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4 Safety Precautions

MONOMAG 180

] ) sarery pRecAuTIONS

Be Sure To Follow All Safety Rules In This Manual!

Explanation Of Safety
Information

AD

Safety symbols found in the manual are used to identify potential hazards.

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.

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

A
®

49>

4®¥

ATTENTION
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.

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

Comprehending Safety
Precautions

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.

Electric Shocks
May Kill

AT

I e

9 X

Make certain that the installation procedures comply with national electrical standards and

other relevant regulations, and ensure that the machine is installed by authorized persons.

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

« Use a suitable 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.
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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

« In'small-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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« 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

ADm

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 0f 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.

[R 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 Al 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

LY

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

@f

Energy Efficiency - 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 MONOMAG 180

% TECHNICAL INFORMATION
. 1.1 General Information

Monomag 180 is a single-phase, step-controlled, constant voltage compact MIG / MAG welding machine designed specifically for use in repairing
dense thin metals. When using suitable welding wire and shielding gas, any type of metal can be welded with this machine. Welding of unalloyed
steels can be performed with low spatter and stable arc even under C0z.

The machine is designed based on our industrial 3-phase machines, only the wire feed unit has 2 reels. The machine cooled by fans and it is thermally
protected against overheating.

. 1.2 Machine Components

@ gmaweld™ MONOMAG 180

()_

Figure 1: Front and Rear View

1- Welding Parameters Table 11- Fuses

2-Torch Cable 12- Gas Inlet

3- Earth Clamp Cable 13- (02 Heater Socket (220 VAC)

4- Swivel Caster with Brake 14- Mains Cable

5-0n/ 0ff and Voltage Adjustment Switch 15- Handle

6- Wire Speed Adjustment Button 16- Gas Cylinder Fixing Chain
7-Thermal Lamp 17- Canister Wire Entry

8- Mains Lamp 18- Gas (ylinder Transport Platform
9- Swivel Wheel 19- Fixed Wheel

10-Lifting Ring

USER MANUAL | KULLANIM KILAVUZU www.magmaweld.com




MONOMAG 180 Technical Information 11

. 1.3 Product Label

- - - Single phase static frequency converter
MAGMA MEKATRONIK MAKINE SAN. VE TIC.AS. Q4 transformer rectifier
Organize Sanayi Bolgesi 5.Kisim Manisa-TURKIYE |: Horizontal Characteristics
MONOMAG 1 80 SeriNo : == Direct Current
N 50974 N2 MIG/MAG Welding
1~ == -
(‘) EN 60974-10 Class A DD Main Power Supply -1-Phase Alternating
Current
5 _— 30A /15.5V - 140A / 21V E Suitable for Dangerous Environment
— X 20% 60% 100%
I2 140A 80A 60A X Operation Cycle
|: vV ) 21v 18v 17v Uo Idle Voltage
14-29 I 28A 13A 9.7A :
) 5.2KVA 3KVA 2.2kVA Ui Mains Voltage and Frequency
3 - Uz Rated Welding Voltage
u Vv
DD Lne= 28A l.=12.5A I Rated Current from Mains
v | 230
1~50-60Hz
I Rated Welding Current
P21 = € : e
1P21S Protection Class
S1 Power from Mains
Working Cycle
Temperature (C°)

Time(min)

6min 4min 6min 4min 6 min 4min
As defined in the standard EN 60974-1, the operating cycle rate includes a time period of 10 minutes. For example, if a machine specified as 250A
at %60 is to be operated at 250A, the machine can weld without interruption in the first 6 minutes of the 10 minutes period (zone 1). However, the
following 4 minutes should be kept idle for the machine cool down (zone 2).

www.magmaweld.com USER MANUAL | KULLANIM KILAVUZU
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m . 1.4 Technical Data

TECHNICAL DATA UNIT VALUE
Mains Voltage (1-phase - 50-60 Hz) v 230
Power from Mains (20%) kVA 6,2
Current from Mains (20%) A 28
Welding Current Adjustment Area ADC 30-140
Voltage Adjustment Steps v 7
Rated Welding Current (20%) ADC 140
Dimensions (LxWxH) mm 888x455x870
Weight kg 79
Wire Feed Roller (V groove) mm 0,6-1,0
Wire Feed Speed m/min 1-17
Protection Class IP21S
. 1.5 Accessories
STANDARD ACCESSORIES Qry PRODUCT CODE
Workpiece Clamp and Cable 1 7905201603
Gas Hose 1 7907000002
MIG/MAG (0, Accessory Set*
(Torch + Hea;er + Reg:Iator) ! 7920000510
i ¥
O 1
* Shoul be verified during ordering.
OPTIONAL ACCESSORIES Qry PRODUCT CODE
Gas Regulator (C02) 1 7020001005
Gas Regulator (Mix) 1 7020001004
1 7020009002

(02 Heater (24V)

USER MANUAL | KULLANIM KILAVUZU
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MONOMAG 180 Installation 13

¢ INSTALLATION
. 2.1 Delivery Control

Make sure that all the materials you have ordered have been received. If any material is missing or damaged, contact your place of purchase
immediately.

Scope of supply;

« Main machine and connected mains cable « Torch

« Grounding Clamp and Cable « Tube Hose

« Warranty « User manual

In case of a damaged delivery, record a report, take a picture of the damage and report to the transport company together with a photocopy of the
delivery note. If the problem persists, contact the customer service.

. Symbols and their meanings on the device;

responsible for the machine and have to be equipped with the necessary equipment and those who are not relevant should be kept away
from the welding area.

B 7] This device is not compatible with IEC 61000-3-12. If it is desired to connect to the low voltage mains used in homes, it is essential that the
ﬁ installer or the person who will operate the machine to make the electrical connection has information on the machine’s connectivity. In
this case the responsibility will be assumed by the person who will perform the installation or by the operator.

- i Welding process is dangerous. Proper working conditions should be ensured and necessary precautions should be taken. Specialists are

m The safety symbols and warning notes on the device and in the operating instructions must be observed and the labels must not be
removed.

’I%ﬂ%/”)( Grids are intended for ventilation. The openings should not be covered in order to provide good cooling and no foreign objects should be
) inserted.

. 2.2 Installation and Operation Recommendations

Lifting rings or forklifts should be used to move the machine. Do not lift the MACHINE with the GAS CYLINDER. Place the power supply on a hard,
level, smooth surface where it will not fall or tip over.

For a better performance, place the machine at least 30 cm away from the surrounding objects. Pay attention to overheating, dust and moisture near
the machine. Do not operate the machine under direct sunlight. If the ambient temperature exceeds 40°C, operate the machine at a lower current or
a lower operating cycle.

Avoid welding outdoors in windy and rainy weather circumstances. If welding is necessary in such cases, protect the welding area and the welding
machine with a curtain and canopy.

When positioning the machine, make sure that materials such as walls, curtains, boards do not prevent easy access to the machine’s controls and
connections.

