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@ WIRE FEED UNIT QUICK USER MANUAL

1-) SECTIONS OF THE WIRE FEEDING SYSTEM AND CONNECTIONS

Water Flow Connection (Blue)

Water Return Connection (Red)

Euro Type Torch Connection

Wire Threading / Gas Test Button

Wire Feeding Roller System
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Wirespool Holder With Brake

2-) INSERTING THE WIRE SPOOL AND POINTS TO CONSIDER

¢ Shut down the power of the machine.

* Remove the wire spool from its packaging.

 Unscrew the wire spool lock nut o

« Place the wire spool onto the adapter.

e Make sure that the brake pin on the S300 model spools are located in the hole on the spool 9
Optional adapters may be required for use with different types of spools (B300-S200, etc.).
Contact the authorized service.

e Visually check and make sure that the wire spool is fully placed on the adapter 6

* Reinsert the lock nut and make sure it is tightened.
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3-) WIRE SPOOL ADJUSTING THE BRAKE

» Wire spool housing system is equipped with a brake mechanism to prevent the spool from rotating
except when needed during use. The brake adjustment should be done in a strict manner to prevent
undesired rotation of the wire spool when the wire feeding motor stops, but to not prevent the spool from
rotating when the wire feeding motor is feeding the wire.

« Brake adjustment is performed by tightening the screw on the inside of the wire spool adapter.

¢ If the wire brake adjustment is too tight, the wire motor will be strained and irregular wire feeding
problems will be encountered.

« If the wire brake adjustment is too loose, the spool will continue to rotate even though the wire feeding
motor stops when the welding operation is finished as braking will be insufficient.

4-) WIRE ROLLER SELECTION AND POINTS TO CONSIDER

» Wire rollers should be selected according to the wire diameter and wire type
used. Failure to select the correct rollers can cause problems such as wire
deformation, as well as directly affect the wire feeding performance.

« Suitable wire diameters are also made more prominent by using color codes as
indicated on the wire rollers.

Color Code and Roller Table

0,8 mm ID Series RS Series Type Name Dimensions

1,0 mm 7027400000 - Straight Top Reel

1,2 mm 7027400810 | 7027000810 \% Standard 0.8-1.0 mm

1,6 mm 7027401012 | 7027001012 \' Standard 1.0-1.2 mm -

2,0 mm 7027401216 | 7027001216 \ Standard 1.2-1.6 mm

2,4mm 7027402024 | 7027002024 \% Standard 2.0-2.4 mm
7027410810 | 7027010810 U Aluminum Wire Compatible| 0.8-1.0 mm
7027411012 | 7027011012 U Aluminum Wire Compatible| 1.0-1.2 mm -
7027411216 | 7027011216 1] Aluminum Wire Compatible| 1.2-1.6 mm

7027412024 | 7027012024 U Aluminum Wire Compatible| 2.0-2.4 mm

7027420810 | 7027020810 | Serrated | Cored Wire Compatible | 0.8-1.0 mm
7027421012 | 7027021012 | Serrated | Cored Wire Compatible | 1.0-1.2 mm -
7027421216 | 7027021216 | Serrated | Cored Wire Compatible | 1.2-1.6 mm

7027422024 | 7027022024 | Serrated | Cored Wire Compatible | 2.0-2.4 mm
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5-) CHANGING THE ROLLER AND TENSION ADJUSTMENT

Changing The Roller

» The machine’s power must be shut down before changing the roller.

» Move the tension arms to the free position €).

« Remove the roller set screws @.

« Remove the installed roller @.

« Insert the new rollers with the wire diameter number facing outward @.
« Reinsert the roller set screws @.

« Lock the tension arms @.

Inserting Wire Roller (RS SERIES) Inserting Wire Roller (ID SERIES)
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Set The Contact Pressure

« Tension adjustment refers to the force applied by wire rollers on the welding wire.

¢ Tension adjustment is increased by turning the adjusting nut clockwise, and decreased by turning the
adjusting nut counter clockwise.

e Firstly, loosen the tension adjustment.

By pressing the free wire feeding button, activate the wire feeding motor.

» When the wire feeding motor is running, begin to tighten the tension adjustment gradually.

« Increase the tension until the rollers begin to feed the wire without interruption.

o After the point at which the rollers start to feed the wire, optimal adjustment can be achieved by tightening
the tension one more round.

» Tension adjustment should be in such a way as to force slightly when you want to stop the wire with your
hand as the wire exits the end of the torch.

« If the tension setting is too low, the wire will slip through the rollers and irregular wire output will occur.

« Ifthe tension setting is too high, the rollers will crush the wire and deform it. The deformed wire will cause
problems when moving in the torch and exiting from contact tip.
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1-) TEL SURME SiSTEMi BOLUMLERI VE KONNEKTORLER

Soguk Su Cikis Kaplin

Sicak Su Giris Kaplin

Euro Konnektor Tor¢ Baglantisi

Serbest Tel / Serbest Gaz Butonu

Tel Siirme Makara Sistemi
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Tel Bobin Yuvasi

2-) TEL MAKARASININ MONTAJI VE DiKKAT EDILECEK HUSUSLAR

e Makinanin enerjisini kesin.

 Tel makarasini ambalajindan ¢ikartin.

