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1 TEXHUKA BE3OIMNACHOCTHU

Monb3oBarenu ceapoyHoro obopyposaHmAa ESAB oTBevatoT 3a BbINOSIHEHME NPAaBUST TEXHNKK
6esonacHocTM nuuamu, paboratoLMMmu Ha 060pyAOBaHWUM U PAAOM C HUM. [paBuna TexXHNKK
6esonacHoCTM oMKHbI oTBeYaTb TpebosaHnAM K BesonacHom akcnyaTaunum cesapoYHOro
obopypnosaHuA aToro Tvna. NoMmMMo cTaHaapTHbIX NpaBus TEXHUKU 6e30MNacHOCTU U OXpPaHbl
Tpyaa Ha paboyem MecTe peKOMeHAYeTCA cregytoLLee.

Bce paf)OTbI OOJI>XHbl BbINMOJIHATbCA MOATrOTOBJIEHHBIMW NTMUAMW, 3HAKOMbIMU C aKcnnyaTaumeVl
ceapoyHoro obopynosaHua. HenpasunbHaA akcnnyatauma o6opyaoBaHUA MOXKET BbI3BaTb
onacHbIM cUTyauun, NPUBOAALLME K TPAaBMUPOBAHUIO NepcoHasna 1 NoBpeXxaeHuto
obopypnosaHuA.

1. Bce nnua, ucnonbaytowime ceapovHoe obopynosaHue, AOMKHbI 3HATb:
* VHCTPYKLUK MO 3KCrnyaraumm
e pacnofioXKeHne OpraHoB aBapUNHOIO OCTaHOBa
e HasHauyeHue obopynoBaHuA
e npasuna TexHUKn 6esonacHoOCTU
e TEXHOJOrMIO CBapPKM

2. Onepartop obecneynBaer:
e yaaneHue NOCTOPOHHUX Nnu, 3 pabouert 30HbI 060pPYyA0BaHUA NPU ero 3arnyckKe
* 3alWMTY BCEX 1L, OT BO3OENCTBUA CBAPOUHOWN Ayru
3. Pabouee MeCTO O0/MKHO:
e OTBeuYarb YCIOBUAM JKCrnnyaTaumnm
* HE UMETb CKBO3HAKOB

4. CpegcTsa 3aWmThl NepcoHana
¢ Bo Bcex cny4yanAx pekoMeHayeTcA ncnonb3oBartb MHOAMBUAYaNbHble CpeacTea 3aLllnThbl,
Hanpumep, 3alMTHbIE OYKW, OTHECTOMKYIO CMELLOAeXAyY U 3alLUnTHbIE PyKaBuLbI.
* [lpu cBapke 3anpeLlaeTcA HOCUTb CBOOOAHYIO OfeXnay, YKpaLleHnA 1 T.4., HarnpuMmep,
wapdobl, bpacnersl, KofbLa, KOTOpble MOryT MONacTb B CBapOUYHOE 060opynoBaHue nnm
BbIi3BaTb OXOr'w.

5. O6iure mepbl NPenOCTOPOIKHOCTU

¢ [lpoBepbre HAQEXXHOCTb NogkstoyeHna obpaTtHoro kabena.

e PaboTbl Ha 060pynOBaHMM C BbICOKMM HamnpAXXEHNEM B0JXKHbI NPOM3BOAUTLCA
TOJIbKO KBasIMpmMLMpOBaHHbIM 3J51IEKTPUKOM.

e B npepenax poctyna Ao/HKHbl HAXOOMTbCA COOTBETCTBYIOLLIME CPencTaa
NOXapPOTYLLEHWNA, UMEIOLLME ACHYIO MapKNPOBKY.

e 3anpelwiaeTcA NPOBOANTL CMA3Ky 1 TEXHMYECKoe o0bcnyxusaHne obopynosaHme BO
BpPEMA 3Kchyarauuu.

KomnaHua ESAB roroBa npepgoctaButb BaM BCe 3aLLLMTHOE CHapAXeHue u
npuHapeXxHocTu, Heobxoaumsie OA BbINOSIHEHUA CBApPOUHbIX pabor.

A BHUMAHMUE!

Mepen Ha4YanoM MOHTaXa U SKCnyaTauum BHUMATESIbHO
N3yunTe COOTBETCTBYHOLLME UHCTPYKLUN.

A BHMMAHUE!

Sal'lpeLU.aeTCH ncnonb3oBarb UCTOYHUK NMUTAHUA OJ1A OTTanBaHUA prf)

A OaHHOe uspgenue npepHa3HaueHO TOJIbKO AJ1A AYyroBOW CBapKM.
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A\ OCTOPOXXHO! /A

D,YFOAAH CAAPKA 1 PE3KA OMACHbI KAK 018 UCNONHUTENA PABOT, TAK U ANA
MOCTOPOHHUX L. TPEBYWUTE COBJTIOAEHUE ACEX NMPAAWI BE3OMNACHOCTMH,
ﬂEﬂCTAYpMMX HA OBBEKTE, KOTOPbIE AO/MKHbl YUUTBIAATD CAEAEHMA OB ONACHOCTAX,
NPEOCTAANEHHbIE N3rOTOAUTESNIEM CAAPOUHOIO OBOPYOOAAHMAL.

OMACHOCTb CMEPTEJIbHOI'O NMOPA>KEHUA JNNIEKTPUYECKUM TOKOM.

¢ (CBapouyHbIl arperar ycTaHaBMBaETCA U 3a3eMIIAETCA B COOTBETCTBMU C AENCTBYIOLLMMU HOPMaMU U
npasunamm.

¢ He ponyckainTte KOHTakTa HaXOOALLMXCA MOfA, HAaNpPAXEeHNEM AeTanen n ANeKTPOA0B C He3allULLLEHHBIMN
YacTAMU Tena, MOKPbIMU PyKaBuLLaMn 1 MOKPOW OREXA0N.

¢ ObecneuybTe ANEKTPUYECKYIO N3ONALMIO OT 3EMJIN U CBApMBaeMbIX AeTanen.

» Obecneusre cobnopgeHne 6esonacHbix paboumx paccToAHMN.

AObIMbl U FA3bl moryT 6bITh ONacHbl ANA yenoseka

¢ VcknioumTe BO3MOXXHOCTb BO3LEVCTBUA AbIMOB.

e [1nA UCKNIOYEHNA BObIXaHWA AbIMOB BO BPEMA CBapKU opraHusyetcA obLuan BEHTUNALMA NOMELLEeHWA, a
TaKXXe BbITAXKHAA BEHTUNALMA N3 30HbI CBAPKM.

U3NYYEHUE OYTU Bbi3bIBaeT Nopa)KeHUe rnas v 0XKoru KoXxu.

e 3awmTnTe rnasa un Koxy. 1A 3Toro NCnonb3ynTe 3aLUTHbIE LLIUTKK, LLBETHBIE NIMH3bI U 3aLLUTHYIO
crneuonexay.

e [1nA 3awmTbl NTOCTOPOHHUX NNL, NPUMEHAIOTCA 3aLLUTHBIE 3KPaHbl NN 3aHaBeCHU.