If you weld indoors, use a suitable smoke extraction system. Use breathing apparatus if there is a risk of inhaling welding fumes and gas in confined
spaces.

Observe the operating cycle rates specified on the product label. Suspending operating cycle rates can damage the machine and this may invalidate
the warranty.

The supply cable must comply with the specified fuse value.

Tighten the ground wire as close as possible to the workpiece. Do not allow the welding current to pass through equipment other than the welding
cables such as the machine itself, gas cylinder, chain and roller bearing.

When the gas cylinder is placed on the machine, secure the gas cylinder by connecting the chain immediately. If you will not place the gas cylinder
on the machine, secure the gas cylinder to the wall with a chain.

The electrical outlet on the back of the machine is for the €02 heater. Never connect a device to the €02 outlet other than the (02 heater!

www.magmaweld.com USER MANUAL | KULLANIM KILAVUZU




14 Technical Information MONOMAG 180

. 2.3 Welding Connections

[ 2.3.1 Connecting Grounding Clamp to Workpiece
- Connect the grounding clamp firmly to the workpiece as close to the area to be welded as possible.

I 2.3.2 Connecting Gas Cylinder

« To work safely and achieve the best welding results, use standard regulators and heaters. Ensure that the gas regulator hose connection is 3/8"
(9.5mm).

« Open the gas cylinder valve (22), keeping your head and face away from the outlet of the cylinder valve, and keep it open for 5 seconds. So that depo
sits and dirt will be removed if available.

« Ifthe CO2 heater is used, first connect CO2 heater (27) to the gas cylinder (21). After connecting the gas regulator (20) to the (02 heater (27), insert
the plug (28) of the (02 heater into the socket.

« Ifthe CO2 heater will not be used, then connect the gas regulator (20) to the gas cylinder (21).

Figure 2: Gas Cylinder Heater - Regulator Connections

19- Chain 24-Tube Hose
20- Gas Regulator 25- Flowmeter
21- Gas (ylinder 26- Manometer

22- Gas (ylinder Valve 27- (02 Heater
23- Flow Adjustment Valve  28- CO2 Heater Power Cable

« Connect one end of the tube hose (24) to the gas regulator (20) and tighten the clamp. Connect the other end to the gas inlet on the back of the
machine and tighten the nut.

« Open the gas cylinder valve (22) to check if the gas cylinder is full and if there is a leak in the gas path.
If you hear gas sound and/or gas smell, check the connections and remove the leakage.

USER MANUAL | KULLANIM KILAVUZU www.magmaweld.com




MONOMAG 180 Operation

¢ OPERATION
. 3.1 Connecting to Mains

Check the mains voltage [230 VAC] before connecting the machine to
the mains.

When inserting the plug into the mains socket,

Dy ensure that on/off switch is in the “0” position.

« Turn on the machine with the on/off switch.
« After hearing the fan sound and seeing that the mains lamp is on, turn off the machine by turning the on / off switch to the “0” position.

. 3.2 Selection and Replacement of Wire Reels

« Open the cover of the wire feed section. The wire feeding system with 2 reels can be seen.
29- Motor

30- Euro Connector

31-Thrust Bearing Arm
32-Thrust Bearings

33- Wire Feed Reels

34-T.F. Reels Screws

Figure 3: Wire Feed System

« Use wire feed reels suitable for the material and diameter of the welding wire to be used. Use wire feed rollers with V groove for steel and stainless

steel, serrated V groove for flux cored wire, and U groove for aluminum.

« When replacing the wire feed reels, pull the thrust bearing arm (31) and lift the thrust bearings (32), then unscrew the wire feed reels screws (34)

and remove the reels (33).

Both sides of the reels are marked according to the wire diameter.
Place the reels on the flange so that the side with wire diameter facing towards you.

- After placing the reels to be used, tighten the screws (34), lower the thrust bearings (32), and lift the thrust bearing lever (31) and lock it on the
thrust bearings (32).

Figure 4: Removing Wire Feed Reels Figure 5: Placing Wire Feed Reels

www.magmaweld.com USER MANUAL | KULLANIM KILAVUZU




16  Operation MONOMAG 180

m . 3.3 Placing The Wire Spool And Wire Feeding Process

« Unscrew the wire holder system screw (35). Insert the welding wire reel (36) to the wire transport system shaft (37) and re-screw the screw (35).

A\

Tightening the wire transport system screw (35) too tightly may
prevent the wire from feeding and cause malfunctions. Tightening
the screw (35) too loose may cause the wire basket to move freely and
wire to get kinked when the wire feed is stopped. Therefore, tighten
the screw (35) neither too tight nor too loose.

Figure 6: Placing Wire Basket
« Pull down on the thrust bearing arm on the wire feed reel (31), which means setting thrust bearing free (32).

K =>| . Removethe welding wire from the wire basket, hold the wire tightly and cut the end with diagonal pliers.

v

A When the wire slips from your hands, the wire may hurt you or other people in the vicinity.

+ Hold the wire tightly and pass it through the wire inlet to the reels and over the rollers into the torch.

Figure 7: Feeding Wire to Reel

« Push thrust bearings and lift thrust bearing arm [l

« Turn the on/off switch to”1” position to turn on the machine .

« Press the trigger until the wire comes out of the torch tip, meanwhile observe that the welding wire reel turns smoothly press and release the trigger
several times to check if the winding is not loose IE.

« Ifthe wire is loose and/or rewinding is observed, tighten the wire holder system screw slightly.

- When the wire comes out of the torch tip, reattach the nozzle and contact tip to the torch[El.

« Adjust wire thrust adjustment Il by sliding the wire onto a board Bl and cut the wire end .
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A: Proper wire thrust and channel size

B: The thrust bearing arm is tightened too tightly; the shape of the wire is distorted.

C: The thrust bearing arm is tightened too tightly; the surface of the reel is distorted.

D: The channel length of the reel is too short for the wire used. The shape of the wire is distorted.

E: The channel length of the reel is too long for the wire used. The wire cannot be driven to the welding area.

A D E
T~ L~ ) L
vF A

Figure 8: Thrust Adjustment and Reel Selection Faults

. 3.4 Setting Gas Flow

A Perform the Gas Adjustment and Gas Test by lowering the Thrust Bearing Arm of the Wire Feed Reel!

« Adjust the gas flow with the flow control valve.

« Practical gas flow rate (CO,, Ar, mixture) is 10 times of wire diameter. Mi':ns‘:ee' mm
For example, if the wire diameter is 0.9 mm, the gas flow rate can be Metal Cored Steel
adjusted as 10x 0.9 =9 |/min. E 08 8lt/min 71t/min 8 It/min 81t/min

« You can use the table on the side for more precise flow adjustment. % 09  9lt/min 8It/min 9It/min 91t/min

- After adjusting the gas flow, lift the thrust bearing arm and close the wire 1.0 10It/min 9 It/min 10 [t/min 10 It/min
feed unit door.
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m . 3.5. Starting and Completing Welding Operation

« According to the diameter of the wire to be used, the type of gas to be used and the thickness of the material to be welded, determine
“Coarse Tuning Stage’, “Fine Tuning Stage” and “Wire Feed Speed” parameters from the welding parameters table and set your machine to these
settings.

