 870~920 37~39 27~30
mnverse 930~950 39~40 25~27

USER MANUAL | KULLANIM KILAVUZU

www.magmaweld.com




MZC-1250F19 Maintenance and Service ~ 21

@ MAINTENANCE AND SERVICE

Maintenance and repairs to the machine must be carried out by a qualified personnel.

Our company will not be responsible for any accidents that may occur by unauthorized interventions.

Parts that will be used during repair can be obtained from our authorized services. The use of original spare parts will extend the life of your machine
and prevent performance losses.

Always contact the manufacturer or an authorized service specified by the manufacturer.

Any unauthorized repair attempt other than by the manufacturer during the warranty period will cause all warranty provisions to be void.

Always comply with the applicable safety regulations during maintenance and repair.

Before performing any work on the machine for repair, disconnect the machine’s power plug from the power supply and wait for 10 seconds for the
capacitors to discharge.

.

.

.

.

.

.

. 4.1 Maintenance

-}
ré Every 3 Months s

« Do not remove the warning labels on the device. Replace the worn/torn labels with the new ones. Labels can be /
obtained from the authorized service.

« Check your clamps and cambles. Pay attention to the connections and the durableness of the parts.

« Replace the damaged/defective parts with the new ones. Do not ever make aditions to/repair the cables.

« Ensure adequate space for ventilation.

NOTE: The above mentioned periods are the maximum ones that should be applied if no problems are encountered in your device.

Depending on the work load and contamination of your work environment, you can repeat the above processes more frequently.
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m . 4.2 Welding Defects

Variable width

Variable welding speed

« Find and fix the problem

« Large variations in welding voltage

« Find and fix the problem

Poor wire conductivity

Find and fix the problem

Excessive or poor quality dust

« Adjust the amount of dust or replace the dust

The stacking is too much

.

Current too high and voltage too small

« Make the appropriate setting

Too large angle in upward sloping welding

+ Adjust the slope

Wrong position according to welding speed
and wire diameter

« Determine the appropriate position
according to speed and diameter

Poor welding shape

Weld metal bleed

.

Welding speed too low

Make the appropriate setting

Voltage is too high

Adjust the voltage

Very wide angle in downward curved welding

« Adjust the angle according to the position

« Wrong position according to welding speed

and wire diameter

« Determine the appropriate position based on
the speed and diameter

Dust on the upstream side is not enough

Adjust the covering position of the powder

Welding wire bent forward

« Straighten the part of the wire that reaches
the welding area

« Source area not clean « Pay attention to post-welding cleaning
« Powder is wet + Drythe powder

Roughness -

) + Reduce the dust layer thickness to less than
« Dust layer too thick
40 mm
« Welding wire position or angle wrong « Set up the welding wire
« Arcvoltage too high + Decrease the welding arc voltage
Undercut " : ) ;
« Welding current is too high + Reduce the welding current
+ Welding speed too high + Reduce the welding speed
« Welding wire not targeted to the correct point | « Set up the welding wire
Low spread - —

« Weld has too much curve extension + Welding with care
« Incorrect parameters

' (small urtent, high voltage) Set the parameters correctly

Lack of penetration - - -
« Welding trough not smooth « Straighten the welding groove
« Welding wire not targeted to the correct point | « Set up the welding wire
« The knot is not well cleaned « The knot should be cleaned completely
« Moist powder + The powder should be properly dried
« Foreign matters in dust « Powder should be sieved
Porosity « Powder layer of irreqular thickness or stuffy | + Adjust the powder thickness and clean the

chamber

hopper

Wire surface not well cleaned

The wire should be cleaned and used

.

Voltage is too high

+ Adjust the voltage
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« Workpiece material does not match wire
and powder

+ Selection of welding materials should be
done correctly

The carbon and sulfur ratio in the wire is very
high

« Selection of welding materials should be
done correctly

The first layer in the multilayer weld is too

Preheat or decrease the current.

incompatible

Cracking small Speed Reduction Ahead
« Welding trough too small + Adjust weld conditions and improve gutter
« Very high penetration of fillet welds « Set welding conditions and change polarity
« Inconsistent resource layout « Make the source layout consistent
« High hardness of the workpiece « Apply preheat and slow cooling after welding
Burn » Welding conditions and other factors are - (reate suitable welding conditions

www.magmaweld.com
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m . 4.3 Error Information

- Before deciding whether your machine is out of order or not, check the fuses, cable connections, loose bolts, buttons and machine settings.
- The table below contains possible malfunctions and solutions for these malfunctions.

-E =
£ | £
s [ 2 =
2|z g
£ gl = gl =
Solution of the 12 E 2 5 = I S
° s i~ "E ] = 2
Fault Defect sl 22| 2| =] 2
g < < = = = =
S 4 = 2 = S ]
o 9 = = ] = =
sl s 2] 2]1%5| =
= =2 | 3 g s @ g
= = = @ = = &
SEl=[=| s s S| ¢
[ [ 4 @ -3 ~ o=
= H = =S a =< =
« May not be connected
Control Board y v v
« The fuse may be blown v v
- (Cable may be broken v v | Vv
« +/- output terminals may not be tightly connected v v
Electric Cable « (able section is not thick enough, it may be burnt v
« The cables used may be twisted or entangled v
« There may be short circuit between -+/- output terminals v
« There may be breakage due to bending vV IV Vv v | Vv
Control Cable - Connections may not be tight v I vV | Vv v | v
« May be broken or crushed by weight v I vV |V v | v
) « (able section is not thick enough, it may be burnt v
Extension Cable -
« The cables used may be twisted or entangled v
« Power supply may not be turned on v v
Power Source . -
- Faultindicator light may be on v v
« Wire drive reel may be incompatible with wire diameter v vV IV |V
« Wire drive spool teeth may be worn v v | v
Wire Feed Unit « Wire drive reel may be tightening the wire loose or too hard v vV iV Vv
« Wire feeder unit is not placed properly v vV IV |V
« Welding wire may be crooked v v IV |V
- Torch not securely attached to wire feeder v v | Vv
Torch Bodyand | + Torch lead connection may be loose v N4
Torch Cable « Nozzle diameter and wire diameter may not match v v | v
« The nipple may be loose or worn v v | Vv
Work Piece and « May be contaminated with rust, dirt, oil or paint v v
0f cable « (able may be loosely attached to the workpiece v v
Condition « The electrical conductivity of the base metal may not be good v v
« Free wire length may be too |
Source Status wlre ength may be too long : v v
« Welding current, voltage, angle and speed may not be uniform v v
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. 4.4 Other Errors and Solutions

If the welding wire sticks to the contact nozzle or work piece;

Are the welding parameters No If the contact sticks to the nozzle, reduce the welding voltage.
suitable? If it sticks to the workpiece, increase the welding voltage.

*Yes — — - -

If the sticking occurs when the welding is about to end, the problem is solved by changing the flash
) No back time setting.
Contacttip worn If the welding wire sticks to the contact nozzle, turn the knob to the left, if it sticks to the
iYes workpiece, turn the knob to the right. Also, the crater tension should not be too high or too low.
Replace contact tip.

If the wire is retracted but not propelled when the machine is set to the “Contact” position, it is usually because the contact detection
function is active. When the wire feed button is pressed, a signal will come for contact detection. If there is a short circuit between the positive and
negative poles (resistance is 5kQ), this signal can be mistaken for a short circuit fault. (First check if SW2 matches the existing connection or not)

With the contact detection function, the isolation status of the welding head is detected, except that the connection status between the welding wire
and the workpiece is detected. For example, when welding the fillet in a horizontal position, when the slag chamber or welding wire touches the
workpiece, the wire is not driven forward but can be retracted. This way, you can avoid damage caused by accidental contact between the slag hopper
and the workpiece.

Remove the wires at the +and - |_No__,
pole and check if the wire feed is

working. ‘ *
* Yes No

Check P board KPD21 of power supply )
Yes N
Check the welding head's P card KMP22. Chedk the SCR1-6 thyristor.

Turn off the machine, check if the resistance between + and - pole is greater than 5k.

Checkiif there is a cross
connection between the two

cables.