MO>XAPOOIMACHOCTb

¢ Wckpebl (6pbi3rn MmeTanna) MOryT Bbl3BaTb noxxap. Ybegutecb B OTCYTCTBUM FOPHOYNX Marepuasnos
no6nm3ocTn OT MecTa CBapKu.

LLUYM - UpeamepHbIil LLYM MOXKET MPUBECTU K NOBPEXAEHUIO OPraHOB criyxa

¢ [MpumunTe Mepbl ANA 3awmThbl cnyxa. Vicnonb3yiTte 3atblukn ANA yLwen unn gpyrue cpeacrsa 3auTbl
cnyxa.

¢ [pepynpepunte NOCTOPOHHWUX NUL, 06 ONacHoOCTK.

HEUCMNPABHOCTU -- Mpu HeucnpasHOCTM obpaTuTechb K cneuuasiuctam no CBapouHoMy
obopypoBaHuto

I I'Iepep. HauaJZioM MOHTaXa n 3Kcryiyataumum BHUMaTeJZiIbHO N3yunte COOTBETCTBYHOLLLNEe NMHCTPYKLUNN. I

SALLNTUTE CEBA N OPYTUX!

2 BBEOEHUE

Mig C3000i - 3T0O MICTOUHUK CBAPOYHOrO TOKa, NPeAHa3Ha4YeHHbIA OA BbINOSHEHNA
ceapkun metogamu MIG/MAG, ¢ ucnonb3oBaHneM CrisiOLLIHOW NPOBOSIOKK U3 CTanw,
Hep>KaBeloLLen cTann, aftoMUHUA, a Tak)Xe NMPOBOJIOKU C CEPOEUYHNKOM, KaK C
NPVMMEHEeHWeM 3aLLMTHOro rasa, Tak u 6e3 Hero. MOXXHO Tak)xe BbINOSIHATbL CBAaPKY
NOKPbITbIMY 3n1eKTpogamu (ceapka metogom MMA).

NCcTOUYHMKK CBapO4YHOro ToKa rnocCrtaBJIAKOTCA B Pa3JZINYHbIX NCIMNOJIHEHNAX, CM.
CTpaHuuy 26
Axceccyapl ot anAa usgena MOXXHO HauTK Ha cTpHuue 30.

2.1 O6opynoBaHue

MUcTouHUK CBapOYHOro TOKa KOMMJ1eKTyeTcAa cjieayrouwmnm:

PykoBOACTBO MO 3KCMlyarauum MCTOYHUKA CBApOYHOro ToKa
PykoBoacTteo rno pabote ¢ naHenbio yrnpasfieHnA Ha aHMNUMACKOM
ApnblK Cc NnepevYHeM peKOMeHO0BaHHbIX CMEHHbIX AeTanen
5-meTpoBbIvt 0bparHbIn Kabernb
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2.2 TaHenb ynpaBneHunA

NCTOYHUK nnuTaHmnA NOCTaBNAETCA B KOMMJIEKTE C OAHOW U3 CReayroLuLmnx naHenen
ynpasfieHuA:

Pyuku HaCTPONKN HaNpPAXEHUA 1 CKOPOCTU NOAauM
NPOBOOKK / TOKa. PerynnpoBka apyrvux napameTpos

MA
6 OCYLLIECTBJIAETCA C MOMOLLLbKO KHOMOK, B COOTBETCTBUM
C TEKCTOM Ha Aucnsiee naHenu ynpasfieHuns.
C BpalLaemMbiMy pyykamMu yrpasneHua,
MA23 npeaHasHa4YeHHbIMW ANA YCTAHOBKWN HANPAXXEHUA U

CKOPOCTU Nnogaym NpoBOSIOKKM / cunbl Toka. OcTanbHble
HACTPOWKM BbINOSIHAKOTCA C MOMOLLLbIO KHOTMOK.

C BpaltaemMbiMy pyykamm yrnpaBneHua,
npegHasHa4YeHHbIMU ON1A YCTAHOBKW HanNpAXeHuA /
QSet™ w© ckopocTu Nogaun NPOBOSOKN / CUJTbl TOKA.
OcTanbHble HACTPOWKM BbIMOSHAKOTCA C MOMOLLLbIO
KHOIOK.

MNoppobHoe onncaHve naHenu ynpasneHua Bbl MOXXETE B OTAE/THOM PYKOBOACTBE
no SKcnyarauuu.

3 TEXHUWYECKUE XAPAKTEPUCTUKUA

Mig C3000i
Hanpsa)xeHue cetn 400 B, +10%, 3~ 50/60 I'y
MepBUUHbIN TOK
Ivaxe. (MIG/MAG) 21 A
Imake. (MMA) 23 A
MotpebnAaeman MOLWHOCTbL XonocToro xoga B |30 Bt
pexume aHeprocbepexxenua, 6,5 MuH nocne
CBapKu
Hnana3oH yctaBok
Ceapka MIG/MAG 8-48 B/ 16-300 A
MMA 16 -300 A
Donyctumasn Harpy3ka npu (MIG/MAG)
pabouem uukne 35% 300A/29B
paboyem uukne 60% 240A/26B
pabouem uukne 100% 200A/24B
HDonyctuman Harpy3ka npu MMA
pabouem uukne 30% 300A/32B
paboyem uukne 60% 230A/29,2B
pabouem uukne 100% 190A /27,6 B
KoadpchuumeHT MOLLLHOCTU NpU
MaKcnMaJsibHOM TOKe 0.70
Ceapka MIG/MAG 0.73
MMA
Knpg npy makcumasbHOM TOKe
Ceapka MIG/MAG 84 %
MMA 83 %
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3BYKOBOrO paBJieHuA Mo wkasne A
Pa3mepsbl, g X W1 X B

Macca

Knacc usonauuu TpaHcgopmaropa
Knacc 3awutsl Kopnyca

Knacc npumeHeHun

CoepuHeHue nucrTonera
Makc. puamMeTp KaTyLUKKU C NPOBOJIOKOMN
CKopocTb nogauv npoBOJSIOKMU

OvameTp NpoOBOJIOKUN
Fe
Ss
Al
lMpoBonoka ¢ cepaevYHNKoOM

3alLunTHbIN ras:

MakKcunmalsibHoe faBjieHune

MakcumarnbHbIN TOK snekrpopsuratens

Mig C3000i
Hanpsa)xeHue xonocToro xoga
MIG/MAG 70-80B
MMA 57 -67 B
Pabouana temneparypa ot -10 go +40°C
MocTOAHHBLIN 3KBUBAJSIEHTHBIN YPOBEHb < 70 pb

652 x 412 x 423 MM
38 kr

H

IP 23C

[S]

EURO
300 MM
0,8 - 25,0 M/MUH

0,6 - 1,2 MM

0,6 -1,2 MM

1,0-1,2 Mmm

0,8-1,2 MM

(Bcex TMNoB, NpegHa3Ha4YeHHbIX oA
QNIEKTPOAYroBOW CBapKK B CPefe 3aLlMTHOro

rasa o6bluHOM cBapoyHow nposonokor (MIG)
unu 6e3 rasa npososnokon ¢ dpnocom (MAG)).