ﬁ Wire Diameter
Material Thickness
Coarse Tuning Stage
Fine Tuning Stage
Wire Feed Speed

Current

<>£Luﬁ

Voltage
« Welding operation can be started after ensuring that all safety rules are followed and all necessary precautions are taken.
« During welding, welding voltage can be displayed in voltmeter and welding current will be displayed in ammeter.

When the welding operation is finished, leave the torch so that it does not touch the workpiece, welding clamp and the
machine and ensure that the trigger is pressed.

+ When the welding operation is finished, wait for the machine to cool down and turn on/off switch to the “0” position. Unplug the machine and close
the gas cylinder.

. 3.6 Welding Parameters

« Welding parameters are obtained under laboratory conditions by horizontal welding performed with solid wire.
Values may vary depending on application and environmental conditions.

co: Ar/CO: (80/20)
LT w05 1] 2 05[1]2]3
| 2034 112]3]|5
£
5@8,358 4|57 135
©
S A 35(60 |70 45|55(70(115
Q
Vv 1920 21 16 (17|20 | 22
LT 1|23 1]2]3]s
| 3|45 34|56
£
£ @8, 4(55)7 45| 6 (85|11
©
< A 75|90 (105 80 [100[125[145
)
Vv 19201 21 18(19| 21| 22
LT 2|35 2|35
F | 4|56 4|57
£
£ @8, 35(55| 7 45(55|95
=
h A [100[125|140 120(135/160
)
Vv 20| 21|25 20(20 | 21
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@ 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 designated by the manufacturer.

Any unauthorized 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

-
té Every 3 Months

« Do not remove the warning labels on the device. Replace worn / torn labels with new ones. The labels can be A
obtained from the authorized service centers. /
« Check the clamps and cables. Pay attention to the connections and strength of the parts. Replace damaged /
defective parts with new ones. Do not extend or fix the cables.
- Ensure that enough space for ventilation is available.

r('.'_) Every 6 Months

« (lean and tighten the connecting parts such as bolts and nuts.
« Check the electrode clamp and grounding clamp cables. %
« Open the side covers of the machine and clean with low pressurized dry air. Do not apply compressed air to ey T

electronic components. *

. 4.2 Non-Periodic Maintenance e
« Wire feed mechanism should be kept clean and reel surfaces should never be oiled. E@F}
« Always clean the residue accumulated on the mechanism with dry air at each welding wire change.
« Consumables on the torch should be cleaned regularly. If necessary, it should be replaced. It should be noted that
these materials are original products for long-term use. %

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.

A Never operate the machine when covers are open.
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m . 4.3 Troubleshooting

The following tables contain possible errors and troubleshooting suggestions.

T e T e

The machine won't work « Electronic circuit defective

Consult the authorized service

Fuse“F3”blown « Replace the fuse

Wire feed motor won't work
Electronic circuit defective « Consult the authorized service

Wire feed reels not selected according to wire
Wire feed motor works but wire won't move diameter

Use proper wire feed reel

.

The pressure on the wire feed rollers is too Make the correct thrust bearing
low adjustment

Contact tip is incorrectly selected or

damaged. « Replace the contact tip

The pressure of the thrust bearings is too low Make the correct thrust bearing adjustment

Welding i not perfect (02 Heater fuse “F2"blown

Replace the fuse

« Check the gas used and settings. If gas

« Gas level is too high or too low adjustment is not possible, consult the
authorized service
« Fuse“F1”blown « Replace the fuse

Fan won't work

Fan motor defective Consult the authorized service

The machine is noisy Fan motor defective Consult the authorized service

Welding current is unstable and/or won't be

adjusted - Diode group defective « Consult the authorized service

Heater plug won't work Fuse“F2”blown

. 4.4 Fuses
= e |

Replace the fuse

0,8A Delayed Fan Motor
F2 1A Fast (02 Heater Socket
F3 10A Fast Wire Feed
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P ANNEX 1- SPARE PARTS LIST
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IE] M ANNEX1- SPARE PARTS LIST
NO DESCRIPTION MATERIAL CODE
1 Signal Bulb Neon (N773) - 24VDC A310310004
2 Signal Bulb Neon (N773) - 220VAC A310310002
3 Potentiometer - Large A229500002
4 Cam Switch (1-phase) (0-7) (20A) - CA10-TR2569 A308010004
5 Welding Socket (T) - 35-70 A377900106
6 Potentiometer - 10K A410810004
7 Plastic Swivel Wheel - 100x35 A225220008
8 Plastic Swivel Wheel (with Brake) - 100x35 A225220106
9 Diode Bridge (1-phase) - 65A (100%) A430902004
10 Shock Coil (complete) K304500028
n Main Transformer K304000048
12 Plastic Wheel - 250x50x20 A225222010
13 Cooling Fan - BSF-250 A250001124
14 Single Phase Machine Socket - 16A/240V A377100004
15 Glass Fuse Fast - 1A A300101005
16 Glass Fuse Delayed - 800MA A300102003
17 Glass Fuse Fast - 10A A300101015
18 Glass Fuse Slot - 20x5mm A300190001
19 Gas Valve (5541) - 24VAC A253006014
20 Contactor - 24VAC/16A A311000016
21 Command Transformer - 220/28 50VA K304400012
22 Electronic Card - E301A k405000028
23 Wire Feed System-1 - SF 15037 K309002204
24 Red Bus Button 12mm A310050002
25 2-Position 1-Pole Switch A310100006
26 U Bakelite Arm A229102002
27 Eyebolt (Male) - M10 A281101010
28 Wire Carr. Mac. System 3-Way Connection A229900003
29 Leaf Hinge (Zamak) 40x40 A229200004
30 Door Lock A229300006
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! ANNEX 2 - CIRCUIT DIAGRAM
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! ANNEX 3 - FINE TUNING IN WIRE FEED UNIT

Fine tuning can be performed on the panel above the wire feeder motor.

1-Back Combustion Adjustment Trimpot: After wire feeding was completed, to increase the period of the current turn the trimpot clockwise with
a flat screwdriver to increase the final combustion time, turn the trimpot counterclockwise to decrease. Back combustion time can be adjusted
between 0 and 1 sec.

2-Pre-combustion Time Setting Trimpot: Turn the trimpot clockwise with a flat screwdriver to increase the pre-combustion time, turn the trimpot
counterclockwise to decrease the pre-combustion time. Pre-combustion time can be adjusted between 0 and 1 sec.

3-Final Combustion Time Setting Trimpot: Turn the trimpot clockwise with a flat screwdriver to increase the final combustion time, turn the
trimpot counterclockwise to decrease. Final combustion time can be adjusted between 0 and 3 sec.