* Tel makarasi kilit somununu sokiin o

¢ Adaptoriin tizerine tel makarasini oturtun.

¢ S300 model makaralarda fren piminin makara tizerinde bulunan delige yerlestiginden emin olun 9
Farkli tip makara ile kullanimlarda (B300-S200 vb) opsiyonel adaptorlere ihtiya¢ duyulabilmektedir.
Yetkili servis ile irtibata gec¢iniz.

¢ Tel makarasinin adaptorii lizerine tam olarak yerlestiginden goz ile kontrol edip emin olun @ .

« Kilit somununu yeniden takin ve sikildigindan emin olun.

-
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3-) TEL MAKARASI FRENLEME AYARLARI

¢ Kullanim esnasinda ihtiya¢ disinda makaranin donmesini engellemek amagl tel siirme gébek sistemi fren
mekanizmasi ile donatilmistir. Fren ayari tel siirme motoru durdugunda tel makarasinin istemsiz
dénmesini engelleyecek ancak tel stirme motoru teli siirerken, bobinin dénmesini engellemeyecek
sikilikta yapilmaldir.

e Fren ayar1 adaptoriin i¢ kismindaki vidanin sikilmasi ile yapilmaktadir.

e Tel fren ayarinin gereginden fazla siki olmas1 durumunda tel motorunun zorlanmasi, diizensiz tel siirme
problemleri ile karsilasilacaktir.

e Tel fren ayarinin gereginden gevsek olmasi durumunda kaynak sonlandirildiginda tel siirme motoru
durdugu halde frenleme yetersiz olacagindan makara donmeye devam edecektir.

4-) TEL BESLEME MAKARASI SECiMi VE DiKKAT EDILECEK HUSUSLAR

e Tel siirme makaralari kullanilan tel ¢ap1 ve tipine uygun secilmelidir.
Dogru makaralarin secilmemesi telin deforme olmasi gibi problemlere neden
olabilecegi gibi tel siirme performansini direk olarak etkileyecektir.

e Tel siirme makaralari tizerinde uygun tel ¢aplari belirtildigi gibi ayrica renk
kodlari kullanilarak daha belirgin hale getirilmistir.

Renk Kodu ve Makara Tablosu

0,8 mm ID Serisi RS Serisi |Kanal Tipi Ad

1,0 mm 7027400000 - Diiz Ust Makara

1,2 mm 7027400810 | 7027000810 \% Standart

1,6 mm 7027401012 | 7027001012 \' Standart

2,0 mm 7027401216 | 7027001216 \ Standart

2,4mm 7027402024 | 7027002024 \% Standart
7027410810 | 7027010810 U Aliiminyum Tel Uyumlu
7027411012 | 7027011012 U Aliiminyum Tel Uyumlu
7027411216 | 7027011216 1] Aliiminyum Tel Uyumlu
7027412024 | 7027012024 U Aliiminyum Tel Uyumlu
7027420810 | 7027020810 | Tirtikhi 0Ozlii Tel Uyumlu
7027421012 | 7027021012 | Tirtikh 0zlii Tel Uyumlu
7027421216 | 7027021216 | Tirtikh 0zlii Tel Uyumlu
7027422024 | 7027022024 | Tirtikhi 0zlii Tel Uyumlu
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5-) MAKARA DEGIiSiMi VE BASKI AYARLARININ YAPILMASI

Makara Degisimi

e Makara degisimi 6ncesi makinenin enerjisi kesilmelidir.
 Baski makara kollarini serbest konuma getirin Q.
 Makara tespit vidalarini sékiin @.

e Mevcut makaray1 ¢ikartin (3]

e Kullanilacak tel ¢cap1 numarasi disa bakacak sekilde yeni makaray1 yerlestirine.
o Makara tespit vidalarini geri takin @.
o Baski makara kollarin kilitleyin @.

Tel Makara Takilmasi (RS SERISi) Tel Makara Takilmas: (ID SERISI)
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Makara Baski Ayar1

« Baski ayart; tel siirme makaralarinin kaynak teli tizerine uyguladigi kuvveti ifade etmektedir.

¢ Baski ayari, ayar somununun saat yoniinde sikilmasi ile arttirilmakta, saat yonii tersine ¢evrilmesi ile
azaltilmaktadir.

¢ Baski ayar1 dncelikle gevsetilir.

¢ Tel siirme butonuna basilarak tel stirme motorunun devreye girmesi saglanir.

e Tel stirme motoru ¢alisir haldeyken baski ayar1 yavas yavas sikilmaya baslanir.

e Makaralar teli kesintisiz siirmeye baslayana kadar baski arttirilir.

¢ Makaralarin teli siirmeye basladig1 noktadan sonra, baski bir tur daha sikilarak optimum ayar saglanabilir.

« Sikilik ayary, tel torcun ucundan ¢ikarken eliniz ile teli durdurmak istediginizde hafif zorlayacak sekilde
olmahdir.

¢ Baski ayar1 diisiik olmas1 durumunda tel makaralar tizerinden kayacak ve diizensiz tel ¢ikisi
gerceklesecektir.

» Baski ayarinin yiiksek olmasi durumunda makaralar teli ezerek deforme edecektir. Deforme olan tel torg
icinde ilerleyiste ve tor¢ ucundan ¢ikista problemlere neden olacaktir.
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