5 6ap
35A

Pabouuni uukn

Pabouunin umkn npepcrasnAet cobon ponto (B % %) LECATUMUHYTHOMO MHTEpPBana, B TeYeHue
KOTOPOW MOXXHO MPOM3BOAUTL CBAPKy MNpW onpeneneHHon Harpy3ke 6e3 neperpysku.

Knacc koxyxa

Hopwmbl IP ykasbiBatoT Kiiacc KoXyxa, T.e., CTeMNeHb 3aLlLunTbl OT MPOHUKHOBEHWUA TBEPAbIX
06bekToB 1 Bogbl. O6bopynosaHme ¢ Mapkuposkor IP 23 npegHasHavyeHo anA Hapy»XHOW u

BHYTPEHHEWN YCTaHOBKMU.

Krnacc 30HbI yCTaHOBKMN

OT1OT cMmBON 03HaqaeT,|§| YTO UCTOYHUK NUTaHNA NpeaHasHa4veH anA ncnojib3oBaHUA B 30HaAX
C NOBbILLEHHOW ONaCHOCTbIO nopaxeHnA 3NEeKTPOTOKOM.

4 YCTAHOBKA

Bsog B SQKCriliyarayunro JOoJIXeH npon3BognNTbCAH KBaﬂMq)MHMpOBaHHHM

cneunasimnCtom.

A BHUMAHMUE!

HacTonALlee uspenve npegHasHaveHo AjA NPOMBILLIEHHOTO UCMOoMb3oBaHuA. Mpwu
MCMONb30BaHUM B BBITOBLIX YCIIOBUAX OHO MOXKET CO3AaBaTb PagMoYacTOTHbIE MOMEXM.
Monb3oBaresnb OTBEYAET 3a MPUHATAE COOTBETCTBYIOLLUX MEP NMPEOOCTOPOXKHOCTY.
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4.1  WUHcTpyKuMM No nogbemy

AH 0803

4.2 PacnonoxeHue

PasmecTtuTte cBapOYHbI NCTOYHUK NUTAHUA TakMM 06pasom, YyTobbl ero
BO34yx03ab0pHbIe 1 BbINMYCKHblIE OTBEPCTUA HE OblNn 3arparkaeHsbl.

4.3 CeTb 351€KTPONUTAHUA

Yb6eputecb B TOM, YTO 610K NOOKIIHOYEH K CETU
AnekTponuTaHua ¢ TpebyeMbiM HanpAXXEeHNEM 1 3aLLunLLLEH
npegoxpaHutenAaMmu Tpebyemoro HomuHana. Heobxognmo
obecneunTb 3aLUTHOE 3a3eMsieHne B COOTBETCTBUMN C

Q\ AENCTBYIOLLUMU HOPMaMMU.
O
—— [llacriopTHaAa Tabsnyka ¢ napameTpamMu CeTn 3/1eKTPONNTaHUA.

-

PekomeHpgyeMble HOMUHaNbI NpepoxpaHuTesien U MUHUMarsibHaA nNowapb
nornepeuvHoro ceueHuna Kabenewn

Mig C3000i MIG/MAG MMA
Hanpna)xeHue cetu 400 B 3~ 50 Iy, 400 B 3~ 50 'y,
Mnowapb nonepeuHoro 4G2.5 4G2.5

ceueHMnA cunoBoro kabena
NUTaHuA, MM2

da3HbI TOK, | 183A 14 A
cpenHekBagpaTtuyHoe

OENCTBYIOLLEE 3HAYEHMe

MpepoxpaHuTtens

YcTonumsbi K 16 A 16 A
nepeHanpAXeHnAm 20A 20A

Tvin C, MMHMATIOPHbI
BbIKJItOYaTENb

BHumaHue!llpyseneHHbie Bbillie 3Ha4YeHWA M1oLanm rnornepeyHoro ce4YeHusa cusioBbix kabesen u
HOMWUHaJIbl NPeaoxpaHuTesner COOTBETCTBYIOT LUBEACKUM HOpMaM. OKCrijlyaraLma MCTOYHMNKE
CBapO4YHOIro ToKa [0JIXHa OCYLLECTB/IATbCA B COOTBETCTBUU C AENCTBYIOLUUMMYN HaLMOHaIbHbIMMN
HOpMaTruBHbIMU JOKYMEHTaMu.

BHumaHune! 310T UICTOYHMK CBapPOYHOIrO TOKa PaccyYnTaH Ha rnoAKI/IIOHYEHNE K YETbIPEXTPOBOAHOM
cucteme HanpAxeHnem 230/400 Bonebr.

Ecnn uctouyHuk nutaHuAa ripegriosiaraeTcA ncrioJib3oBarb B CcTpaHe C 6osiee BbICOKMM CETEBLIM
HaripAaXxeHWneM, NCTOYHNKa NnUTaHWA HYXXHO NnoAaKsiro4arb 4epes 3aLNTHbIA TpchcpopmaTop.
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5 NMOPAOOK PABOTDI

O6buwme npaBuna TexHukn 6eaonacHoctu npu pabore c obopynoBaHueM
npuBoaATCA Ha cTp. 4. lpourute ux [o ncrnosib3oBaHNA obopynoBaHuA!

lpu nepemeLueHnn o60pyaoBaHNA NCIOb3YUTE CrieunasibHyrO PYKOATKY.
BuumaHune! He HapgasnvBavite Ha CBapOYHbIA MUCTOJIET.

MpepynpexpeHue!

Ybeputech, 4To HOKOBbIE MaHENN 3aKpbITbl BO BpeMsA paboTbl.

A NPEAYMNPEXOEHUE ! @ @
OnA npenoTepaLleHnA cCoCKanb3blBaHUA KaTYLLKN C MPOBOSIOKON CO )
BTYSIKM 3aCOUKCUPYNTE €€ MOBOPOTOM KPaCHOM KHOMKU Kak nokasaHo

Ha PUCYHKE PALOM CO BTYIKOW.

A OCTOPOXXHO !

y A Q)
Cobnioaarite 0CTOPOXHOCTL! ApaLuaioLeca getany MoryT HaHecTy »if”
TpasMbil!

5.1 CoepuMHeHMA n yCTpoOWCTBa ynpasJieHUA

1 [MaHenb ynpasneHus, 5 [lopcoennHeHve cBapOYHOro nucronerta
(cm. cooTBeTcTBYIOLLIEE PYKOBOACTBO MO
QKcnyaraumm)

2 [MopcoepmHeHne CAN ona 6noka 6 [lepeknoyarenb CETEBOro HarnpaXeHuA
oxnakaeHua unmn 610Kka AMCTaHUMOHHOIO
ynpasneHua

3 Coenunutenb obparHoro kabens (-) 7 [lNNopcoeanHeHne 3aLWMTHOrO rasa

4 CoeguHnTtenb cBapouHoro kabena (+)
(CBapka metogom MMA)

P

©
IS
S
T
<

5.2 YnpaBneHue BeHTUNIATOpaMU

BeHTUNATOPbLI NCTOYHMKA NUTAHUA NpoaomKatoT paborarb B TeueHue 6,5 MuH
nocre npekpawleHna CBapku, n 610K NepeKNoYaeTCA B PEXUM
SHeprocbepexeHun. Npu BO30OHOBNEHMUM CBAPKN BEHTUNATOPbLI BHOBb HAYHYT
pabotathb.