4-Soft Start Switch: When the switch is in the ON position, wire feed operation starts at a low speed and continues at the set speed after the wire
touches the workpiece and the welding arc starts. When the switch is taken to OFF position, wire feeding starts at the set speed.

5-Free Wire Feed Button: As long as the button is pressed, the wire feed operation is performed, the gas valve won't work. This button can be used
to feed the wire to the torch.

O O
1 2 3
—4 @
O 0 o0 S
O O
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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 kigilerin 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
Tanimlanmasi
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 égreniniz.
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

L CU L Kurulum prosediirlerinin ulusal elektrik standartiarna ve diger ilgili yinetmeliklere
LGS 1y gun oldugundan emin olun ve makinenin yetkili kisiler tarafindan kurulmasini saglayn.

AT

I e

Kuru ve saglam izolasyonlu eldiven ve is dnliigi giyin. Islak ya da hasar gormiis eldiven ve is nliikle-
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 figlerini ¢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 calisiyorsaniz 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 bolgede 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 cevirin ve uyari levhalari asin.

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

Kivilcimlar 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 ~ korumaliklari olan onaylanmis koruyucu is gozliikleri takin.
Sicak Parcalar AGir - Sicak parcalara giplak 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.

www.magmaweld.com

USER MANUAL | KULLANIM KILAVUZU




28  Giivenlik Kurallan

MONOMAG 180

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

« Yanict 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 6zel 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 sondilriicii 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 6liimlere 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

AT &

« 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 askisl, kayis vb.) ve baglantilari-

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

« Giig 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 nce 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 - o L L ey
L LUl 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 girislerinin oniinii kapamayin.
=+ Makinenin havalandirma girilerine, iiretici onay1 olmadan filtre koymayin.
D&
Ark Kaynagi - Bu cihaz TS EN 55011 standardina gdre 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 tesisat¢inin veya
makineyi kullanacak kisinin, makinenin baglanabilirligi konusunda bilgi sahibi olmasi

L 4| gereklidir, bu durumda sorumluluk kullaniciya aittir.

« Calisma 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
bélgeden uzaklastirmasl, filtre kullanimi veya ¢alisma alaninin EMC agisindan korunmaya alinmasi
gibi ekstra onlemler alinabilir.

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

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

=
-
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Calisma Alaninin
Elektromanyetik Uygunlugunun
Degerlendirilmesi

D&

IEC 60974-9 madde 5.2ye gore;

Kaynak ve Kesme donanimi 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 bagisikhidr. 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 goriilmesi durumunda, yerinde 6lgiimler azaltici nlemlerin verimliliklerini onaylamak icin de

kullanilabilir.

(Kaynak: IEC 60974-9).

Parazit Azaltma
Yontemleri

OA

Cihaz 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 kapaklari
kapali ve/veya kilitli olmalidir. Cihaz iizerinde iireticinin yazili onayi 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 baglanmadigi
durumlarda (6rnegin gemi gdvdesi veya celik konstriiksiyon imalati) is parcasi ile toprak arasinda
yapilacak bir baglanti bazi durumlarda emisyonlan diisiirebilir. 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 Gizerinden 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 miimkiin oldugunca uzakta
tutulmalidir,
« Kaynak kablolari 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 alisiimamalidr,
« Kaynak teli besleme birimi veya kaynak giic tinitesini tasirken 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
sinirlamas 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, iizerine su sigramasina veya basincli buhar gelmesine engel

v ™

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 ynetimi hakkinda saticinizdan ve yetkili kisilerden bilgi edinin.
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[ TEKNIK BiLGILER
. 1.1 Genel A¢tklamalar

Monomag 180 dzellikle ince metallerin tamir uygulamalarinda kullanilmak iizere tasarlanmis olan, tek fazli, kademe kontrollii ve sabit gerilimli kom-
pakt yapida MIG/MAG kaynak makinesidir. Uygun kaynak teli ve koruyucu gaz kullanildiginda, bu makineyle her tiir metalin kaynagi yapilabilir. Ala-
simsiz celiklerin kaynagi CO2 altinda bile diisiik sigranti ve kararli ark ile yapilabilir.

Makinenin konsepti endistriyel 3 faz makinelerimiz temel alinarak yapilmistir, 2 makarali tel siirme sistemine sahiptir.

Makine fan sogutmalidir ve asiri Isinmalara karsi termik korumalidir.

. 1.2 Makine Bilesenleri

@ gmaweld™ MONOMAG 180

()_

Sekil 1: On ve Arka Goriiniim

1- Kaynak Parametreleri Tablosu 11-Sigortalar

2-Torg Kablosu 12- Gaz Girisi

3- Toprak Pensesi Kablosu 13- (02 Isitici Prizi (220 VAC)
4- Frenli Doner Tekerlek 14- Sebeke Kablosu

5- Agma/Kapama ve Gerilim Ayar Salteri 15- Tutamak

6-Tel Hizi Ayar Diigmesi 16- Gaz Tiipii Sabitleme Zinciri
7- Termik Lambasi 17- Bidon Tel Girii

8- Sebeke Lambasi 18- Gaz Tiipii Tasima Platformu
9- Doner Tekerlek 19- Sabit Tekerlek
10-Kaldirma Halkasl
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B 1.3 Uriin Etiketi

Calisma Cevrimi
Sicaklik (C°)

6dak.

4dak.

6 dak.

4dak.
EN 60974-1 standardinda da tanimlandid iizere calisma cevrim orani 10 dakikalik bir zaman periyodunu icerir. Ornek olarak %60'da 250A olarak

- - - Tek Fazl Stayik Frgkans Cevirici
MAGMA MEKATRONIK MAKINE SAN. VE TIC.AS. Q4 Transformatdr Dogrultucu
Organize Sanayi Bolgesi 5.Kisim Manisa-TURKIYE |: Yatay Karakteristik
MONOMAG 180 | seriNo: T Pogru Am
N 50974 N2 MIG/MAG Kaynadi
1~ = -
(‘) EN 60974-10 Class A > Sebeke Girigi-1 Fazli Alternatif Akim
5 30A / 15.5V - 140A / 21V Gl Leyf;l:ll;elionamlarda Calismaya
|~ X 20% 60% 100%
I2 140A 80A 60A X Calisma Cevrimi
U Vv
I: ¢ ) 21v 18v 17v Uo Bosta Calisma Gerilimi
R I 28A 13A 9.7A
14-29 ) 5.2KVA 3KVA 2.2kVA Ui Sebeke Gerilimi ve Frekans
3 - Uz Anma Kaynak Gerilimi
u Vv
DD L= 28A l.=12.5A h Sebekeden Cekilen Anma Akimi
o *| 230
1-50'60";',21 Bl e I Anma Kaynak Akimi
1P21S Koruma Sinifi
S Sebekeden Cekilen Giig

6 dak.