Yes No
Cross Examine the
link weld head
remove. insulation.
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P ANNEX 1- SPARE PARTS LIST

4 5 /s 9
3\ INCH U 10
—
H
1
2 m/hll wew oown 11
CURRENT
7
1 2 o START 12
e @
DIRECTION DIAMETER OF WELDING
POWER MODE SWITCH OF TRAVEL WIRE TP
32 40
<SPEED FORWARD 24 48 13
[/ =' -
o <WELDING = ‘REVERSE
14
75% 75% /
JOUCHING NEGA E
g j SCRATCHING FOSmV
P4 100 %
2w | GRATER 0B, GRATER VOLT. FLASHBACK THE /4R STARTING !’&“}e FESEE”(";i, At
y :
5 2 19 18 17 16 15
23 24
o o

| -27

E TSM16780, %

]

i

o\E]]
z\ﬂ]
s

©0

32 3

USER MANUAL | KULLANIM KILAVUZU www.magmaweld.com




MZC-1250F19

Annex 1-Spare Parts List 27

P ANNEX 1- SPARE PARTS LIST

NO DEFINITION EXPLANATION MATERIAL CODE
1 Power Button SA15 AJ36100F

2 Welding Current Setting Button SW1 RV24YN20FB14
3 Digital Ammeter PV XL5135V-3T
4 Welding Voltage Adjustment Button SW2 RV24YN20FB14
5 Digital Voltmeter PA XL5135V-3T
6 Welding Speed Adjustment Button SW3 RV24YN20FB14
7 Indicator Light LED1 DB40ONBG

8 Indicator Light LED2 DB40NBG

9 Wire Retract Button SA3 MSU50106
10 Wire Forward Button SA2 MSU50107
n Start Source Button SA4 MSU50108
12 Stop Source Button SAS MSU50109
13 Insurance FU1 61NRO20H
14 Insurance FU2 6TNRO20H
15 Welding Pole Button SAN DS-850A00B
16 Wire Diameter Adjustment Button SA8 RS25-4

17 Welding Direction Button SA6 BR-23A-11P8
18 Arc Start Mode Button SA9 DS-850A008
19 Burnback Time Setting Button SWe6 RVH60AF20B15
20 Indicator Button SA7 DS-850A008
21 Crater Voltage Adjustment Button SW5 RVH60AF20B14
22 Crater Current Adjustment Button SW4 RVH60AF20B14

KPM2112
23 Electronic Card KPM2122
KPM2132

24 Ceramic Resistor R1,R2 SFW20A4R7
25 Relay (R2 LY2)24vDC
26 Relay Socket PTFO8A-E
27 Control Transformer ™ TSM16780
28 Wire Feed Motor Socket XS2 XS16J3YBL
29 Tractor Drive Motor Socket XS3 XS16J2YBL
30 Control Cable Socket XS1 YD28K10Z

www.magmaweld.com
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) GUVENLIK KURALLARI

Kilavuzda Yer Alan Tiim Giivenlik Kurallarina Uyun!

Giivenlik Bilgilerinin - Kilavuzda yer alan giivenlik sembolleri potansiyel tehlikelerin tanimlanmasinda kullanilir.
Tanimlanmasi - Bu kilavuzda herhangi bir giivenlik sembolii gériildiigiinde, bir yaralanma riski oldugu anlagiimali ve
takip eden aciklamalar dikkatlice okunarak olasi tehlikeler engellenmelidir.
A @ « Makine sahibi, yetkisiz kisilerin ekipmana erismesini engellemekten sorumludur.
« Makineyi kullanan kisiler kaynak konusunda deneyimli veya tam egitimli kisiler olup; ¢alisma
oncesinde kullanma kilavuzunu okumali ve giivenlik uyanlarina uymalidir.

Giivenlik Sembollerinin
Tammlanmasi
DIKKAT .
A Yaralanma ya da hasara neden olabilecek potansiyel tehlikeli bir durumu belirtir. Onlem alinmamasi
durumunda yaralanmalara veya maddi kayiplara/hasarlara neden olabilir.

@ ONEMLI
Kullanima ynelik bilgilendirmeleri ve uyanlar belirtir.
a_p TEHLIKE
‘Q'_ Ciddi tehlike oldugunu gdsterir. Kaginilmamasi durumunda 6lim veya agir yaralanmalar meydana
gelebilir.

Kullanim kilavuzunu, makine izerindeki etiket ve giivenlik uyarilanini dikkatli bir sekilde okuyunuz.
Makine iizerindeki uyan etiketlerinin iyi durumda oldugundan emin olunuz. Eksik ve hasarli etiketleri
degistiriniz.

Makinenin nasil calistinldigini, kontrollerinin dogru bir sekilde nasil yapilacagini 6greniniz.
Makinenizi uygun calisma ortamlarinda kullaniniz.

Makinenizde yapilabilecek uygunsuz degisiklikler makinenizin giivenli calismasina ve kullanim
omriine olumsuz etki eder.

Cihazin belirtilen kosullar disinda calistinimasindan dogan sonuglardan iiretici sorumlu degildir.

Giivenlik Uyarilarinin
Kavranmasi

Elektrik Carpmalar: - B g
LGS 1y 0un oldugundan emin olun ve makinenin yetkili kisiler tarafindan kurulmasini saglayn.

AT

I e

Kuru ve saglam izolasyonlu eldiven ve is onliigi giyin. Islak ya da hasar gormiis eldiven ve is dnliikle-
rini kesinlikle kullanmayin.

Elektroda ciplak elle dokunmayin.

Elektrik tastyan parcalara kesinlikle dokunmayin.

Eger calisma yiizeyine, zemine ya da baska bir makineye bagli elektrodla temas halindeyseniz
kesinlikle elektroda dokunmayin.

(alisma yiizeyinden ve zeminden kendinizi izole ederek olasi muhtemel elektrik soklarindan koruna
bilirsiniz.Calisma yiizeyiyle operatdriin temasini kesecek kadar bilyiik, yanmaz, elektriksel agidan
yalitkan, kuru ve hasarsiz izolasyon malzemesi kullanin.

Elektrod pensesine birden fazla elektrod baglamayin.

Makineyi kullanmadiginiz durumlarda kapali tutun.

Makineyi tamir etmeden 6nce tiim gii¢ baglantilarini ve/veya baglanti filerini ¢ikartin ya da makine-

yi kapatin.
Uzun sebeke kablosu kullanirken dikkatli olun.

Tiim kablolar olasi hasarlara karsi sik sik kontrol edin. Hasarli ya da izolasyonsuz bir kablo tespit
edildiginde derhal tamir edin veya degistirin.
Elektrik hattinin topraklamasinin dogru yapildigindan emin olun.
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Hareketli Parcalar Yaralanmalara
Yol Acabilir

A

« Hareket halinde olan nesnelerden uzak durun.
« Makine ve cihazlara ait tiim kapak, panel, kapi, vb. koruyuculari kapali ve kilitli tutun.
« Agir cisimlerin diisme olasiligina karsi metal burunlu ayakkabi giyin.

Duman ve Gazlar
Saghgimz igin
Zararli Olabilir

ARS

,
- %

%

Kaynak ve kesme islemi yapilirken ¢itkan duman ve gazin uzun siire solunmasi ¢ok tehlikelidir.

« Gozlerde, burunda ve bogazda meydana gelen yanma hissi ve tahrisler, yetersiz havalandirmanin
belirtileridir. Boyle bir durumda derhal havalandirmayi arttirin, sorunun devam etmesi halinde
kaynak islemini durdurun.

(alisma alaninda dogal ya da suni bir havalandirma sistemi olusturun.

Kaynak ve kesme islemi yapilan yerlerde uygun bir duman emme sistemi kullanin. Gerekiyorsa tim
atolyede biriken duman ve gazlari disariya atabilecek bir sistem kurun. Desarj esnasinda cevreyi
kirletmemek icin uygun bir filtrasyon sistemi kullanin.

Dar ve kapali alanlarda alisiyorsaniz veya kursun, berilyum, kadmiyum, cinko, kapli ya da boyali
malzemelerin kaynagini yapiyorsaniz, yukandaki onlemlere ilave olarak temiz hava saglayan maske-
ler kullanin.

Gaz tiipleri ayri bir bélgede gruplandinimissa buralarin iyi havalanmasini saglayin, gaz tiipleri
kullanimda degilken ana vanalarini kapali tutun, gaz kacaklarina dikkat edin.

Argon gibi koruyucu gazlar havadan daha yogundur ve kapali alanlarda kullanildiklan takdirde
havanin yerine solunabilirler. Bu da sagliginiz icin tehlikelidir.

Kaynak islemlerini yaglama veya boyama islemlerinde aciga ¢ikan klorlu hidrokarbon buharlarinin
oldugu ortamlarda yapmayin.

Ark Isigi
Gozlerinize ve Cildinize
Zarar Verebilir

« Gozlerinizi ve yiiziiniizii korumak igin uygun koruyucu maske ile ona uygun (EN 379‘a gore 4ila13)
cam filtre kullanin.

« Viicudunuzun diger ¢iplak kalan yerlerini (kollar, boyun, kulaklar, vb) uygun koruyucu giysilerle bu
isinlardan koruyun.

« Cevrenizdeki kisilerin ark isinlarindan ve sicak metallerden zarar gormemeleri icin calisma alaninizi
g0z hizasindan yiiksek, aleve dayanikli paravanlarla gevirin ve uyari levhalari asin.

« Buz tutmus borulanin isitiimasinda kullaniimaz. Kaynak makinesiyle yapilan bu islem tesisatinizda
patlama, yangin veya hasara neden olur.

Kivilcmlar ve Sigrayan

- Kaynak yapmak, yiizey taslamak, fircalamak gibi islemler kivilamlara ve metal parcaciklarinin

Pargalar Gozlerinizi  sicramasina neden olur. Olugabilecek yaralanmalan dnlemek icin kaynak maskesinin altina, kenar
Yaralayabilir ~ korumaliklar olan onaylanmis koruyucu is gézliikleri takin.
Sicak Parcalar Air - Sicak parcalara ¢iplak el ile dokunmayin.