BeHTunAaTopbl paboTaroT Ha NOHUMXXEHHbIX 06opOoTax NPy cBapoYHbIX Tokax go 110 A
1 Ha NosiHbIX obopoTax npu 60NbLUMX TOKaX.
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5.3 3awurta oT neperpesa

NcTouHUK cBapO4YHOro Toka cHab»xeH 3aLLmMTon OT neperpesa, Kotopaa cpabarbiBaer,
Korga Temneparypa yCTpomcTBa CTaHOBUTCA CIULLKOM BbICOKOW. B atom cnyyae
npekpaLiaeTcA nogaya CBapo4HOro Toka, a Ha gucrnnee naHenu yrnpasneHua 6noka
nogayn rnpPoBOJIOKN BbICBEUMBAETCA KOL, OTKas3a.

Korpa Temneparypa CHM3UTCA, pesnie BHOBb aBTOMaTUYECKN BKHOYATCA.

5.4 Csapka 6e3 rasa

MOXXHO NepeKkNtYNTLCA OT PEXXUMa CBapKU CrIOLLHOW NPOBOJSIOKOW B cpepe
3aLLNTHOrO rasa, K peXxmMy CcBapku camo3aLLnTHOM NpOBOJIOKON b6e3 rasa.

:

CnnowHaan 3amosamTHaA NpoBOJIoKa C
poBoOJiOKa cepoeyHnkom, 6e3 rasa

AH 0714

e OrcoeanHNTE NCTOYHUK CBapPOYHOIo TOKa OT UCTOYHMKE CETEBOIrO
HarnpAXeHuA.

e Orkpovite 60koBYytO raHesib. CHUMNTE 3aLLUUTHYHO KPbILLIKY.

e [IoBTOPHO 3a)KMUTE MOJSTIOKUTESIbHYIO KJleMMYy (+) un oTpuLaresibHyro
K/1eMmy (-) Ha KIIeMMHOU KOJI0AKe Hel MexaHn3MOM roaayu.

e YcTaHOBUTE HA MECTO 3aLUMTHYIO KPbILLKY. 3aKponiTe 60KOBYIO naHeslb.

e [lepemecTtute obparHbii kabesib OT OTpULATEIbHOro BbiBOAA (-) K
roJsioxutesibHoMy BbiBoay (+).

5.5 [OasneHue nogauv npoBOJIOKU ~—
[Mpexxpe Bcero ybegutecb B TOM, YTO NPOBOJIOKa BeCcnpernATCTBEHHO OBUXXETCA
yepes HanpasnAwLwme. [locne aroro ycraHoBuUTe ycunue, cosgasaemMoe

poIMKaMu nogavv NpoBofioku. MoMHUTE, YTO 3TO yCUNNE He AOMKHO BbITb
Ype3MepHbIM.

cmekOp10

Puc. 1 Puc. 2

[1nA NnpoBepKM NPaBMIbHOCTU YCTAHOBKMW YCUINA NMOJAYM NOMECTUTE KaKOW-Mbo
TBEPObIVi NPEeaMET, HanpuMep, AePEBAHHbIA BPYCOK Ha NyTy NOAAYM NPOBOSOKMU.

Mpwn paccTtoAHUM NPUMEPHO 5 MM OT NUCTONETa ANA NoJa4YM NPOBOMOKK A0
pepesAHHOro 6pycka (puc. 1) noparouime posivku gOMKHbI NPOCKasb3biBaTb.

Mpw pacctoAHUM npumepHo 50 MM NPOBOJIOKAa AO0MKHA NogasarbCcA 1 crnbarbcA
npwv yrnope B 6pycok (puc. 2).

bc19dira -10 -



5.6 3ameHa u BCTaBKa NPOBOJIOKM
e Otkporite 60KOBYIO NaHenb.

b OTtcoeomHuTe gatumk gaBfeHus, OTKMHYB ero Hasap, npum 3roM Ha>KMMHbIe
pPonukun nepenBunHYTCA BBEPX.

e BbinpAamuTe HOBYIO NPOBOJSIOKY Ha anuHe 10-20 cm. Npexae yem BBOAUTL €€ B
6nok nogayv NPOBOJSIOKKW, yoanuTe HanuibHUKOM C TopLa NPOBOJSIOKU
3ayCeHLibl 1 OCTPble KPOMKMW.

e Ybeoutecb B TOM, YTO NMpPOBOJIOKa nNpaBuJ1bHO NMOAAETCA B KaHaBKY nogaroLlero
ponukKa B BbiNMYCKHYIO HacagkKy mnny HanpasJIAOLLLYIO OJ1A NMPOBOJIOKW.

e 3akpenute pgatyvk gaBfieHUA.
e 3akponTe 60KOBYHO NaHesb.

5.7 3ameHa nopgarowiero posimka
¢ Otkporite 60KOBYIO NaHenb.

e OTtcoepnHuTe parumk pgasneHua (1), OTKUHYB ero
Hasapf, Npu 3TOM HaXXUMHbIE POSINKU
nepenBuHYTCA BBEPX.

e OTcoeanHUTE NPUXXUMHbIE POSINKK (2), NOBEPHYB
ocb (3) Ha 1/4 obopoTa No YacoBOW CTPENKE U
BbITAHYB ee. OTCOeanHNTE NPUXUMHbIE POSINKM.

e OTcoeamHuTe NogaroLLme PonuKkn (4), OTBMHTUB raiku
(5) 1 BbITAHYB POJSINKN HAPYXKY.

[nA yCTaHOBKMW MOBTOPUTE BbILLEOMNNCaHHbIE Ornepauum B
obparHoM nopAake.

0572

Bbi6bop KaHaBOK B nogaroLmux posimKax

[MoBepHUTE NopgaroLnii ponnk Tak, YTobbl pasmepHan MeTka TpebyemMon KaHaBKU
6bina obpatleHa K BaMm.

6 TEXHUUECKOE OBCJ1Y>KUBAHUE

PerynapHoe TexHu4yeckoe obClyXuBaHne MMeeT BaxHoe 3HavyeHne AJiA
obecrieyeHnA 6e30MacHOCTU N HAAEXHOCTH.

lNpumeuaHue:

I apaHTMUViHbIe 06A3aresibCTBa rocTasLUMKa TePAOT CUJly, eCJIN MOKynaresb
CaMOCTOATEJTbHO bITAETCA MPON3BECTU Kakne-inbo paboTel 110 yCTpaHEeHUIO
HeuncripaBHOCTEN N3[EJINA B TEYEHNE rapaHTUMHOIO CPOKa.