4dak.

belirtilen bir makinede 250Ade calisiimak isteniyorsa, makine 10 dakikalik zaman periyodunun ilk 6 dakikasinda hi¢ durmadan kaynak yapabilir
(1 bdlgesi). Ancak bunu takip eden 4 dakika makine sogumasi icin bosta bekletilmelidir (2 bdlgesi).

Zaman(dak.)

www.magmaweld.com
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W 1.4Teknik Gzellikler
TEKNIK OZELLIKLER BiRIM DEGER
Sebeke Gerilimi (1 faz - 50-60 Hz) v 230
Sebekeden Cekilen Gii¢ (%20) kVA 6,2
Sebekeden Cekilen Akim (%20) A 28
Kaynak Akim Ayar Sahas ADC 30-140
Gerilim Ayari Kademe Saysi v 7
Anma Kaynak Akimi (%20) ADC 140
Boyutlar (UxGxY) mm 888x455x870
Agirhk kg 79
Tel Siirme Makarasi (V oluklu) mm 0,6-1,0
Tel Siirme Hizi m/dak 1-17
Koruma Sinifi 1P21S
. 1.5 Aksesuarlar
STANDART AKSESUARLAR ADET URUN KODU
Topraklama Pensesi ve Kablosu 1 7905201603
Gaz Hortumu 1 7907000002
oo 1
MIG/MAG(Tf:rl;(il:{rgggls\tI;sssuar Seti 1 7920000515
* Siparis esnasinda belirtilmelidir.
OPSIYONEL AKSESUARLAR ADET URUN KoDU
Gaz Regiilatdrii (C02) 1 7020001005
Gaz Regiilatori (Mix) 1 7020001004
€02 Isiticr (220V) 1 7020009002
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¢  KURULUM BiLGiLERi
. 2.1 Teslim Alirken Dikkat Edilecek Hususlar

Siparis ettiginiz tiim malzemelerin gelmis oldugundan emin olun. Herhangi bir malzemenin eksik veya hasarli olmasi halinde derhal aldiginiz yer ile
temasa gegin.
Standart kutu sunlari icermektedir;

« Ana makine ve ona bagli sebeke kablosu - Topraklama Pensesi ve Kablosu
« Tiip Hortumu - Garanti Belgesi
«Tor¢ « Kullanim kilavuzu

Hasarli teslimat halinde tutanak tutun, hasarin resmini cekin, irsaliyenin fotokopisi ile birlikte nakliyeci firmaya bildirin. Sorunun devam etmesi
halinde miisteri hizmetleri ile irtibata gein.

. Cihaz iizerindeki sembol ve anlamlari;

"j\ Kaynak yapma islemi tehlike icermektedir. Uygun calisma kosullari saglanmali ve gerekli onlemler alinmalidir. Uzman kisiler makinede
sorumlu olup, gerekli donanimlan saglamalidir. llgili olmayan kisiler kaynak sahasindan uzak tutulmalidir,

B 7] Bu cihaz [EC61000-3-12 uyumlu degildir. Evlerde kullanilan alcak gerilim sebekesine baglanmak istenmesi durumunda, elektrik baglanti-
& sini yapacak tesisatcinin veya makineyi kullanacak kisinin, makinenin baglanabilirligi konusunda bilgi sahibi olmasi gereklidir, bu
durumda sorumluluk kullaniciya aittir.

m (ihaz lizerinde ve kullanim kilavuzunda bulunan giivenlik sembollerine ve uyar notlarina dikkat edilmeli, etiketleri sokiilmemelidir.

Iidir.

ﬁ&* zgaralar havalandirma amaclidir. Agikliklarin iizeri iyi bir sogutma saglamak amaciyla drtiilmemeli ve iceriye yabanci cisim sokulmama-

. 2.2 Kurulum ve Calisma Tavsiyeleri

Makineyi tasimak icin kaldirma halkalari ya da fork-lift kullaniimalidir. MAKINEYi GAZ TUPUYLE birlikte kaldirmay. Gii kaynagini diismeyecedi ve
devrilmeyecedi sert, diizgiin ve egimsiz bir zemine yerlestirin.

Dahaiyi performans icin, makineyi cevresindeki nesnelerden en az 30 cm uzaga yerlestirin. Makine cevresindeki asirt isinma, toz ve neme dikkat edin.
Makineyi direk giines 1s1d1 altinda calistirmayin. Ortam sicakliginin 40°Castigi durumlarda, makineyi daha diisiik akimda ya da daha gevrim oraninda
calistirn.

Dig mekanlarda riizgar ve yagmur varken kaynak yapmaktan kaginin. Bu tiir durumlarda kaynak yapmak zorunluysa, kaynak bdlgesini ve kaynak
makinesini perde ve tenteyle koruyun.

Makineyi konumlandirirken duvar, perde, pano gibi materyallerin makinenin kontrol ve baglantilarina kolay erisimi engellemediginden emin olun.
iceride kaynak yapiyorsaniz, uygun bir duman emme sistemi kullanin. Kapali mekanlarda kaynak dumani ve gazi soluma riski varsa, solunum apa-
ratlar kullanin.

Uriin etiketinde belirtilen galisma gevrimi oranlarina uyun. Calisma cevrimi oranlanini siklikla asmak, makineye hasar verebilir ve bu durum garantiyi
gegersiz kilabilir.

Belirtilen sigorta degerine uygun beslenme kablosu kullaniimalidir.

Toprak kablosunun kaynak bdlgesinin olabildigince yakinina sikica baglayin. Kaynak akiminin kaynak kablolari disindaki elemanlardan, 6rmegin
makinenin kendisi, gaz tiipi, zincir, rulman izerinden gecmesine izin vermeyin.

Gaz tiipii makinenin tizerine yerlestirildidinde, derhal zinciri baglayarak gaz tiipiinii sabitleyin. Eger gaz tiipiinii makinenin iizerine yerlestirmeye-
ceksiniz, tiipi zincirle duvara sabitleyin.

Makinenin arkasinda yer alan elektrik prizi C02 1sitic igindir. CO2 prizine 0z isitici diginda bir cihazi kesinlikle baglamayin !
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. 2.3 Kaynak Baglantilari

I 2.3.1 Toprak Pensesini is Par¢asina Baglama
- Topraklama pensesini, kaynak yapilacak bdlgeye olabildigince yakin yerden i parcasina sikica baglayin.

M 2.3.2 Gaz Tiipiinii Baglama

Emniyetle calismak ve en iyi sonuglari elde etmek icin standarlara uygun regiilator ve isiticilar kullanin. Kullanacaginiz gaz regiilatoriiniin hortum
baglantisinin ebadinin 3/8” (9,5mm) oldugundan emin olun.

Gaz tiipii vanasini (22) basinizi ve yiiziiniizii tiip vanasinin ¢ikisindan uzak tutarak agin ve 5 sn agik tutun. Bu sayede olasi tortu ve pislikler disari
atilacaktir.