Yaniklara Neden Olabilir

AN

« Makinenin parcalari iizerinde calismadan dnce sogumalari icin gerekli siirenin gegmesini bekleyin.
« Sicak parcalan tutmaniz gerektiginde, uygun alet, isil izolasyonu yiiksek kaynak eldiveni ve yanmaz
giysiler kullanin.

Giiriiltii, Duyma
Yeteneginize
Zarar Verebilir

AO

« Bazi ekipman ve islemlerin olusturacadi giiriiltdi, duyma yeteneginize zarar verebilir.
« Eger giiriiltii seviyesi yiiksek ise onaylanmig kulak koruyucularini takin.
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USER MANUAL | KULLANIM KILAVUZU




32 Giivenlik Kurallan

MZC-1250F19

Kaynak Teli Yaralanmalara
Yol Acabilir

A

- Kaynak teli sargisini bosaltirken torcu viicudun herhangi bir bolimiine, diger kisilere ya da herhangi

bir metale dogru tutmayin.

« Kaynak telini makaradan elle acarken dzellikle ince caplarda tel, bir yay gibi elinizden firlayabilir,

size veya cevrenizdeki diger kisilere zarar verebilir, bu islemi yaparken ozellikle gozlerinizi ve yiiziinii-
zii koruyun.

Kaynak Islemi
Yanginlara ve
Patlamalara Yol A¢abilir

« Yania maddelere yakin yerlerde kesinlikle kaynak yapmayin. Yangin ¢ikabilir veya patlamalar olabilir.
« Kaynak islemine baslamadan 6nce bu maddeleri ortamdan uzaklastirin veya yanmalarini ve harlama-

larini dnlemek icin koruyucu drtiilerle distlerini drtiin.

« Bualanlarda ulusal ve uluslararasi ozel kurallar gecerlidir.

Tamamen kapali tiiplere ya da borulara kaynak ve kesme islemi uygulamayin.

Tiip ve kapali konteynerlere kaynak yapmadan dnce bunlari agin, tamamiyla bosaltip, havalandinp
temizleyin.

Bu tip yerlerde yapacaginiz kaynak islemlerinde miimkiin olan en biiyiik dikkati gosterin.

iinde daha 6nce, patlama, yangin ya da diger tepkimelere neden olabilecek maddeler bulunan tiip
ve borulara bog dahi olsalar kaynak yapmayin.

Kaynak ekipmanlari isinirlar. Bu nedenle kolay yanabilecek veya hasar gorebilecek yiizeylerin iizerine
yerlestirmeyin!

« Kaynak kivilamlari yangina sebep olabilir. Bu nedenle yangin sondiiriicii tiip, su, kum gibi malzeme-

leri kolay ulagabileceginiz yerlerde bulundurun.

« Yania, patlayici ve basingl gaz devreleri iizerinde geri tepme ventilleri, gaz regiilatdrleri ve vanalarini

kullanin. Bunlarin periyodik kontrollerinin yapilip saglikli calismasina dikkat edin.

Makine ve Aparatlara
Yetkisiz Kisiler Tarafindan
Bakim Yapilmasi
Yaralanmalara

Neden Olabilir

AKX

« Elektrikli cihazlar yetkisiz kigilere tamir ettirilmemelidir. Burada yapilabilecek hatalar kullanimda

ciddi yaralanmalara veya dliimlere neden olabilir.

« Gaz devresi elemanlari basing altinda calismaktadir; yetkisiz kisiler tarafindan verilen servisler

sonucunda patlamalar olabilir, kullanicilar ciddi sekilde yaralanabilir.

« Makinanin ve yan birimlerinin her yil en az bir kez teknik bakiminin yaptinimasi tavsiye edilir.

Kiigiik Hacimli
Kapali Alanlarda Kaynak

A

« Kiiciik hacimli ve kapali alanlarda mutlaka bir baska kisi esliginde kaynak ve kesme islemlerini yapin.
« Miimkiin oldugu kadar bu tarz kapali yerlerde kaynak ve kesme islemleri yapmaktan kaginin.

Tasima Esnasinda
Gerekli Gnlemlerin
Alinmamasi

Kazalara Neden Olabilir

A&

« Makinenin taginmasinda gerekli tiim dnlemleri aliniz. Tasima yapilacak alanlar, tagimada kullanilacak

parcalar ile tagimay gerceklestirecek kisinin fiziki kosullart ve sagligi tasima islemine uygun olmalidir.
Bazi makineler son derece agirdir, bu nedenle yerleri degistirirken gerekli cevresel giivenlik Gnlemleri-
nin alindigindan emin olunmalidir.

Kaynak makinesi bir platform iizerinden kullanilacaksa, bu platformun uygun yiik tasima sinirlarina
sahip oldugu kontrol edilmelidir.

Bir vasita yardimi ile (tagima arabasl, forklift vb.) tasinacak ise vasitanin ve makineyi vasitaya
baglayan baglanti noktalarinin (tasima askisi, kayis, civata, somun, tekerlek vb.) saglamhgindan
emin olunuz.

« Elle tagima iglemi gerceklegtirilecek ise Makine aparatlarinin (tagima askisi, kayis vb.) ve baglantilari-

nin saglamligindan emin olunuz.

USER MANUAL | KULLANIM KILAVUZU

www.magmaweld.com




MZC-1250F19 Giivenlik Kurallan 33

« Gerekli tagima kogullarinin saglanmasi icin Uluslararasi Calisma Orgiitiiniin tasima agirlig ile ilgili
kurallarini ve iilkenizde var olan tasima yonetmeliklerini g6z 6niinde bulundurunuz .

« Gii¢ kaynaginin yerini degistirirken her zaman tutamaklari veya tasima halkalarini kullanin. Asla torc,
kablo veya hortumlardan ¢ekmeyin. Gaz tiiplerini mutlaka ayn tastyin.

« Kaynak ve kesme ekipmanlarini tagimadan dnce tiim ara baglantilarini sékiin, ayn ayn olmak iizere,
kiiciik olanlan saplarindan, biiyiikleri ise tasima halkalarindan ya da forklift gibi uygun kaldirma
ekipmanlari kullanarak kaldirin ve tagiyin.

Diisen Pargalar Yaralanmalara - e D L oy
L UL yaralanmalara ve diger nesnelerde de maddi hasara neden olabilir.

A @ ||C‘)!| « Makinenizi diismeyecek ve devrilmeyecek sekilde maksimum 10° egime sahip zemin ve platformlara
yerlestirin. Malzeme akisina engel olmayacak, kablo ve hortumlara takilma riskinin olusmayacag,
hareketsiz; ancak genis, rahat havalandinlabilecek, tozsuz alanlan tercih edin. Gaz tiiplerinin devril-
memesi icin tiipe uygun gaz platformu bulunan makinelerde platformun iizerine, sabit kullanimlarda
ise devrilmeyecek sekilde zincirle duvara sabitleyin.

« Operatdrlerin makine iizerindeki ayarlara ve baglantilara kolayca ulagsmasini saglayin.

Asin Kullanim Makinenin

(alisma gevrimi oranlarina gore makinenin sogumasina miisaade edin.

Asini Issnmasina - Akimi veya calisma cevrimi oranini tekrar kaynaga baglamadan énce disiiriin.
Neden Olur - Makinenin havalandirma giriglerinin oniinii kapamayin.
=+ Makinenin havalandirma giriglerine, iiretici onay1 olmadan filtre koymayin.
D&
Ark Kaynagi - Bu cihaz TS EN 55011 standardina gére EMC testlerinde grup 2, class A dir.

Elektromanyetik Parazitlere - Bu class A cihaz elektriksel giiciin alcak gerilim sebekeden saglandigi meskun mahallerde kullanim
Neden Olabilir ~ amacyla iiretilmemistir. Bu gibi yerlerde iletilen ve yayilan radyo frekans parazitlerinden dolayi

elektromanyetik uyumlulugu saglamakla ilgili muhtemel zorluklar olabilir.
@A Bu cihaz [EC 61000 -3 - 12 uyumlu degildir. Evlerde kullanilan alcak gerilim sebekesine

baglanmak istenmesi durumunda, elektrik baglantisini yapacak tesisatcinin veya
makineyi kullanacak kisinin, makinenin baglanabilirligi konusunda bilgi sahibi olmasi

L 4| gereklidir, bu durumda sorumluluk kullaniciya aittir.

« (alisma bolgesinin elektromanyetik uyumluluga (EMC) uygun oldugundan emin olun. Kaynak veya
kesme islemi esnasinda olusabilecek elektromanyetik parazitler, elektronik cihazlarinizda ve sebeke-
nizde istenmeyen etkilere neden olabilir. Islem sirasinda olusabilecek bu parazitlerin neden olabilece-
di etkiler kullanicinin sorumlulugu altindadr.

« Eger herhangi bir parazit olusuyorsa, uygunlugu saglamak icin; kisa kablo kullanimi, korumali (zirhlr)
kablo kullanimi, kaynak makinesinin baska bir yere tasinmasl, kablolarin etkilenen cihaz ve/veya
bdlgeden uzaklastirmasl, filtre kullanimi veya ¢alisma alaninin EMC agisindan korunmaya alinmasi
gibi ekstra onlemler alinabilir.