TexHnyeckoe obcryxnBaHne [JOJIXHO BbIMOJIHATLCA MPOghecCcmnoHasibHoO
ro4roToBJIEHHbIM MepPCOHasIoM.

TosibkO nnLa, nmeroLmne KBamgbukaLmoo 371EKTPUKA (@aTTeCcToBaHHbI NnepcoHarl),
MMeroT npaBo CHUMarb raHesv, obecrieymsaroLyme 6e3ornacHocTb paboTsi.

bc19dira -1 -



6.1 MpoBepka n ouncrka

NCcTOUHUK nutaHuA

PerynapHo npoeepAnTe, 4tobbl 610K Nogayn nposBofiokn He 6bin 3abuT rpAsblo.

[Meprnogn4HOCTbL NPOBEPKU N NPUMEHAEMbIE METOAbI OYMCTKM 3aBUCAT OT:
TEXHOSIOMMN CBaPKWU, AJINTENIbHOCTU FOPEHNA AYrv U YCITIOBUIA OKPY>XXaroLLLEe cpepbl.
O6bIYHO OOCTAaTOYHO OCYLLECTBAATL NPOAYBKY MCTOYHMKA MUTAHUA CTPYEN CXXaToro
BO3Ayxa (NOHMXEHHOro gasfieHnA) oauH pas B rop.

3acopeHHble Unu 3aKyrnopeHHble OTBEPCTUA ASA NOABOAA M OTBOOA BO3AyXa TakKe
MOryT CTaTb NPUYMHON Meperpesa yCTPOWUCTBA.

Bnok nopaumn npoBONOKMU
PerynapHo npoeepAnTe, 4tobbl 610K Nogayn nposBofiokn He 6bin 3abuT rpAsblo.

e [1nA obecneyeHna becnepeboriHoM nogaym NPOBOJSIOKU Cneayer C
YCTaHOBMIEHOW NEPNOANYHOCTBLIO BbIMOSHATL OUYUCTKY U 3aMEHY
n3HalmMBaeMbIX KOMMNOHEHTOB MexaHu3ma 6noka nogaun. mente BBuay, Yto
eCnv NpeaBapuTesibHoe HaTAXKEHME YCTAHOBMIEHO CANLLKOM CUSTbHbIM, TO 3TO
MOXXET NPUBECTUN K MOBbLILLEHHOMY N3HOCY MPUXUMHbBIX POSIMKOB, NOJAKOLLNX
PONMKOB U HaNpaenAKLWNX OS1A NPOBOJIOKMW.

Topmo3Han BTyska.

TopmoO3HanA BTyrnKa perynupyeTtcAa nepeg,
nocraekou nsgenva. lNpu HeobxogmmocTu
NOBTOPHOW PErynupoBKN NpUaep»xmBanTech
yKasaHui npmeeneHHbix Huxe. [pu npasunbHO
OTperynupoBaHHOW TOPMO3HOM BTYIIKE
NPOBOJIOKa A0SKHa HECKONbKO
npoBucarb Mocfe OCTaHOBKM Nopayu.

e PerynupoBka TOPMO3HOI0O YCUJINA:
e YCTaHOBUTb KPACHYIO PYKOATKY B MONOXXEHNE BIOKNPOBKM
e BcraButb 0TBEPTKY B NPY>XUHbBI UMEIOLLMECA BO BTYJIKE.

[nA yMeHbLUEHNA TOPMO3HOIO YCUIIMA MOBEPHYTb MPY>XUHbI MO YaCOBOW
CTpernke.

AnA yBenuyeHnA TOPMO3HOro YCUINA NOBEPHYTb NPY>XXWUHbI MPOTUB YaCOBOW
ctpenku. Mpumeuanune: Ob6e NpyxuHbI criegyet NnoBopaynearb Ha
OAMHAaKOBOE Yncrno obopoTos.

CBapouHan ropernka

e [1nA obecneyeHna becnepeboriHoM nogaym NPOBOSIOKU Cneayer
YCTaHOBSIEHHOW NEPUOANYHOCTBIO BbIMOIHATE YNCTKY U 3aMEHY
n3HaLLIMBaeMbIX KOMMNOHEHTOB CBApPOYHOW ropenkun. PerynAapHo goyncTa
npoaysanTe HanpasnAloLne oA NPOBOSIOKM N OYNLLLANTE KOHTAKTHYIO rybky.
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7 BblABJIEHWE HEMCNPABHOCTEMN

lNpexae YeM BbI3biBaTb aTTECTOBAHHOMO CrieunanncTa rno 06CyXnBaHuH,
rnornpobyiTe CaMOCTOATESIbHO BbIMOSIHUTL PEKOMEHAYEMbIE HUXE MPOBEPKU.

Tun HeucnpaBHOCTU

Oewncreun:

OtcyTcTBME OYyrK

I"Iposepre, BKJIKOYEH N1 BblKJllOYaTesib MUMTaHUA.

lMpoBepbTe NpaBubHOCTL NogcoeguHeHns Kabenen
nogayun CBapoYHOro Toka u obpartHbix kabenen.

MpoBepbTe, MPaBUIBLHO N 3afaHa BENUYMHA TOKA.

B npouecce cBapku nponan
CBapPOYHbINA TOK.

MposepkTe, He cpaboTtana v 3awmTa oT neperpesa (Ha
naHenu ynpasfieHnA BbICBEYMBAETCA KOA, OTKasa EB6).

MpoBepbTe ceTeBble NPELOXPAHUTENN.

UacTto cpabatbiBaeT Tensniosas
3awumTa.

YC)eD,I/ITer B TOM, 4YTO He npesBbllLleHbl HOMUHal1bHblEe
3Ha4YeHMA NapaMeTPOB CBAPOYHOr0 UCTOYHUKA NUTaHWA (T.
€. UTO yCcTponcTBo pabotaet 6e3 neperpyskn).

Huskana acpdpeKkTnBHOCTb
CBapKu.

lMpoBepbTe NpaBuUbHOCTbL NogcoeguHeHna Kabenen
nopgayun CBapoYHOro Toka u obpartHbix kabenen.

MpoBepbTe, MPaBUIbHO N 3afaHa BENUYMHA TOKA.

Ybegutecb B TOM, YTO MCMOfb3yeTcA nposop, Tpebyemoro
TMna.

MpoBepbTe ceTeBble NPENOXPAHUTENN.

8 3AKA3 3AMNACHbBbIX UACTEN

3anacHble YyacTu MOXXHO 3akasTb y 6nvxxariwero k Bam ESAB, (CM. nepeyeHb Ha
nocnegHen crpaHule gaHHon 6poLuopsl).

bc19d1ira
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1 DIRECTIVE

DECLARATION OF CONFORMITY
ESAB AB, Welding Equipment, SE-695 81 Laxa, Sweden, gives its unreserved guarantee that weld-
ing power source Mig C3000i from serial number 613 complies with standard IEC/EN 60974-1 /-5, in
accordance with the requirements of directive (73/23/EEC) and addendum (93/68/EEC) and with
standard IEC/EN 60974-10 in accordance with the requirements of directive (89/336/EEC) and add-
endum (93/68/EEC).