Eger C02 1siticr kullanilacaksa, dncelikle CO2 isiticiyr (27) gaz tiipiine (21) baglayin. Gaz regiilatoriini (20) C0: isitictya (27) bagladiktan sonra (02
isiticinin fisini (28) prize takiniz.

Eger C02 1sitiar kullanilmayacaksa, gaz regiilatdriini (20) dogrudan gaz tiipiine (21) baglayin.

Sekil 2: Gaz Tiipii Isitia - Regiilator Baglantilari

19- Zincir 24-Tiip Hortumu

20- Gaz Regiilatorii 25- Debimetre

21- Gaz Tiipii 26- Manometre

22- Gaz Tiipii Vanasl 27- (02 Isitia

23- Debi Ayar Vanasi 28- (02 Isitict Enerji Kablosu

« Tiip hortumunun (24) bir ucunu gaz regiilatdriine (20) baglayin ve kelepgesini sikin. Diger ucunu makinenin arkasindaki gaz girisine baglayin ve
somununu sikin.

« Gaz tiipii vanasini (22) acarak tiipiinin dolulugunu ve gaz yolunda herhangi bir sizinti olmadigini kontrol edin.
Eger sizinti gdstergesi olarak bir ses duyar ve/veya gaz kokusu hissederseniz baglantilarinizi gozden gegirin ve sizintiyr ortadan kaldirin.
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¢ KULLANIM BiLGiLERi
. 3.1 Sebekeye Baglama

Fisi prize takarken, agma/kapama anahtarini “0”

4 Makineyi sebekeye baglamadan dnce sebeke gerilimini kontrol edin
D p )
konumunda oldugundan emin olun.

[230VAC].

« A¢ma/ kapama anahtan ile makineyi calistirin.
« Fan sesini duyduktan ve sebeke lambasinin yandigini gérdiikten sonra agma/kapama anahtarini tekrar “0” kapali konumuna getirerek makineyi
kapatin.

. 3.2 Tel Siirme Makarasinin Se¢imi ve Degisimi

« Tel sirme béliimiiniin kapagini agin. 2 makaral tel siirme sistemini goreceksiniz.
29- Motor

30- Euro Konnektor

31- Baski Makaras Kolu
32- Baski Makaralari
33-Tel Siirme Makaralari
34-T.S. Makaralari Vidalar

Sekil 3: Tel Siirme Sistemi

« Kullanacaginiz kaynak telinin malzemesine ve ¢apina uygun tel siirme makaralari kullanin. Celik ve paslanmaz celik igin V oluklu, 6zIi tel icin tirtilli
V oluklu, aliminyum icin U oluklu tel sirme makaralart kullanin.

« Tel siirme makaralarini degistirmeniz gerektiginde baski makarasi kolunu (31) kendinize dogru ¢ekip baski makaralarini (32) kaldirdiktan sonra
tel siirme makaralarinin vidalarini (34) sokiin ve mevcut makaralari ¢ikartin (33).

Makaralarin her iki yiizii de, kullanildiklari tel capina gore isaretlenmistir.
Makaralan kullanacaginiz tel capi degeri size bakan tarafta olacak sekilde flansa yerlestirin.

« Kullanacaginiz makaralar yerlestirdikten sonra, vidalarini (34) tekrar takip baski makaralarini (32) indirin ve baski makarasi kolunu (31) kaldirarak
baski makaralan (32) iizerine kilitleyin.

Sekil 4: Tel Siirme Makaralarinin Cikartilmasi Sekil 5: Tel Siirme Makaralarinin Yerlestirilmesi
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. 3.3 Tel Sepetini Yerlestirme ve Teli Siirme

« Tel tasima sisteminin vidasini (35) cevirerek ¢ikartin. Kaynak teli makarasini (36) tel tagima sistemi miline (37) gegirin ve vidayi (35) tekrardan sikin.

A\

Tel tagima sisteminin vidasinin (35) ¢ok sikilmasi telin siiriilmesini
engeller ve arizalara neden olabilir. Vidanin (35) az sikilmasi ise tel
siirmenin durduruldugu anlarda tel sepetinin bosalip bir siire sonra
karigmasina neden olabilir. 0 nedenle, vidayi (35) ne ¢ok siki ne de ¢ok
gevsek baglayin.

Sekil 6: Tel Sepetini Yerlegtirme
« Tel siirme makarasinin lizerindeki baski kolunu (31) gekip asad indirin, yani baski makarasini (32) boglayin.

K 4 Kaynak telini tel sepetinde baglandigi yerden ¢ikartip elinizden kagirmadan ucunu yan keskiyle kesin.

v

A Telin ucunun kagiriimasi durumunda tel bir yay gibi firlayarak size ve cevrenizdekilere zarar verebilir.

« Teli birakmadan tel giris kilavuzundan gecirerek makaralara, makaralar iizerinden de torcun icine siiriin.

Sekil 7: Teli Makaraya Siirme

- Baski makaralanini bastinp baski kolunu kaldirn Jill

« Agma / Kapama anahtarini“1” konumuna getirerek makineyi galistirin. I

« Tel tor¢ ucundan ¢ikana kadar tetige basin, bu arada kaynak teli makarasinin rahat dondiigiini gozlemleyin, tetidi bir kac kere basip birakarak
sarimda herhangi bir gevseme olup olmadigini kontrol edin. [l

- Gevseme ve/veya geri sarma gozleniyorsa, tel tasima sisteminin vidasini biraz daha sikin.

« Tel torg ucundan ¢ikinca nozulu ve kontak memeyi torca geri takin. 4

« Teli bir tahta tizerine siirerek B uygun tel baski ayarini yapin & ve tel ucunu kesin.Jlid
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A: Uygun tel baskisi ve kanal dl¢iisii

B: Baski kolu ¢ok sikistinildig icin telin seklinde bozulmalar olusuyor.

C: Baski kolu gok sikistinldidi icin makara yiizeyinde bozulmalar oluguyor.

D: Makaranin kanal boyu kullanilan tel icin kiiciik. Telin seklinde bozulmalar oluguyor.
E: Makaranin kanal boyu kullanilan tel icin biiyiik. Tel kaynak bdlgesine sevk edilemiyor.

A D E
T~ L~ ) L
vF A

Sekil 8: Baski Ayari ve Makara Se¢imi Hatalan

. 3.4 Gaz Debisini Ayarlama

A Gaz Ayarini ve Gaz Testini Tel Siirme Makarasinin Baski Kolunu Kaldirarak Yapin!

« Debi ayar vanasl ile gaz debisini ayarlayin.
+ Pratik gaz (€0, , Ar, kansim) debisi orani tel capinin 10 katidir. céﬁﬁ'e“"z':tal Paslanmaz

Ornedin tel cap1 0,9 mm ise, gaz debisi 10 x 0,9 = 9 It/dak. olarak Ozlii Tel Celik

ayarlanabilir. 08  8lt/dak. 71t/dak. 8 It/dak. 8lt/dak.
« Daha hassas debi ayari icin yandaki tabloyu kullanabilirsiniz. 09  9lt/dak. 8t/dak. 9 It/dak. 9lt/dak.