« Olasi EMChasarlarini engellemek icin kaynak islemlerinizi hassas elektronik cihazlarinizdan miimkiin
oldugunca uzakta (100m) gerceklestirin.

« Kaynak kesme makinenizin kullanma kilavuzuna uygun sekilde kurulup yerlestirildiginden emin olun.

=
-

www.magmaweld.com USER MANUAL | KULLANIM KILAVUZU




34 Giivenlik Kurallan

MZC-1250F19

Calisma Alaninin
Elektromanyetik Uygunlugunun
Degerlendirilmesi

D&

IEC 60974-9 madde 5.2ye gore;

Kaynak ve Kesme donanim tesis etmeden dnce, isletme yetkilisi ve/veya kullanici, gevredeki olasi

elektromanyetik parazitler hakkinda bir inceleme yapmalidir. Asagida belirtilen haller gz 6niinde

bulundurulmahdir;

a)Kaynak makinesi ve donaniminin iistiinde, altinda ve yanindaki diger besleme kablolari, kontrol
kablolan, sinyal ve telefon kablolar,

b)Radyo ve televizyon vericileri ve alicilan,

¢) Bilgisayar ve diger kontrol donanimi,

d)Kritik giivenlik donanimi, Grnegin endiistriyel donanimin korunmasi,

) Cevredeki insanlarin tibbi aparatlan, drnegin kalp pilleri ve isitme cihazlari,

f) Olcme veya kalibrasyon iin kullanilan donanim,

g)Ortamdaki diger donanimin bagisiklidr. Kullanici, cevrede kullaniimakta olan diger donanimin
uyumlu olmasini saglamalidir. Bu, ilave koruma énlemleri gerektirebilir,

h)Kaynak isleminin ya da diger faaliyetlerin giin icindeki gerceklestirilecedi zaman, gz oniine alinarak
cevrenin bilyiikligd, binanin yapisina ve binada yapiimakta olan diger faaliyetlere gore inceleme
alani sinirlan genisletilebilir.

Alanin degerlendirilmesine ek olarak cihaz kurulumlarinin degerlendirilmesi de bozucu etkinin ¢oziimii

icin gerekli olabilir.

Gerek gériilmesi durumunda, yerinde 6lgiimler azaltici nlemlerin verimliliklerini onaylamak icin de

kullanilabilir.

(Kaynak: IEC 60974-9).

Parazit Azaltma
Yontemleri

OA

(ihaz tavsiye edilen sekilde ve yetkili bir kisi tarafindan elektrik sebekesine baglanmalidir. EGer
parazit olugursa sebekenin filtrelenmesi gibi ek Gnlemler uygulanabilir. Sabit montajli ark kaynag
ekipmaninin beslemesi metal bir boru icerisinden veya esdeger ekranli bir kablo ile yapiimalidir.
Ekran ile gii¢ kaynaginin mahfazasi bagl olmali ve bu iki yapi arasinda iyi bir elektriksel temas
saglanmalidir.

Cihazin tavsiye edilen rutin bakimlan yapiimalidir. Cihaz kullanimdayken, kaportanin tiim kapaklar
kapali ve/veya kilitli olmalidir. Cihaz iizerinde iireticinin yazili onay olmadan standart ayarlan diginda
herhangi bir degisiklik, modifikasyon kesinlikle yapilamaz. Aksi durumda olusabilecek her tiirlii
sonugtan kullanict sorumludur.

Kaynak kablolan miimkiin oldugunca kisa tutulmalidir. Calisma alaninin zemininden yan yana olacak
sekilde ilerlemelidirler. Kaynak kablolan hicbir sekilde sariimamalidir.

Kaynak esnasinda makinede manyetik alan olusmaktadir. Bu durum makinenin metal parcalan kendi
lizerine cekmeye sebebiyet verebilir. Bu gekimi engellemek adina metal malzemelerin giivenli
mesafede veya sabitlenmis oldugundan emin olunuz. Operatdr, hiitiin bu birbirine baglanmis metal
malzemelerden yalitiimalidir.

is parcasinin elektriksel giivenlik amaciyla veya boyutu ve pozisyonu sebebiyle topraga baglanmadign
durumlarda (6rnegin gemi gdvdesi veya celik konstriiksiyon imalati) is parcasi ile toprak arasinda
yapilacak bir baglanti bazi durumlarda emisyonlan diisirebilir. is parcasinin topraklanmasinin
kullanicilarin yaralanmasina veya ortamdaki diger elektrikli ekipmanlarin ariza yapmasina neden
olabilecedi unutulmamalidir. Gerekli hallerde is parasi ile toprak baglantisi dogrudan baglanti
seklinde yapilabilir fakat dogrudan baglantiya izin verilemeyen bazi iilkelerde baglanti yerel diizenle-
me ve yonetmeliklere uygun olarak, uygun kapasite elemanlar kullanilarak olusturulabilir.

(alisma alanindaki diger cihazlarin ve kablolarin ekranlanmasi ve muhafazasi bozucu etkilerin oniine
gecilmesini saglayabilir. Kaynak bolgesinin tamaminin ekranlanmasi bazi 6zel uygulamalar icin
degerlendirilebilir.
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Ark Kaynagi - Herhangi bir iletken iizerinden gecen elektrik akimi, bolgesel elektrik ve manyetik alanlar (EMF)
Elektronmanyetik olusturur.
Alana (EMF) Neden Olabilir Biitiin kaynakgilar, kaynak devresinden gelen EMF'ye maruz kalmanin sebep oldugu riski en aza
= indirmek icin asagidaki prosediirleri uygulamalidir;
@ 0 + Manyetik alani azaltmak adina kaynak kablolan bir araya getirilmeli, miimkiin oldugunca birlestirici
malzemelerle (bant, kablo bagi vb.) emniyet altina alinmalidir.
« Kaynakginin/calisanin gévdesi ve basl, kaynak makine ve kablolarindan miimkin oldugunca uzakta
tutulmalidir,
« Kaynak kablolar viicudun etrafina hichir sekilde sarimamalidir,
« Viicut, kaynak kablolarinin arasinda kalmamalidir. Kaynak kablolarinin her ikisi yan yana olmak iizere
viicudun uzaginda tutulmalidir,
« Doniis kablosu i parcasina, kaynak yapilan bolgeye miimkiin oldugunca yakin bir sekilde baglanma-
Iidir,
« Kaynak giic tinitesine yaslanmamal, iizerine oturmamali ve ¢ok yakininda calisiimamalidr,
« Kaynak teli besleme birimi veya kaynak giic tinitesini tagirken kaynak yapiimamalidir.
EMF ayrica, kalp pilleri gibi tibbi implantlarin (viicut icine yerlestirilen madde) calismasini bozabilir.
Tibbi implantlart olan kisiler igin koruyucu 6nlemler alinmalidir. Ornegin, yoldan gegenler icin erisim
siirlamas koyulabilir veya kaynakgilar icin bireysel risk degerlendirmeleri yapilabilir. Bir tip uzmani
tarafindan, tibbi implantlari olan kullaniclar icin risk degerlendirmesi yapilip, éneride bulunulmalidir.

Koruma - Makineyi yagmura maruz birakmayn, lizerine su sigramasina veya basincli buhar gelmesine engel

OloM

Enerji Verimliligi - Yapacaginiz kaynaga uygun kaynak yontemi ve kaynak makinesi tercihinde bulunun.
- Kaynak yapacaginiz malzemeye ve kalinligina uygun kaynak akimi ve/veya gerilimi segin.
@ ’ - Kaynak yapmadan uzun siire beklenilecekse, fan makineyi soguttuktan sonra makineyi kapatin. Akilli
fan kontrolii olan makinelerimiz (iiriinlerimiz) kendi kendine duracaktir.

Atik Prosediirii - Bu cihaz evsel atik degildir. Avrupa Birligi direktifi ile ulusal yasa ercevesinde geri dniisime yonlen-

dirilmek zorundadr.
@ n « Kullanilmis makinenizin atik yonetimi hakkinda saticinizdan ve yetkili kisilerden bilgi edinin.
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[ TEKNIK BiLGILER
. 1.1 Makine Bilesenleri
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Sekil 1: MZC-1250F19 Goriiniim
1-Kaynak Teli Yonlendiricisi 9- Kaynak Torcu Asagi-Yukari Ayari

2- Kontrol Paneli 10- Kaynak Torcu Sag-Sol Ayari
3- Kaynak Teli Tastyicisi 11-Tel Siirme Unitesi

4- Kaynak Teli Makarasi 12- Tagiyia Govde

5-Tastyici Govde Sag-Sol Ayan 13- Kaynak izi Takip lsigi

6- Siiriicii Araba 14- Kaynak Tozu iletim Borusu
7- Kaynak Tozu Deposu 15- Kaynak Torcu

8- Kaynak Teli Sikilik Ayan
1- Siiriicii Araba
DCavans ayarlamali elektromotor ve elle (manuel) kavramali mekanizma icerir.
2- Tastyia1 Govde Sag/SolAyan
3- Kaynak Teli Makarasi
Kaynak teli makarasinin kapasitesi 25 kg.dir. Capi 300mm olup, 300mm capl kaynak teli tasiyicisi dogrudan yerlestirilebilir. Kaynak teli makarasi,
gevsemeyi dnleme amaciyla daralan/genigleyen yapiya sahiptir. Biitiin bir kaynak tastyicisi kurmak istedidinizde sikistirma kulbunu skin, 6n kapagi
¢ikarin, kaynak telini tel makarasina yerlestirin, kaynak telinin ic kaputunu sabitleyin, 6n kapad takin ve sikistirma kulbunu takin.
4- Kaynak Teli Tagiyiaist
Kaynak teli tagiyiaist kaynak teli makarasini tutan bir parcadir. Tagtyicinin vidasi ile makaranin sikiligi ayarlanabilir.
5- Kontrol Paneli
Ayrintili bilgiyi Bolim 1.2 de bulabilirsiniz.
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6- Kaynak Teli Yonlendiricisi

Kaynak telini normal hizda ve sabit acida yonlendirmeye yarar.