Laxa 2006-04-21

Kent Eimbrodt

Global Director Equipment and Automation

ESAB AB |

695 81 LAXA

SWEDEN Tel: + 46 584 81000 Fax: + 46 584 411924

2 SAFETY

Users of ESAB welding equipment have the ultimate responsibility for ensuring that anyone who
works on or near the equipment observes all the relevant safety precautions. Safety precautions
must meet the requirements that apply to this type of welding equipment. The following recommen-
dations should be observed in addition to the standard regulations that apply to the workplace.

All work must be carried out by trained personnel well-acquainted with the operation of the welding
equipment. Incorrect operation of the equipment may lead to hazardous situations which can result
in injury to the operator and damage to the equipment.

1. Anyone who uses the welding equipment must be familiar with:
 its operation

location of emergency stops

its function

relevant safety precautions

welding

2. The operator must ensure that:
¢ no unauthorized person is stationed within the working area of the equipment when it is
started up.
¢ no-one is unprotected when the arc is struck

3. The workplace must:
¢ be suitable for the purpose
¢ be free from drafts

4. Personal safety equipment
e Always wear recommended personal safety equipment, such as safety glasses, flame-proof
clothing, safety gloves.
¢ Do not wear loose-fitting items, such as scarves, bracelets, rings, etc., which could become
trapped or cause burns.

5. General precautions

¢ Make sure the return cable is connected securely.
Work on high voltage equipment may only be carried out by a qualified electrician.
Appropriate fire extinquishing equipment must be clearly marked and close at hand.
Lubrication and maintenance must not be carried out on the equipment during operation.

-15 -
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A WARNING A\

ARC WELDING AND CUTTING CAN BE INJURIOUS TO YOURSELF AND OTHERS. TAKE PRECAU-
TIONS WHEN WELDING. ASK FOR YOUR EMPLOYER’S SAFETY PRACTICES WHICH SHOULD BE
BASED ON MANUFACTURERS’ HAZARD DATA.

ELECTRIC SHOCK - Can kill

. Install and earth the welding unit in accordance with applicable standards.
. Do not touch live electrical parts or electrodes with bare skin, wet gloves or wet clothing.
. Insulate yourself from earth and the workpiece.

Ensure your working stance is safe.

FUMES AND GASES - Can be dangerous to health

. Keep your head out of the fumes.

. Use ventilation, extraction at the arc, or both, to take fumes and gases away from your breathing zone
and the general area.

ARC RAYS - Can injure eyes and burn skin.

. Protect your eyes and body. Use the correct welding screen and filter lens and wear protective

clothing.
J Protect bystanders with suitable screens or curtains.
FIRE HAZARD

. Sparks (spatter) can cause fire. Make sure therefore that there are no inflammable materials nearby.

NOISE - Excessive noise can damage hearing
. Protect your ears. Use earmuffs or other hearing protection.
. Warn bystanders of the risk.

MALFUNCTION - Call for expert assistance in the event of malfunction.

| READ AND UNDERSTAND THE INSTRUCTION MANUAL BEFORE INSTALLING OR OPERATING. |

PROTECT YOURSELF AND OTHERS!

ESAB can provide you with all necessary welding protection and accessories.

A WARNING!

Read and understand the instruction manual before installing
or operating.

A WARNING!

Do not use the power source for thawing frozen pipes.

A This product is solely intended for arc welding.

Do not dispose of electrical equipment together with normal waste!

In observance of European Directive 2002/96/EC on Waste Electrical and Electronic
Equipment and its implementation in accordance with national law, electrical equipment
that has reached the end of its life must be collected separately and returned to an
environmentally compatible recycling facility. As the owner of the equipment, you should
get information on approved collection systems from our local representative.

By applying this European Directive you will improve the environment and human health!

-16 -
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3 INTRODUCTION

Mig C3000i is a welding power source intended for MIG/MAG welding with solid wire
made of steel, stainless steel, aluminium as well as cored wire with or without
shielding gas. It is also possible to weld with coated electrodes (MMA welding).

The power sources comes in different variants, see page 26
ESAB’s accessories for the product can be found on page 30.

3.1 Equipment

The welding power source is supplied with:

e Instruction manual for the welding power source
e Instruction manual in english for the control panel
e Decal with recommended wear parts

e 5 metre return cable

3.2 Control panel

The welding power source is supplied with one of the following control panels:

Knobs for setting the voltage and the wire feed speed /

MAG6 current Other parameters are controlled by pushbuttons,
with text in the display panel.
MA23 With knobs for setting the voltage and wire feed speed /

current. Other settings by pushbuttons.

With knobs for setting the voltage / QSet™ and wire feed
speed / current. Other settings by pushbuttons.

EEEI

Detailed descriptions of the control panels can be found in separate Instruction
manual.

4 TECHNICAL DATA

Mig C3000i
Mains voltage 400V, =10%, 3~ 50/60 Hz
Primary current
Imax MIG/MAG 21 A
Imax MMA 23A
No-load power demand when in the 30W
energy-saving mode, 6.5 min. after welding

-17 -
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Mig C3000i

Setting range
MIG/MAG
MMA

Permissible load at MIG/MAG
35% duty cycle

60% duty cycle

100% duty cycle

Permissible load at MMA
30% duty cycle

60% duty cycle

100% duty cycle

Power factor at maximum current
MIG/MAG
MMA

Efficiency at maximum current
MIG/MAG
MMA

Open-circuit voltage
MIG/MAG
MMA

Operating temperature

Constant A-weighed sound pressure
Dimensions Ixwxh

Weight

Insulation class transformer
Enclosure class

Application class

Gun connection
Wire feed speed
Max. diameter wire bobbin

Wire dimension
Fe
Ss
Al
Cored wire

Shielding gas
max pressure

Motor current |4«

8-48V/16-300 A
16 - 300 A

300A/29V
240A/26V
200A/24V

300A/32V
230A/29.2V
190A/27.6V

0.70
0.73

84 %
83 %

70-80V
57 -67V

-10to +40°C
<70dB

652 x 412 x 423 mm
38 kg

H

IP 23C

[S]

EURO
0.8 - 25.0 m/min
300 mm

0.6 - 1.2 mm
0.6 - 1.2 mm
1.0-1.2mm
0.8 -1.2mm

All types intended for MIG/MAG welding
5 bar

3.5A

Duty cycle

The duty cycle refers to the time as a percentage of a ten-minute period that you can weld at a cer-

tain load without overloading.

Enclosure class

The IP code indicates the enclosure class, i. e. the degree of protection against penetration by solid

objects or water. Equipment marked IP23 is designed for indoor and outdoor use.

Application class

The symbol El indicates that the power source is designed for use in areas with increased

electrical hazard.

bc19diea
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5 INSTALLATION

The installation must be executed by a professional.