« Gaz debisini ayarladiktan sonra baski makarast kolunu kaldirin ve tel 10 10lt/dak. 9 It/dak. 10It/dak. 101t/dak.
stirme Ginitesinin kapagini kapatin.

Tel Capt (mm)
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. 3.5 Kaynaga Baslama ve Kaynagi Sonlandirma

tablosundan“Kaba Ayar Kademesi’, “Ince Ayar Kademesi” ve “Tel Siirme Hizi"ni tespit edin ve makinenizi bu ayarlara getirin.

« Kullanacaginiz telin capina, kullanacaginiz gazin tiiriine ve kaynagini yapacaginiz malzemenin kalinligina gore makinenizin kaynak parametreleri

Tel Capi

Malzeme Kalinhigi
Kaba Ayar Kademesi
ince Ayar Kademesi
Tel Siirme Hizi

Akim

<>£Lhﬂ&

Gerilim

« Biitiin giivenlik kurallarina uydugunuzdan ve gerekli nlemleri aldiginizdan emin olduktan sonra kaynaga baslayabilirsiniz.
« Kaynak esnasinda anlik kaynak gerilimi voltmetrede, anlik kaynak akimi ampermetrede gériintiilenecektir.

Q Kaynak yapmadiginiz zamanlarda torcu is parcasina, kaynak pensesine, makinenin kaportasina degmeyecek ve tetigi

basili kalmayacak sekilde birakin.

« Kaynak makinesiyle isiniz bittikten sonra bir siire makinenin sogumasini bekleyip agma kapama anahtarini “0” konumuna getirin. Makinenin

fisini ekin ve gaz tiipiinii kapatin.

. 3.6 Kaynak Parametreleri

- Kaynak parametrelerine laboratuar kosullarinda masif tel ile yapilan yatay kaynakla ulasiimistir.
Uygulamaya ve ortam kosullarina gare dederler degisiklik gosterebilir.

co: Ar/CO: (80/20)
LT w05 1] 2 05[1]2]3
| 2034 112]3]|5
£
5@8,358 4|57 135
©
S A 35(60 |70 45|55(70(115
Q
Vv 1920 21 16 (17|20 | 22
LT 1|23 1]2]3]s
| 3|45 34|56
£
£ @8, 4(55)7 45| 6 (85|11
©
< A 75|90 (105 80 [100[125[145
)
Vv 19201 21 18(19| 21| 22
LT 2|35 2|35
F | 4|56 4|57
£
£ @8, 35(55| 7 45(55|95
=
h A [100[125|140 120(135/160
)
Vv 20| 21|25 20(20 | 21
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{2 BAKIM VE ARIZA BILGILERI

Makineye yapilacak bakim ve onarimlarin mutlaka yetkin kisiler tarafindan yapiimasi gerekmektedir. Yetkisiz kisiler
tarafindan yapilacak miidahaleler sonucu olusacak kazalardan firmamiz sorumlu degildir.

Onarim esnasinda kullanilacak parcalar yetkili servislerimizden temin edebilirsiniz. Orijinal yedek parca kullanimi
makinenizin dmriinii uzatacadi gibi performans kayiplarini engeller.

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

Garanti siiresi ierisinde retici tarafindan yetkilendirilmemis herhangi bir girisiminde tim garanti hiikimleri
gegersiz olacaktir.

Gegerli giivenlik kurallarina bakim onarim iglemleri sirasinda mutlaka uyunuz.

Tamir igin makinenin herhangi bir islem yapilmadan 6nce, makinenin elektrik fisini sebekeden ayiriniz ve
kondansatdrlerin bosalmast icin 10 saniye bekleyiniz.

. 4.1Bakim

-
%) 3AydasBir

« (ihaz izerindeki uyan etiketlerini sokmeyiniz. Yipranmis / yirtilmis etiketleri yenisi ile degistiriniz. Etiketleri yetkili =
servisten temin edebilirsiniz. / ey

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

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

- Havalandirma icin yeterli alan olduguna emin olunuz. Opsiyonel Tig torcu iizerindeki sarf malzemeler diizenli olarak M
temizlenmelidir. Eger gerekiyorsa degistirilmelidir. Bu malzemelerin uzun siireli kullanilmast icin orjinal Giriinler

olmasina dikkat edilmelidir. L~

.

.

.

.

.

.

e W@

r('.'_) 6 Ayda Bir

« (ivata, somun gibi birlestirici parcalar temizleyiniz ve sikistinniz.

« Elektrod pensesi ve toprak pensesi kablolarini kontrol ediniz. K@
”% }
Al

« Makinenin yan kapaklarini agarak diisiik basingli kuru hava ile temizleyiniz. Elektronik parcalara yakin mesafeden
basingli hava uygulamayiniz.

. 4.2 Periyodik Olmayan Bakim =
« Tel Sirme Mekanizmas temiz tutulmali ve makara yiizeyleri kesinlikle yaglanmamalr. E@F}
« Her kaynak teli degisiminde mutlaka mekanizma iizerinde biriken kalintilan kuru hava yardimiyla temizleyin.

« Torg iizerindeki sarf malzemeler diizenli olarak temizlenmeli. Eger gerekiyorsa degistirilmeli. Bu malzemelerin uzun
siireli kullamilmasi igin orjinal iiriin ler olmasina dikkat edin. %

NOT: Yukanida belirtilen siireler, cihazinizda hicbir sorunla karstlasiimamasi durumunda uygulanmasi gereken maksimum

periyotlardir. Calisma ortamimizin yogunluguna ve kirliligine gore yukarda belirtilen islemleri daha stk araliklarla tekrarlayabilirsiniz.

A Asla kaynak makinesinin kapaklari agikken kaynak yapmayin.
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. 4.3 Hata Giderme
Asagidaki tablolarda karsilasilan olasi hatalar ve ¢oziim dnerileri bulunmaktadir.

T e I em

Makine calismiyor. « Elektronik kart arizali.

Yetkili servise daniginiz.

Sigortaatik“F3". « Sigortay! degistiriniz.

Tel siirme motoru calismiyor.

Elektronik kart arizali. « Yetkili servise daniginiz.

Tel siirme makaralari tel capina uygun segil-
Tel siirme motoru calisiyor, fakat tel iler- menmis.
lemiyor.

Uygun tel siirme makarasi seginiz.

.

Tel siirme makaralarindaki baski ¢ok az. Dogru baski makarasi ayarini yapiniz.

Kontakmeme ebad hatali secilmis veya tah-

rbat gormis, « Kontakmemeyi degistiriniz.

Baski makaralarinin baskisi az.

Dogru baski makarasi ayarini yapiniz.

Iyi kaynak yapilmiyor.

(02 Isitici sigortasi atik “F2". Sigortay! degistiriniz.

« Kullanilan gazi ve ayarini kontrol ediniz.