7- Kaynak Tozu Deposu

Kaynak tozu buraya konur. En fazla 8 litre toz alabilir. Tekrar kullanilan toz kullaniyorsaniz siizerek kullaniniz.

8- Kaynak Teli Sikilik Ayar

Kaynak telini sikilagtirmak icin kullanilir. Sikilastirma ortalama bir kuvvette olmalidir. Eger kuvvet az olursa tel yeterince sikilasmaz ve kaynak diizgiin
olmayabilir. Eger kuvvet fazla olursa tel siirme diizgiin gerceklesmez ve parcalar zarar gorebilir.

Diisiik Baski Normal Baski Asin Baski

9/10- Kaynak Torcu Asagi/Yukari Sag/Sol Ayari

Kaynak torcu asagi/yukari, sag/sol ve agisi ayarlanabilmektedir.

Asagi/Yukan Ayar

Kol 1

Bu kol makine kafasini yukari asagi ayarlamaya yarar. Kaynaktan dnce ark uzunlugunu ve kaynak esnasinda ince ayar yapma olanag saglar. Aynca
altigen avata siirtinmeyi ayarlar (sekil 5 bakin) ve ince ayar yapmayi daha kolay hale getirir.

Kol 2

Kolu gevsetin ve kare seklindeki blogun hareket eder ve asagi yukari ayarlamayi yapabilirsiniz. Kafay istediginiz gibi ayarladiktan sonra kolu sikin. 1. ve
2. kolu beraber kullanarak ¢ok daha iyi ayar yapabilirsiniz.

Sag/Sol Ayari

Kol 3

Kaynaktan dnce veya kaynak esnasinda saga ve sola dogru ince ayar yapmayi saglar. 1 nolu civatayi gevsetip, blogu istedidiniz gibi ayarlayin ve avatayi

tekrar sikin.

z e

Capraz Baglanti

o~

0o > D {(2)}

Kol 3

Kare Blok
O

-

il

i¢ Taraftaki
Altigen Civata

Dis Taraftaki
Altigen Civata

=l

Dikey Govde
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Agi Ayan
1 nolu kolu cevirip acarak kafayr 45° oynatabilirsiniz. (Sekil A)
2 nolu kolu cevirip acarak kafayi 45° oynatabilirsiniz. (Sekil B)

(Sekil A) ($ekil B)
istendiginde 1 nolu kolu cikararak kare blok ile makine kafasini 90° déndiirebilirsiniz. Dis taraftaki altigen cvatayr sokerek ayarlama mekanizmasini
biitiin olarak ¢ikarabilirsiniz. L seklindeki dirsegi ihtiyaciniza gore yerlegtirebilirsiniz.

Agi ayan sayesinde kesisen dik saclar, levhalarin ve daha bircok alanda tozalti kaynak makinenizi kullanabilirsiniz.
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11-Tel Siirme Unitesi

Tel siirme iinitesi, DC elektromotor, rediiktor, “V" oluklu ve digli tel sirme makarasi, baski ayar somunu, baski makarasi ve makara kilit somunundan

olusmaktadir.

Baski Ayar Somunu
-~

icin digeri 3.2-5.0 mm capindaki teller icindir.

Makara Kilit S <

Tel Siirme Makarasi

Farkli caplardaki farkli tellerle calisirken her tele uygun siirme kuvvetini civata vasitasiyla ayarlayabilir-
siniz. Normal tel siirme islemi icin ortalama kuvvet gerekir. Az kuvvette tel kayar ve siirme islemi diiz-
giin gerceklesmez. Fazla kuvvette ise tel diizgiin siiriilemez ve makaralar hatta motor zarar gérebilir.
Makara emniyet somununu iyice sikiniz. Aksi halde sikistirma makarasi islevini diizgiin yapamaz ve
kaynak kalitesi diser.

12- Tastyia Govde

Diger parcalar tasiyici tstiinde durur. Alttaki donen mekanizmayi kendi kaynak uygulamaniza gére
ayarlayabilirsiniz.

13- Kaynak izi Takip Isig1

Tozalti kaynak makinesi calisirken yapilan kaynagin izini sirmek oldukca zordur. Bu yiizden kaynagi
takip etmek kaynak izi takip 1511 oldukga faydalidir.

14- Kaynak Tozu iletim Borusu

Kaynak tozu haznesinden tozun kaynak torcuna iletimini saglar.

15- Kaynak Torcu

Kaynak tozu torcun igine akar ve diizgiin bir sekilde torctan cikar kaynak arkini ve kaynak alanini kap-
lar. Kaynak tozu kullanimdan dnce iyice kurutulmalidir. Kaynak torcu telin iletimini ve tozun iletimini
saglar.

Elektrik kablosunun iletkenini gevseterek agisini istediginiz sekilde ayarlayabilirsiniz. Ayarladiktan
sonra iletkeni tekrar sikiniz. Aksi halde iletkenlik azalip direnci artacagindan sicakligi da istenmeyen
bir sekilde artacaktir.Tel capina uygun ug kullaniniz.

Eger ucun ic capi fazla biiyiikse ark kolay baslayamaz ve kaynak akim ve voltajt diizgiin olmaz.

Ug parca gikanlabilen bir parcadir ve belirli araliklarla degismesi dnerilir.

Standart kaynak makinesinde 2 cesit tel siirme makarasi vardir. Biri 2.0-3.0 mm capindaki teller

Uygun makaralarla uygun telleri kullaniniz. Aksi takdirde kaynak kaliteniz
diisebilir ve hatta makinenize zarar verebilir.

A Tel siirme makarasl sarf malzemedir, belirli araliklarla kontrol ediniz. Yipranan

ve kayma yapan makaralari degistiriniz.
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1- Govde
2-iletim Kanall

3- Kelebek Civata

4-[zalator Halka

5- Kaynak Tozu Kanali

6- Emniyet Somunu

7-lletken Baglanti (Kablo Baglantisi)
8- Kontak Meme

9- Kaynak Tozu Nozulu
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B 1.2 riin Etiketi

TANGSHAN KAIYUAN SPECIFIC WELDING EQUIPMENT co.,LTD. Manufacture Date : Uretim Tarihi

TR < iirafi
- Hnlvun" NO. 130 QINGNAN ROAD, HIGH AND NEW TECHNOLOGY Manufacture No  : Uretim Numarasi

INDUSTRIAL ZONE, TANGSHAN, HEBEI, CHINA. Model < Model
NANUFACTURE DATE Type +Tip .
Input Voltage : Sebeke Voltaji
HODEL MZC-1250F  MANUFACTURE NO. Welding Current  : Kaynak Akimi
Input Current : Sebekeden Cekilen Akim
TYPE MZC-1250F19 Inching Speed Tl Siirme Hiz
Y1008 | Pr.otecFion Grade :Koruma S|r‘1|f|
INPUT VOLTAGE | 1~110V/30Kz  WELDING CURRENT : Wire Diameter - :Kaynak Tl Cap
12=1000A Solder Capacity  :Toz Kapasitesi
Wire Capacity : Tel Makarasi Kapasitesi
[NPUT CURRENT 3 INCHING SPEED 33-330cm/min Weight s Agirlik
Travel Speed :Kaynak Hiz
PROTECTION GRADE 1P21C IIIRE DIAMETER 02.4-04.8
SOLDER CAPACITY 8L WIRE CAPACITY 20kg
WETGHT 68kg TRAVEL SPEED 15-125¢m/min
B 1.3 Teknik Gzellikier
TEKNIK OZELLIKLER BIRIM DEGER
Kaynak Teli Capi mm 24,3.2,4.0,48
Ark Baslatma Cesitleri Degme, Siirtme
Kaynak Hizi an/dk 15-125
Tel Siirme Hizi am/dk 33-330
Sarkan Makine Kafasinin Ayar Sahasi mm 100x120 (dikey x yatay yonlendirme)
Kaynak Kafasi ve Traktor Arasindaki Donme Agisi 360°
Makine Kafasinin Salinim Agisi (Normal Yonde) 45°
Makine Kafasinin Salinim Agisi (On-Arka) 45°
Kaynak Aki Kapasitesi It 8
Tel Makaras! Kapasitesi kg 25
Boyutlar mm 900x520x850
Net Agurlik kg 68
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¢  KURULUM BiLGLERi
. 2.1 Kurulum ve Calisma Tavsiyeleri

Makinenin kurulum yapilacagi yer, giines isigi almayan, kuru, temiz ve yagmur suyundan etkilenmeyen bir yer olmalidir.
Ortam sicakhidi -10° ile 40° arasinda olmalidir.