A WARNING!

This product is intended for industrial use. In a domestic environment this product may cause radio
interference. It is the user’s responsibility to take adequate precautions.

5.1 Lifting instruction

AH 0803

5.2 Location
Position the welding power source such that its cooling air inlets and outlets are not
obstructed.

5.3 Mains power supply

Check that the welding power source is connected to the
correct mains power supply voltage, and that it is protected by
the correct fuse size. A protective earth connection must be
Q@\ made in accordance with regulations.

T~ Rating plate with supply connection data

Recommended fuse sizes and minimum cable area

Mig C3000i MIG/MAG MMA
Mains voltage 400V 3~ 50 Hz 400V 3~ 50 Hz
Mains cable area mm? 4G2.5 4G2.5
Phase current, | RMS 13A 14 A
Fuse
Anti-surge 16 A 16 A
Type C MCB 20A 20A

Note! The mains cable areas and fuse sizes as shown above are in accordance with Swedish
regulations. Use the welding power source in accordance with the relevant national regulations.

Note! This welding power source is designed for connection to a four wire 230/400 volt system.

If the power source is to be used in a country with a higher mains voltage, the power source shall be
connected via a safety transformer.

-19 -
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6 OPERATION

General safety regulations for the handling of the equipment can be found on

page 15. Read through before you start using the equipment!

When moving the equipment use intended handle. NOTE! Never pull on the gun.

WARNING!

Assure that the side panels are closed during operation.

the hub.

A WARNING!
To prevent the reel from sliding off the hub: Lock the reel in place by @ @
turning the red knob as shown on the warning label attached next to K

A WARNING!

Rotating parts can cause injury, take great care.

o

6.1 Connections and control devices

1 Control panel, 5 Connection for welding gun
see separate instruction manual

2 CAN connection for cooling unit or remote 6 Mains voltage switch

control unit
3  Connection for return cable (-) 7 Connection for shielding gas
4  Connection for welding current cable (+)

(MMA welding)

P

©
~
)
T
<

6.2 Fan control

The power source has a time control that means that the fans continue to run for 6.5
minutes after welding has stopped, and the unit switches to energy-saving mode.

The fans start again when welding restarts.

The fans run at reduced speed for welding currents up to 110 A, and at full speed for

higher currents.

-20 -
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6.3 Overheating protection

The welding power source has overheating protection which operate if the
temperature becomes too high, When this occurs the welding current is interrupted
and a fault code is displayed on the control panel.

The overheating protection resets automatically when the temperature has fallen.
6.4 Welding without gas

It is possible to switch between welding with a solid wire and shielding gas, or
welding with self shielded cored wire without gas.

-
+
N
/
g %
2 Solid wire Self shielded core wire without gas

e  Disconnect the welding power source from the mains current supply.
e Open the side panel. Remove the protective cover.

e  Rechuck the positive connection (+) and negative connection (-)
on the terminal block above the feed mechanism.

e Reinstall the protective cover. Close the side panel.
e  Move the return cable from the negative outlet (-) to the positive outlet (+).

6.5 Wire feed pressure

Start by making sure that the wire moves smoothly through the wir\e'guide. Then
set the pressure of the wire feeder’s pressure rollers. It is important that the
pressure is not too great.

’ / 24 '
/ />/ / ! X
f\/;/ Y. />/ > <
%;/ 50mm
cmek0Op10
Fig 1 Fig 2

To check that the feed pressure is set correctly, you can feed out the wire against
an insulated object, e.g. a piece of wood.

When you hold the gun approx. 5 mm from the piece of wood (fig. 1) the feed
rollers should slip.

If you hold the gun approx. 50 mm from the piece of wood, the wire should be
fed out and bend (fig. 2).

-21 -
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6.6 Replacing and inserting wire

e Open the side panel.

¢ Disconnect the pressure sensor by folding it backwards, the pressure rollers
slide up.

e Straighten out the new wire 10-20 cm. File away burrs and sharp edges from the
end of the wire before inserting it into the wire feed unit.

e Make sure that the wire goes properly into the feed roller’s track and into the
outlet nozzle and the wire guide.

e Secure the pressure sensor.

e Close the side panel.

6.7 Changing feed rollers

e Open the side panel.
e Disconnect the pressure sensor (1) by folding it
backwards, the pressure rollers slide up.

e Disconnect the pressure rollers (2) by turning the
axle (3) 1/4 turn clockwise and pulling out the axle.
The pressure rollers disconnect.

» Disconnect the feed rollers (4) by unscrewing the nuts§
(5) and pulling out the rollers.

During installation, repeat the above in the reverse order.

Choice of tracks in the feed rollers
Turn the feed roller with the dimensioning mark for the required track towards you.

7 MAINTENANCE

Regular maintenance is important for safe, reliable operation.

Note!

All guarantee undertakings from the supplier cease to apply if the customer himself
attempts any work in the product during the guarantee period in order to rectify any
faults.

Maintenance must be executed by a professional.

Only those persons who have appropriate electrical knowledge (authorized
personnel) may remove the safety plates.

7.1  Inspection and cleaning
Power source
Check regularly that the welding power source is not clogged with dirt.

How often and which cleaning methods apply depend on: the welding process, arc
times, placement, and the surrounding environment. It is normally sufficient to blow
the dust out of the power source with dry compressed air (reduced pressure) once a
year.

Clogged or blocked air inlets and outlets otherwise result in overheating.
Wire feed unit

AH O

Check regularly that the wire feed unit is not clogged with dirt.

e Cleaning and replacement of the wire feed unit mechanism’s worn parts should
take place at regular intervals in order to achieve trouble-free wire feed. Note
that if pre-tensioning is set too hard, this can result in abnormal wear on the
pressure roller, feed roller and wire guide.
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The brake hub

The hub is adjusted when delivered, if
readjustment is required, follow the instructions

below. Adjust the brake hub so that wire is slightly
slack when wire feed stops.

e Adjusting the braking torque:
e Turn the red handle to the locked position.
e Insert a screwdriver into the springs in the hub.
Turn the springs clockwise to reduce the braking torque

Turn the springs counterclockwise to increase the braking torque. NB: Turn
both springs through the same amount.

Welding gun

¢ Cleaning and replacement of the welding gun’s wear parts should take place at
regular intervals in order to achieve trouble-free wire feed. Blow the wire guide
clean regularly and clean the contact tip.

8 FAULT-TRACING

Try these recommended checks and inspections before sending for an authorised
service technician.

Type of fault Action

No arc. e Check that the mains power supply switch is turned on.

e Check that the welding current supply and return cables are
correctly connected.

¢ Check that the correct current value is set.

The welding current is e Check whether the overheating protection has operated (fault
interrupted during welding. code EB6 is displayed on the control panel).

¢ Check the mains power supply fuses.
The overheating protection trips | ¢« Make sure that you are not exceeding the rated data for the

frequently. welding power source (i.e. that the unit is not being
overloaded).
Poor welding performance. ¢ Check that the welding current supply and return cables are

correctly connected.
e Check that the correct current value is set.
e Check that the correct wire is being used.
e Check the mains power supply fuses.