« Koruyucu gaz ¢ok fazla veya ok az geliyor. Gaz ayar yapilamiyor ise yetkili servise
danisiniz.
- Sigorta atik “F1". « Sigortay! degistiriniz.

Fan calismiyor.
Fan motoru anizal.

Yetkili servise daniginiz.

Makine giriiltiilii calisiyor. Fan motoru arizall.

Yetkili servise daniginiz.

Kaynak akimi kararli degil ve/veya ayarlan-

« Diyot grubu arizali. « Yetkili servise daniginiz.
miyor.

Isitici priz calismiyor. Sigorta atik “F2". Sigortay degistiriniz.

. 4.4 Sigortalar

Gecikmeli Fan Motoru
F2 1A Hizli 02 Isitici Prizi
F3 10A Hizl Tel Siirme
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P EK1 - YEDEK PARGA LISTES|
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M ek 1 - VEDEK PARGA LisTESi
NO TANIM MALZEME KODU
1 Sinyal Ampulii Neon (N773) - 24VDC A310310004
2 Sinyal Ampulii Neon (N773) - 220VAC A310310002
3 Potans Diigmesi - Biiyiik A229500002
4 Pako Salter (1 Faz)(0-7)(20A) - CA10-TR2569 A308010004
5 Kaynak Prizi (T) - 35-70 A377900106
6 Potansiyometre - 10K A410810004
7 Plastik Doner Tekerlek - 100x35 A225220008
8 Plastik Doner Tekerlek (Frenli) - 100x35 A225220106
9 Diyot Kopriisii (1 Faz) - 65A(%100) A430902004
10 Sok Bobin (Komple) K304500028
n Ana Transformator K304000048
12 Plastik Tekerlek - 250x50x20 A225222010
13 Sogutucu Fan - BSF-250 A250001124
14 Monofaze Makine Prizi - 16A/240V A377100004
15 Cam Sigorta Hizli - 1A A300101005
16 Cam Sigorta Gecikmeli - 800MA A300102003
17 Cam Sigorta Hizli - 10A A300101015
18 (Cam Sigorta Yuvas - 20x5mm A300190001
19 Gaz Ventili (5541) - 24VAC A253006014
20 Kontaktor - 24VAC/16A A311000016
21 Kumanda Trafosu - 220/28 50VA K304400012
22 Elektronik Kart - E301A K405000028
23 Tel Siirme Sistemi-1 - SF 15037 K309002204
24 Kirmizi Bus Buton 12mm A310050002
25 Switch 2 Konumlu 1 Kutuplu A310100006
26 U Bakalit Kol A229102002
27 Aybolt (Erkek) - M10 A281101010
28 Tel. Tas. Mak. Sistemi 3'Lii Baglanti A229900003
29 Yaprak Mentese (Zamak) 40x40 A229200004
30 Kapak Kilidi A229300006
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M Ex2- DEVRE SEMASI
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P £x3 - TEL SURME UNITESI iGINDE YER ALAN INCE AVARLAR

Tel siirme motorunun yukarisinda yer alan panel iizerinden ince ayarlari yapabilirsiniz.

1- Geri Yanma Ayar Trimpotu: Tel siirme sona erdikten sonra devam eden akimin siiresini arttirmak icin trimpotu diiz uclu bir tornavida ile saat
yoniinde cevirin, azaltmak icin trimpotu saat yoniiniin tersine cevirin. Geri yanma siiresi 0-1 sn araliinda ayarlanabilir.

2- On Gaz Siiresi Ayar Trimpotu: On gaz siiresini arttirmak icin trimpotu diiz uclu bir tornavida ile saat yniinde evirin, azaltmak icin trimpotu saat
yoniiniin tersine cevirin. On gaz siiresi 0-3 sn aralijinda ayarlanabilir.

3- Son Gaz Siiresi Ayar Trimpotu: Son gaz siiresini arttirmak icin trimpotu diiz uclu bir tornavida ile saat yoniinde cevirin, azaltmak icin trimpotu
saat yoniiniin tersine cevirin. Son gaz siiresi 0-3 sn aralijinda ayarlanabilir.

4- Soft Start Anahtari: Anahtar ON konumunda iken, tel siirme diisiik bir hizda baslar ve tel is parcasina dedip de kaynak arki basladiktan sonra
ayarlanan hizda devam eder. Anahtar OFF konumunda iken tel siirme ayarlanan hizda baglar.

5-Serbest Tel Siirme Diigmesi: Diigmeye basili tutuldugu siirece tel silriiliir, gaz ventili calismaz. Bu diigmeyi teli torca siirmek iin kullanabilirsiniz.

O O
1 2 3
—4 @
O 0 o0 S
O O
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DECLARATION OF CONFORMITY C € )
UYGUNLUK DEKLARASYONU

Company/ Firma
Magma Mekatronik Makine Sanayi ve Ticaret A.S.
Organize Sanayi Bolgesi 5. Kisim Yalgin Ozaras Caddesi No: 145030 Manisa / TURKIVE

Factory/ Fabrika
Magma Mekatronik Makine Sanayi ve Ticaret A.S.
Organize Sanayi Bdlgesi 5. Kisim Yalcin Ozaras Caddesi No:145030 Manisa / TURKIYE

The Product/ Uiriin

Appropriate for professional and industrial usage.
MONOMAG 180 140Amp (%20) MIG/MAG Welding Machine

Profesyonel ve endiistriyel kullanima uygun
MONOMAG 180 140Amp (%20) MIG/MAG Kaynak Makinesi

Date of assessment / Degerlendirme Tarihi
18.11.2019

European Standard / Avrupa Standart
ENIEC60974-1:2018 , EN 60974-10:2014

Meet the requirements of the European Directive

Gereklilikler Karsilanan Avrupa Direktifleri
EMC Directive 2014/30/EU - LVD Directive 2014/35/EU

Magma Mekatronik Makine Industry and Trade Co. We declare that the above mentioned
products comply with the standard. This declaration will loose its validity in case of
modification on the welding machine without our written authorization.

Magma Mekatronik Makine Sanayi ve Ticaret A.S. olarak yukarida gegen iiriiniin standartlara
uygun oldugunu beyan ederiz. Yazili iznimiz olmaksizin makine iizerinde yapilan degisiklikler
bu belgeyi gecersiz kilacaktr.

Date of issue / Yayn Tarihi Sebahattin DEMIR

Manisa-18.11.2019 Fabrika Miidiirii / Plant Manager
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Giincel servis listemiz icin www.magmaweld.com web sitemizi ziyaret ediniz.



IMALATCI FIRMA
Organize Sanayi Bdlgesi 5. Kisim Yalgin Ozaras Caddesi No. 1
45030, MANISA, Tiirkiye

T: (+90) 236 226 27 28

Made in TURKIYE

23.09.2020
UM_MONOM180_052011_092020_001_52

(+90) 44493 53

@ng mdweld magmaweld.com

info@magmaweld.com