« Sebeke gerilimi 3 faz 380 VAC %10, giic kapasitesi 150kVA olmalidir. Sebeke kablosunun bakir kesiti 25 mm?den az olmamalidir.
« Topraklama kablosunun bakir kesiti 25mm?den az olmamalidir.

Kablo Baglantilarini Sekildeki Gibi Yapin:

» Kaynak kablosunun bir ucu gii¢ kaynaginin (+) kutbuna, diger ucu traktdriin torcuna baglanir.

» Kontrol kablosunun bir ucu gii¢ kaynagina, diger ucu kontrol panelinin 10 soketli kablo terminaline baglanir.

» Toprak kablosunun bir ucu gii¢ kaynaginin (-) kutbuna, diger ucu is parcasina baglanir.

SEBEKE AC 380-415V
KAYNAK MAKINESI GUC KAYNAGI
Q
= O B OSS TOPRAKLAMA KABLOSU
OO O = o (25 mm?2 den fazla)
ZD5=-10008
[==E
EoB: S
PR ES|T
ZA
R: @\ﬁ v KONTROL KABLOSU a
TOPRAK
KABLOSU
KAYNAK KABLOSU .
TRAKTOR
iS PARCASI

www.magmaweld.com USER MANUAL | KULLANIM KILAVUZU




42 Kullamm Bilgileri

MZC-1250F19

¢ KULLANIM BiLGiLERi

. 3.1 Kullanici Arayiizii

e N

V INCH UP

cm/min
INCH DOWN
CURRENT VOLTAGE TRAVEL SPEED
RN\ RN\ R )

2 g@}z A g@} A gZ“Z o
- /
4 DIRECTION OF N

POWER MODE SWITCH TRAVEL sToP

DIAMETER OF WELDING WIRE
ceeeo cormaro o
o 3 = o
@ o Q
N\ J/
- O
JOUCH\NG NEGATIVE
scmrcmm; E|Posvvs Q Q
N 1o * ARC STARTING MODE WELDING FEEONG FUSE TRAVELING
CRATER CUR CRATER VOLT. FLASHBACK TIME OLARITY FUSE (28)

Dijital Ampermetre
Kaynak esnasinda anlik olarak kaynak akimi gdriintiilenir. Kaynak yapilmiyorsa ayarlanan akim degeri goriintiilenir.

Dijital Voltmetre
Kaynak esnasinda anlik olarak kaynak voltajt goriintiilenir. Kaynak yapiimiyorsa ayarlanan voltaj degeri gériintiilenir. Ayar/kaynak secimi ile kaynak
hizi cm/dk (cm/min) olarak gériintilenir.

Kaynak Akimi Ayar Diigmesi (Current)
“current” diigmesi saat yoniinde cevrilerek kaynak akimi artirilir.

Kaynak Gerilimi Ayar Diigmesi (Voltage)

“voltage” diigmesi saat yoniinde cevrilerek kaynak gerilimi artirilir.

Krater Akimi (Crater Cur.)

Krater akim ayar diigmesi ‘crater cur’ saat yoniinde cevrilerek krater akimi artinilir. Krater akimi ayari kaynak akiminin oranini ayarlar. Ayar sahasi
kaynak akiminin %50si ile %100ii arasindadir.

Krater Gerilimi (Crater Volt.)
Krater gerilimi ayar diigmesi ‘crater volt. saat yoniinde cevrilerek krater gerilimi artinlir. Krater gerilimi ayan kaynak voltajinin oranini ayarlar. Ayar
sahasi kaynak geriliminin %50si ile %100 arasindadir.

Hiz Ayari (Travel Speed)
Hiz ayar diigmesi‘travel speed’saat yoniinde cevrilerek traktdriin hizi artinlir.

USER MANUAL | KULLANIM KILAVUZU www.magmaweld.com




MZC-1250F19 Kullanim Bilgileri 43

Geri Yanma Siiresi Ayari (Flashback Time)

Kaynak telinin geri yanma siiresini ayarlamak icin kullanilir. Saat yoniinde cevrilerek siire artinlir. Bu 6zellik, kaynak bittikten ve tel siirme durduktan
sonra belirli bir siire kaynak voltajini vermeye devam ederek telin calisilan is parcasina yapismasini nler.

Kaynagi Baslatma Diigmesi (Start)

“Start” (kaynagi baslat) diigmesine bastiktan sonra tozalti kaynak makinesi yiiksiiz halde voltaj uygulamaya ve kaynak teliniilerletmeye baglar. Ark
basladiktan sonra kaynak makinesi otomatik olarak normal kaynak calismasina doner.

Kaynagi Durdurma Diigmesi(Stop)

“Stop” (kaynagi durdur) diigmesine bastiktan sonra tozalti kaynak makinesi normal kaynak calisma durumundan krater kaynak durumuna geger,
traktor ilerlemeyi durdurur ve kaynak makinesi geri yanma siiresi icinde kaynadi durdurur.

Kaynak Teli ileri itme (Inch Down)

“Inch down” diigmesi kaynak telini manuel olarak siirmeye yarar. Diigmeye basinca tel siirme {initesi calismaya baslar ve tel asagiya dogru ilerler.
Ayni esnada (eder ark baglatma ‘touching’ degme modundaysa) tel sirme degme sinyali gonderir. Tel is parcasina degdiginde (is parcasi kaynak
makinesinin - tarafina, tel + tarafina bagh) tel siirme otomatik olarak durur.

Kaynak Teli Geri Cekme (Inch Up)

“Inch up” diigmesi kaynak telini manuel olarak geri cekmeye yarar.

Kaynak Teli Capi Secimi (Diameter of Welding wire)
Kullanilan kaynak telinin capinin ayni veya ok yakin bir degerde secilmesi énemlidir. Eger kullanilan telin capi ile secilen deger birbirinden farkliysa
onceden ayarlanan voltaj degeri gercek degerinden farklilik gdsterebilir.

Gii¢ Acma Kapama (Power)
Traktor sistemini agma/kapama icin kullanilir.

ileri/Geri Kaynak (Direction of Travel)
Bu diigme ile traktoriin otomatik kaynak yaparken ileri/geri yonde gitmesi veya durmasi kontrol edilir. “forward” (ileri) segilirse traktor kavrama kolu
dogrultusunda, ‘reverse’ (geri) secilirse aksi yonde hareket eder.

Ayar/Kaynak Secimi (Mode Switch)
Diigme “welding” secimindeyse dijital gdstergelerde kaynak akimi ve voltaji gdriintiilenir. “speed” secimindeyse sol taraftaki gdstergede “0, sa§
taraftaki gostergede ise kaynak hizi m/s cinsinden gériintiilenir.

Kutup Degistirme (Welding Polarity)
Kaynak kutbunu secmek icin kullanilir. “positive’ arti kutup, “negative” eksi kutuptur.

Tel Siirme ve Traktor Siirme Sigortalar (Feeding Fuse Traveling Fuse)
Tel siirme ve traktor motorlarini korumak icindir. Her iki sigorta da 2A dir.
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. 3.2 Tozalti Kaynak Prosesi

« Gii¢ Kaynagimi Calistirin

Gii¢ kaynagini diigmesinden ain. Fan calismaya baglar ve gii¢ 151g1 yanar. “Operation” diigmesini ON durumuna getirin. “Mode switch” diigmesini de

“SAW” durumuna getirin.

« Traktarii Calistirin

Traktdriin kontrol panelindeki gii¢ diigmesini agin. “Mode switch” diigmesini “welding” durumuna getirin.

« Kaynak Akimi ve Gerilimini Ayarlayin

“Welding current” ve “welding voltage” diigmelerinden kaynak akim ve voltajini ayarlayin."crater current” ve “crater voltage” diigmelerinden kaynak

krater akim ve voltajini ayarlayin. Krater akim ve voltajini cok diisiik ayarlamayin.

« Hizi Ayarlayin

“Mode switch” diigmesini “speed” durumuna getirin ve “travel speed” diigmesinden kaynak hizini ayarlayin. “Direction of travel” diigmesinden trakto-

riin ileri/geri yoniinii ayarlayin.

« Tel Capini Ayarlayin

“Diameter of welding wire” diigmesinden tel capini ayarlayin. Tel capina gore uygun geri yanma siiresini ayarlayin.

« Kaynak Kafasi Ayarlarini Yapin

Kavrama disli kolunu el ile gevirin. Kaynak kafasinin travers ayarlarini yapin. Kaynak telini ark baslatma pozisyonuna gdre ayarlayin. Kaynak lazerinin

kaynak yapilacak yeri gosterdiginden emin olun. Kaynak kafasinin yukari/agagn ayarlarini yapin.