9 ORDERING SPARE PARTS

Mig C3000i is designed and tested in accordance with the international and European
standards IEC/EN 60974-1, 60974-5 and 60974-10. It is the obligation of the service
unit which has carried out the service or repair work to make sure that the product still
conforms to the said standard.

Spare parts may be ordered through your nearest ESAB dealer, see the last page of
this publication.
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Mig C3000i

Ordering number Homep 3aka3a

Ordering no.

Denomination

Type

0459 750 880
0459 750 881
0459 750 882
0459 839 002
0459 912 xxx
0459 839 003
0458 854 xxx
0458 854 990

0458 870 201

Welding power source
Welding power source
Welding power source
Spare parts list
Instruction manual
Spare parts list
Instruction manual
Spare parts list

Instruction manual

Origo™ Mig C3000i, MA23 with gun PSF 305

Origo™ Mig C3000i, MA23A with gun PSF 305

Aristo™ Mig C3000i, MA6

Mig C3000i

Control panel Origo™
Control panel Origo™
Control panel Aristo ™

Control panel Aristo ™

MA23 and Origo™ MA23A

MA23 and Origo™ MA23A
MA6

MAG6

Welding gun PSF 305, 4,5 m

Instruction manuals and the spare parts list are available on the Internet at www.esab.com

bc190
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Wear components bBbicTpouaHawumsemMbie getanu

S= Standard, HD = Heavy Duty

Welding with aluminium wire

In order to weld with aluminium wire, proper rollers, nozzles and liners for aluminium wire MUST be
used, It is recommended to use 3 m long welding gun for aluminium wire, equipped with appropriate

wear parts.

ba40w

-28 -

Item | Ordering no. Denomination Wire type Wire dimensions

HI 1 0455 072 002 | Intermediate nozzle (S) Fe, Ss & cored
0456 615 001 | Intermediate nozzle Al

HI 2 0469 837 880 | Outlet nozzle (S) Fe, Ss & cored @ 2.0 mm steel for 0.6-1.2 mm
0469 837 881 | Outlet nozzle Al @ 2.0 mm plastic for 0.8-1.2 mm

HI 3 0191 496 114 | Key

Hl 4 0215 701 007 | Locking washer

Hl 5a | 0459 440 001 | Motor gear euro

Item | Ordering no. Denomination Wire type Wire dimensions Groove Roller

typ markings

HI 5b | 0459 052 001 | Feed/pressure rollers Fe, Ss & cored 0.6 &0.8 mm \% 0.6S2 & 0.8 S2
0459 052 002 | Feed/pressure rollers Fe, Ss & cored 0.8 &0.9/1.0 mm \% 0.8S2 & 0.9/1.0 S§2
0459 052 003 | Feed/pressure rollers Fe, Ss & cored @0.9/1.0&1.2mm \ 0.9/1.082 & 1.2 82
0458 825 001 | Feed/pressure rollers Cored J0.9/1.0&1.2mm V-Knurled | 1.0R2 & 1.2 R2
0458 824 001 | Feed/pressure rollers Al 0.8 &0.9/1.0 mm U 0.8 A2 & 1.0 A2
0458 824 002 | Feed/pressure rollers Al Jg1.0&1.2mm U 1.0A2 & 1.2 A2
0458 824 003 | Feed/pressure rollers Al J1.2mm U 1.2A2

Use only pressure and feed rollers marked A2, R2 or S2.
The rollers are marked with wire dimension in mm, some are also marked with inch.

Item | Ordering no. Denomination Notes

HI 6 Washer @ 16/5x1

HI 7 Screw M4x12

HI 8 Screw M6x12

HI 9 Washer @ 16/8.4x1.5

HI 10 | 0469 838 001 | Cover

HI 11 | 0458 722 880 | Axle and Nut

HI 12 | 0459 441 880 | Gear adapter

HI 13 | 0455 049 001 | Inlet nozzle

HIl 14 | 0458 999 001 | Shaft

R0459 825/E070306/P31




HI1

@ .

.%'\

AH 0633 A

bad0w -29- R0459 825/E070306/P31



Mig C3000i

Accessories [lonosiHUTesIbHbIE NPUHAAJIEXXHOCTU

Cooling unit CoolMidi 1800i 0459 840 880
Remote control adapter RA12 12 pole ..... 0459 491 910
For analogue remote controls to CAN based

equipment.

Remote control unit MTA1 CAN ........... 0459 491 880

MIG/MAG: wire feed speed and voltage MMA:
current and arc force
TIG: current, pulse and background current

Remote control unit M1 10Prog CAN....... 0459 491 882

Choice of on of 10 programs
MIG/MAG: voltage deviation
TIG and MMA: current deviation

Remote control unit AT1 CAN ............. 0459 491 883
MMA and TIG: current

Remote control unit AT1CFCAN .......... 0459 491 884

MMA and TIG: rough and fine setting of
current.

Remote control cable 12 pole - 4 pole

bc19a

M 0459 554 880

10mM . 0459 554 881

1om . 0459 554 882

2D M L 0459 554 883

0.25m ... 0459 554 884
-30-
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Mig C3000i
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@

Return cable 5 m 50mm?2

0156 743 907

Welding torch

_~\\\\ \ N\

Ordering no. Max welding current
— Wire
Type Hose length Shielding gas dimensions

3m 4.5m CO, Mix Ar
PSF 250 0368 100 882 | 0368 100 883 | 250A 60% 225A 60% 06-1.0
PSF 250 C 0468 410 882 | 0468 410 883 | 250A 60% 225A 60% 06-1.0
PSF 305 0458 401 880 | 0458 401 881 | 315A 60% 285A 60% 08-1.2
PSF 315 CLD 0468 410 885 | 0468 410886 | 315A 60% 285A 60% 08-1.2
PSF 405 0458 401 882 | 0458 401 883 | 380A 60% 325A 60% 0.8-1.6
PSF 405 C 0458 499 882 | 0458 499 883 | 380A 60% 325A 60% 1.0-1.6
PSF 405 RS3 0458 401 892 | 0458 401 893 | 380A 60% 325A 60% 08-1.6
PSF 405 C RS3 - 0458 499 889 | 380A 60% 325A 60% 1.0-1.6
PSF 410 CW 0458 450 880 | 0458 450 881 | 380A 100% | 325A 100% 0.8-1.6
PSF 410 W 0458 400 882 | 0458 400 883 | 400A 100% | 350A 100% 0.8-1.6
PSF 410 CW RS3 0458 450 884 | 0458 450 885 | 380A 100% | 325A 100% 08-1.6
PSF 410 W RS3 0458 400 898 | 0458 400 899 | 400A 100% | 350A 100% 08-1.6

C
LD
w

Self cooled

Smoke exhausters, Centrovac

Smaller, Light duty
Water cooled

RS3

bc19a
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3-step program switch for selecting preset programs.
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