« Tel Siirmeye Baslayin

“Inch down” diigmesine basiniz ve makine tel siirmeye baslayacaktir.

» Eger ark baglatma “touching” durumundaysa; kaynak teliis parcasina degdidinde traktor tel siirmeyi otomatik olarak durduracaktir. Eger traktdr oto-
matik olarak tel sirmeyi durdurmazsa tel ile is parcasi arasinda yalitkan madde olabilir ya da baglantilar tam yapilmamis olabilir. Eger kaynak teli i
parcasina degmedigi halde tel siirmiiyorsa bir sekilde + kutup - kutba baglanmis olabilir ya da ark baslatmadan nceki yiik gerilimi yoktur.

» Ark baslatma “scratch” durumundaysa; kaynak teliile is parcasi arasindaki mesafe 1-2 mm civarinda olmalidir.

« Kaynagi Baslatin

Toz haznesini agin, kaynak tozu is parcasina akacaktir. Kaynak tozu is parcasina dokiildiikten sonra ‘start’ diigmesine basin. Ark otomatik olarak bala-

yacaktir ve traktor onceden ayarlanan ayarlara gdre kaynak yapmaya baslayacaktir.

« Kaynadgi Sonlandirin

Kaynak yapilacak yerin sonuna gelindiginde hazneyi kapatin ve stop’diigmesine basin. Diigmeye bastiginiz anda traktdr duracaktir ve krater ayarlarina

gore kaynaga devam edecektir. Elinizi‘stop’ digmesinden ¢ektiginizde makine calismay durduracaktir.
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. 3.3 Referans Parametre Degerleri
Asadidaki veriler karbonlu celikler icin kullanabileceginiz yaygin teknik parametrelerdir.
Her iki Taraftan Otomatik Kaynak Parametreleri
Is Kanal Boyutlari
Parcas: . Tel Capi | Kaynak Kaypa.k Kaynak | Kaynak
Kalnhs Kanal Sekli (mm) | Diizeni aveyab |l veyak | Gerimi Ak Hizn
SN (derece) | (mm) (V) (A) (cm/dk)
(Lmm)
14 48 art1 80 6 35~ 36 750~760 37
u ’ ters - - 36~ 38 630~650 50
16 48 arti 70 7 35~ 36 750~760 35
’ ters - - 36~38 630~650 50
/
18 48 art1 60 8 35~ 36 760~780 33
— ¥ ters - - 36~37 | 650~700 50
” 4.8 art1 55 13 36~ 37 780~800 30~32
4.8 ters - - 36~ 38 750~800 42
o4 a4 48 arti 40 14 35~ 37 820~830 33
i ; I 4.8 ters 40 14 36~38 820~830 33
30 k 48 art1 80 10 37~ 39 950~980 30
b ’ ters 60 10 36 ~38 900~920 33
Yatay Pozisyonda Dolgu Kaynagi Referans Parametreleri
Kaynak Ayagi K/mm | Tel ®/mm Akim (A) Gerilim(V)| Hiz(cm/dk)
6 2 400 (60 reducer) 36 67
3,2 520 31~32 43
8
4 530 31~32 42~43
3,2 580 32~33 42~43
10
4 600 32~33 42~43
3,2 580 33~34 37~40
12 4 650 34~35 42
4.8 700 34~35 40
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Yatay Pozisyonda ift Tarafli Diiz Kaynak Agizl Yakin Alin Kaynadi Referans Parametreleri

On Damla

=

A\

1
_/ o'y

Ters Damla

Kayna}( Tel Kaynak Diizeni | Kaynak Ak | Kaynak Voltaji | Kaynak Hizi
Kalinhg1 | Cap1
(mm) | (mim) A) ™ (cn/dk)
6 4 art 380~420 30 56
ters 420~470 30 53~55
3 4 arti 440~480 32 50~52
ters 480~520 33 50~52
10 4 art1 520~570 32 45~46
ters 580~630 33 45~46
1 4 arti 620~670 34 42~43
ters 670~720 35 42
4 4 arti 680~720 37 40~42
ters 720~750 39 37~38
1% 43 art1 780~850 34~36 38~42
ters 850~880 35~37 35~37
18 43 arti 820~860 37 37~-38
ters 870~900 37 33~37
20 43 artt 850~900 36~38 33
ters 900~930 38 27~30
» 43 arti 870~920 37~39 27~30
ters 930~950 39~40 25~27
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{2 BAKIM VE ARIZA BILGILERI

Makineye yapilacak bakim ve onarimlarin mutlaka yetkin kisiler tarafindan yapilmasi gerekmektedir. Yetkisiz kisiler tarafindan yapilacak miidahale-
ler sonucu olusacak kazalardan firmamiz sorumlu degildir.

Onarim esnasinda kullanilacak parcalart yetkili servislerimizden temin edebilirsiniz. Orijinal yedek parca kullanimi makinenizin 6mriinii uzatacagi
gibi performans kayiplarini engeller.

Her zaman iireticiye veya iiretici tarafindan belirtilen yetkili bir servise basvurun.

Garanti siiresi icerisinde retici tarafindan yetkilendirilmemig herhangi bir girisiminde tiim garanti hiikiimleri geersiz olacaktir.

Gegerli giivenlik kurallarina bakim onarim iglemleri sirasinda mutlaka uyunuz.

Tamir icin makinenin herhangi bir islem yapilmadan énce, makinenin elektrik fisini sebekeden ayiriniz ve kondansatdrlerin bosalmast icin 10 saniye
bekleyiniz.

. 4.1Bakim

[0 3AydaBir N

« (ihaz lizerindeki uyan etiketlerini sckmeyiniz. Yipranmis / yirtilmis etiketleri yenisi ile degistiriniz. Etiketleri yetkili /
servisten temin edebilirsiniz.

« Penselerin ve Kablolarinizin kontoliinii yapiniz. Parcalarin baglantilarina ve saglamlidina dikkat ediniz.

« Hasar gormiis / arizali parcalan yenisi ile degistiriniz. Kablolara ek/ onarim kesinlikle yapmayiniz.

« Havalandirma icin yeterli alan olduguna emin olunuz.

.

.

.

.

.

.

NOT: Yukanda belirtilen siireler, cihazinizda hibir sorunla karsilasiimamasi durumunda uygulanmasi gereken maksimum

periyotlardir. Calisma ortaminizin yogunluguna ve kirliligine gére yukarda belirtilen islemleri daha sik araliklarla tekrarlayabilirsiniz.
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. 4.2 Kaynak Kusurlan

1 TR

Degisken kaynak hiz:

Sorunu bulup diizeltin

« Kaynak gerilimindeki biiyiik degismeler

Sorunu bulup diizeltin

Degisken genislik

« Kot tel iletkenligi

Sorunu bulup diizeltin

Asiri ya da kalitesiz toz

« Toz miktarini ayarlayin ya da tozu degistirin

.

Akim ok yiiksek ve gerilim ok kiiciik

« Uygun ayari yapin

Yigilma ¢ok fazla

Yukar yonde edimli kaynakta cok biiyiik aci

Egimi ayarlayin

Kaynak hizi ve tel capina gdre yanlis pozisyon

« Hiz ve capa gére uygun pozisyonu belirleyin

.

Kaynak hizi cok diisiik

Uygun ayari yapin

Kotii kaynak sekli

Gerilim ok yiiksek

Gerilimi ayarlayin

« Asagi yonde egimli kaynakta cok genis agi

- Pozisyona gore aciy1 ayarlayin

Kaynak metali tasmasi

.

Kaynak hizi ve tel capina gdre yanlis pozisyon

Hiz ve capa gdre uygun pozisyonu belirleyin

Kaynak yoniindeki toz yeterli degil

Tozun 6rtme konumunu ayarlayin

Kaynak tel ileri biikik

« Telin kaynak bdlgesine gelen kismini diizeltin

.

Kaynak alani temiz degil

Kaynak sonrasi temizlige dikkat edin

Piiriiz

Toz islak

Tozu kurutun

Toz tabakasi ¢ok kalin

« Toz tabakasi kalinligini 40 mm altina indirin

.

Kaynak telinin pozisyonu ya da agisi yanlis

Kaynak telini ayarlayin

Ark gerilimi cok yiiksek

Kaynak arki gerilimini diisiiriin

Altta oyulmalar

Kaynak akimi ¢ok yiiksek

« Kaynak akimini disiiriin

.

Kaynak hizi cok yiiksek

Kaynak hizini diisiiriin

Kaynak teli dogru noktaya hedeflenmemis

Kaynak telini ayarlayin

Diisiik yayima

Kaynagin egri uzantisi ¢ok fazla

« Dikkatli kaynak yapin

.

Hatali parametreler
(Kiigiik akim, yiiksek gerilim)

Parametreleri dogru olarak ayarlayin

Niifuz noksanhgi

Kaynak olugu diizgiin degil

Kaynak olugunu diizeltin

Kaynak teli dogru noktaya hedeflenmemis

- Kaynak telini ayarlayin

.

Diigiim yeri iyi temizlenmemis

Diigiim yeri tamamen temizlenmeli

Nemli toz

Toz uygun sekilde kurutulmali

Toz igindeki yabanci maddeler

« Toz elekten gegirilmeli

Gozeneklilik

.

Diizensiz toz tabakasi kalinlgi ya da
tikali hazne

Toz kalinligini ayarlayip hazneyi temizleyin

Tel yiizeyi iyi temizlenmemis

Tel temizlenip kullaniimalidir

Gerilim ¢ok yiiksek

« Gerilimi ayarlayin

USER MANUAL | KULLANIM KILAVUZU

www.magmaweld.com




MZC-1250F19

Bakim ve Aniza Bilgileri 49

« ls parcasi malzemesi tel ve tozla uyusmuyor

+ Kaynak malzemeleri secimi dogru yapilmali

« Teldeki karbon ve kiikiirt orani oldukga yiiksek

« Kaynak malzemeleri secimi dogru yapiimali

« Cok katli yapilan kaynaktaki ilk tabaka
cok kiiciik

On 1sitma uygulayin ya da akimi dilsiiriin.
Hizi azaltin

« Kaynak olugu ¢ok kiiciik

Kaynak kosullarini ayarlayip olugu iyilestirin

Gatlama Kaynak kogull { |
. , . . « Kaynak kogullarini ayarlayip polariteyi
Dolgu kaynaginin niifuzu ¢ok yiiksek degistirin
« Tutarsiz kaynak diizeni « Kaynak diizenini tutarli olarak yapin
« Is pargasinm sertigi yiiksek + On isitma ve kaynak sonrasi yavas soguma
uygulayin
Yanik « Kaynak kosullar ve diger etkenler uyumsuz | - Uygun kaynak kosullarini olugturun

www.magmaweld.com
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I 4.3 HataBilgileri

« Makinenizin bozuk olup olmadigina karar vermeden 6nce sigortalan, kablo baglantilarini, gevsemis civatalan, diigmeleri ve makine ayarlarini
kontrol ediniz.
- Asagidaki tabloda olasi anizalar ve bu arizalarin ¢oziimleri yer almaktadir.

E >
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Kontrol Panel « Bagli olmayabilir v v
- Sigorta yanmis olabilir v v
« Kablo kinlmis olabilir v v I Vv
« +/- ¢ikis uglari siki baglanmamis olabilir v v
Elektrik Kablosu |« Kablo kesiti yeterince kalin olmadigr icin yanmis olabilir v
« Kullanilan kablolar biikiilmis, dolanmis olabilir v
« +/- ¢lkis uglari arasinda kisa devre olabilir v
- Biikiilmeden dolayr kinlma olabilir v I vV | Vv v | Vv
Kontrol Kablosu | - Baglantilar siki olamayabilir v iV |V ars
« Agirlik yiiziinden kinlmis ya da ezilmis olabilir v v v | Vv
« Kablo kesiti yeterince kalin olmadig icin yanmis olabilir v
Uzatma Kablosu P o
« Kullanilan kablolar biikiilmiis, dolanmis olabilir v
Giig Kaynag « Gig ka)ﬁna@l ack ?Imayabilir _ v v
« Anza gosterge 151g1 yaniyor olabilir v v
« Tel siirme makarasl tel capiyla uyumsuz olabilir v v I vV |V
« Tel siirme makarasi digleri yipranmis olabilir v ars
Tel Siirme Unitesi | « Tel siirme makarasi, teli gevsek veya cok sert sikiyor olabilir v ViV Vv
- Tel siirme iinitesi diizgiin yerlestirilmemis olabilir v v IV |V
+ Kaynak teli egri olabilir v Y arars
« Torg tel siirme iinitesine siki baglanmamis olabilir v v | Vv
Torg Govdesi ve « Torg kablo baglantisi gevsek olabilir v v | Vv
Tor¢ Kablosu « Meme capi ve tel capi uyusmuyor olabilir v v | v
« Meme gevsek veya yipranmis olabilir v ars
is Parcasi ve « Pas, kir, yag veya boya bulasmis olabilir v v
Kablosunun - Kablo is parcasina gevsek baglanmis olabilir v v
Durumu « Anametalin elektrik iletkenligi iyi olmayabilir v v
Kaynagin Durumu | Serbest tel boyu cok uzun olabilir v v
- Kaynak akimi, gerilimi, agisi ve hizi diizgiin olmayabilir v v
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. 4.4 Diger Hatalar ve Coziimleri

Kaynak teli kontak memeye ya da is parcasina yapisiyorsa;

Kaynak parametreleri uygun mu?

Hayir >

* Evet

Kontak meme asinmig mi?

Hayir >

i Evet

Kontak memeyi degistirin.

Eger kontak memeye yapisiyorsa, kaynak gerilimini azaltin.
Eger is parcasina yapisiyorsa kaynak gerilimini arttirin.

sorun ¢oziliir.

Yapisma kaynak bitmek iizereyken oluyorsa, geri yanma siiresi ayarini (flash back time) degistirerek

Kaynak teli eger kontak memeye yapisiyorsa diigmeyi sola, eer is parcasina yapisiyorsa diigmeyi
sada cevirin. Ayrica krater gerilimi cok yiiksek ya da ok diisiik olmamalidir

Makine “Temas” konumuna ayarlandiginda tel geri ¢ekiliyor ama ileri siiriilmiiyorsa, bunun nedeni genellikle temas algilama fonksiyo-
nunun etkin durumda olmasidir. Tel siirme diigmesine basildiginda, temas algilama icin bir sinyal gelecektir. Eger arti ve eksi kutuplar arasinda kisa
devre varise (direng 5kQ dur), bu sinyal kisa devre anizasi sanilabilir. (Oncelikle SW2 nin mevcut baglantiyla eslesip eslesmedigi kontrol edilmelidir)
Temas algilama fonksiyonu ile, kaynak teli ve is parcasi arasindaki baglanti durumunun algilanmasi disinda, kaynak kafasinin izolasyon durumu tespit
edilir. Ornegjin, yatay pozisyonda dolgu kaynagi yapilirken ciiruf haznesi ya da kaynak teli is parcasina degdidinde tel ileri siiriilmez ama geri cekilebilir.
Bu sayede, ciiruf hunisinin ve is parcasinin yanlislikla birbirine degmesi sonucu olusabilecek hasarlan dnleyebilirsiniz.

+ ve - kutuptaki kablolan gikar-
tin ve tel siirmenin calisip calis-
madigini kontrol edin.

Hayir >

Evet

iki kablo arasinda capraz bag-
lanti olup olmadigini kontrol

edin.

Evet Hayir
Capraz Kaynak kafasi
baglantiy! izolasyonunu
¢ikartn. inceleyin.

Makineyi kapatin, + ve - kutup arasindaki direncin 5k dan bilyiik olup olmadigini kontrol edin.

!

Evet

!

Hayir

Giig kaynagmnin P karti KPD21 i kontrol edin
Kaynak kafasinin P karti KMP22 i kontrol edin.

SCR1-6 tristoriini kontrol edin.

www.magmaweld.com
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P EK1 - YEDEK PARGA LiSTESI
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P EK1 - YEDEK PARGA LISTES|

NO TANIM ACIKLAMA MALZEME KODU
1 Giig Digmesi SA15 AJ36100F

2 Kaynak Akim Ayar Diigmesi SW1 RV24YN20FB14
3 Dijital Ampermetre PV XL5135V-3T
4 Kaynak Voltaj Ayar Diigmesi SW2 RV24YN20FB14
5 Dijital Voltmetre PA XL5135V-3T

6 Kaynak Hiz Ayar Diigmesi SW3 RV24YN20FB14
7 Gosterge Isigi LED1 DB40ONBG

8 Gosterge Isigi LED2 DB40NBG

9 Tel Geri Cekme Diigmesi SA3 MSU50106
10 Tel ileri Siirme Diigmesi SA2 MSu50107
n Kaynak Baslat Diigmesi SA4 MSU50108
12 Kaynak Durdur Diigmesi SAS MSU50109
13 Sigorta FU1 61NRO20H
14 Sigorta FU2 61NRO20H
15 Kaynak Kutbu Diigmesi SAT1 DS-850A008
16 Tel Capi Ayar Digmesi SA8 RS25-4

17 Kaynak Yonii Diigmesi SA6 BR-23A-11P8
18 Ark Baslatma Modu Diigmesi SA9 DS-850A008
19 Geriyanma Siiresi Ayar Diigmesi SWe6 RVH60AF20B15
20 Gosterge Digmesi SA7 DS-850A008
21 Krater Voltaji Ayar Diigmesi SW5 RVH60AF20B14
22 Krater Akimi Ayar Diigmesi SW4 RVH60AF20B14

KPM2112
23 Elektronik Kart KPM2122
KPM2132

24 Seramik Direng R1,R2 SFW20A4R7
25 Role (R2 1Y2J24vDC
26 Role Soketi PTFO8A-E
27 Kontrol Trafosu ™ TSM16780
28 Tel Siirme Motoru Soketi XS2 XS16J3YBL
29 Traktor Siirme Motoru Soketi XS3 XS16J2YBL
30 Kontrol Kablosu Soketi XS1 YD28K10Z

www.magmaweld.com
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Ek 2 - Devre Semas!
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