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1 TEXHUKA BE3OIMNACHOCTHU

Monb3oBarenu ceapoyHoro obopynosaHmAa ESAB oTBevatoT 3a BbINOSIHEHME NPAaBUST TEXHNKK
6esonacHocTM nuuamu, paboratoLMMmu Ha 060pyAOBaHWMM U PAAOM C HUM. [paBuna TexXHNKK
6esonacHoCTM OoMKHbI oTBeYaTb TpebosaHUAM K BesonacHom aKcnyaTaunum ceBapoYHOro
obopypnosaHuA aToro Tvna. NoMmnMo cTaHaapTHbIX NpaBus TEXHUKU 6e30nNacHOCTU U OXpPaHbl
Tpyaa Ha paboyem MecTe peKoOMeHAYeTCA cregytoLLee.

Bce paf)OTbI OOJI>XKHbl BbINMOJIHATbCA MOATIrOTOBJIEHHBIMW NMUAMW, 3HAKOMbIMU C aKcnnyaTaumeVl
csapouHoro obopygosaHuA. HenpasunbHaa akcnnyaTaunA obopynoBaHNA MOXKET Bbl3BaTb
onacHbIM cuUTyauuun, NPpUBOAALLME K TPABMUPOBAHUIO NepcoHasna U NoBpeXxaeHuto
obopynosaHuA.

1. Bce nnua, ucnonbaytowime ceapovyHoe obopynosaHue, AOMKHbI 3HATb:
* VHCTPYKLUK NO 3KCrnyaraumm
e pacnosfioXKeHne OpraHoB aBapUNHOIO OCTaHOBA
e HasHauyeHue obopynoBaHuA
e npasuna TexHuKn 6esonacHoOCTU
e TEXHOJOIMIO CBapPKM

2.  Onepartop obecneynBaer:
e yaaneHue NOCTOPOHHUX Nnu, 3 pabouert 30HbI 060pPya0BaHUA NPU ero 3arnyckKe
* 3alMTy BCEX 1L, OT BO3OENCTBUA CBAPOUHOWN Ayru

3. Pabouyee MecToO 0OMKHO:
* QOTBeYaTb yCJIoOBUAM 3Kcniyatauum
* He MMeTb CKBO3HAKOB

4. CpegcTsa 3aWmThbl NepcoHana
¢ Bo Bcex cnyyanAx pekoMeHpayeTcA ncnonb3oBartb MHOMBUAYaAJIbHble CpeacTea 3aLllnThbl,
Hanpumep, 3alMTHbIE OYKW, OTHECTOMKYIO CMELLoAexay U 3alunTHbIe PyKaBuLibl.
* [lpu cBapke 3anpeLlaeTcA HOCUTb CBOBOAHYIO OfeXay, YKpaLleHnA 1 T.4., HarnpuMmep,
wapdobl, bpacnersl, KofbLa, KOTOpble MOryT MONacTb B CBapOUYHOE 06opynoBaHue nnm
BbIi3BaTb OXOr'w.

5. O6uimne mepbl NPenOCTOPOIKHOCTU

¢ [lpoBepbre HAQEXXHOCTb NogkstoyeHna obpaTtHoro kabena.

e Pabotbl Ha 060pynOBaHMUN C BbICOKUM HanpAXeHUeM O0J/HKHbI NPOU3BOAUTLCA
TOJIbKO KBasIMcpuLMpOBaHHLIM IJIEKTPUKOM.

* B npepenax poctyna go/mkHbl HAXOAUTLCA COOTBETCTBYHOLLIME CPeaCcTBa
NOXapOTYLLUEHUA, UMEIOLLLME ACHYIO MapKUPOBKY.

e 3anpeLwaeTcA NPOBOANTL CMA3Ky 1 TEXHMYECKoe obcnyxusaHne obopynosaHme BO
BpeM#A 3KcnayaTauuu.

A OCTOPO)XHO!

[aHHoe usaenune npeaHasHavYeHo TOJIbKO AJ1A AYyroBOV CBapKMy.

KomnaHua ESAB roroBa npegoctaButb BaM BCe 3aLLLMTHOE CHapAXeHue u
npuHapeXxHocTu, Heobxoaumsie OA BbINOSIHEHUA CBApPOUHbIX pabor.
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AN BHUMAHME! AN

HAyroaana caapka u pe3ka onacHsl kak gnia ncnosiHutena pa6ot, tak n gna noctoporHuxsnuy. Tpebyiite
cob6unogeHune acex npaauns1 6e30MacHoOCTY, AelcTayroLLnX Ha 06 beKTe, KOTOpbie BOJIKHbI yUnTblaaTb
ceneHna 06 onacHOCTAX, npeacTaasieHHble u3rorautesieM caapoyHoro obopypoaaHua.

OMNMACHOCTb CMEPTEJIbHOIO MNOPAXKEHUA SITIEKTPUYECKUM TOKOM.

¢ (CBapoyHbIl arperar ycTaHaBMBaETCA U 3a3eMIAETCA B COOTBETCTBMU C AENCTBYIOLLMMU HOPMaMU U
npasunamu.

¢ He ponyckainTte KOHTakTa HaXOOALLMXCA MOfA, HAaNpPAXEeHNEM AeTanen n ANeKTPOA0B C He3allULLEHHBIMN
YacTAMW Tena, MOKPbIMU PyKaBnLLaMn 1 MOKPOW OREXA0N.

¢ ObecneuybTe ANEKTPUYECKYIO N3ONALMIO OT 3EMJIN N CBapMBaeMbIX AeTanen.

* Obecneusre cobnopgeHne 6e3onacHbix paboumx paccToAHNN.

AbIMbl U TA3bl moryT 6biTb ONacHbl 418 YesioBeka

¢ VcknioumTe BO3MOXXHOCTb BO3LEVCTBUA AbIMOB.

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

U3JTYUYEHUE OYT U Bbi3biBaeT nopaxeHue rria3 u 0OXKOru KOXu.

e 3awmTnTe rnasa un Koxy. [nA 3Toro NCnonb3ynTe 3aLnTHbIE LLIUTKW, LLBETHBIE NIMH3bI 1 3aLLUTHYIO
crneuonexay.

e [InA 3awmTbl NOCTOPOHHUX NNL, MPUMEHAIOTCA 3aLLUTHBIE 3KPaHbl NN 3aHaBeCHU.

MO)KAPOOITACHOCTb

¢ Wckpebl (6pbl3rn meTanna) MOryT Bbl3BaTb noxxap. Ybegutecb B OTCYTCTBUM FOPHOYNX Martepuasnos
nobnm3ocTn OT MecTa CBapKu.

LLIYM - Upe3MepHbIN LLYM MOXXET NMPUBECTU K MOBPEXAEHNIO OpraHoB cJiyxa

¢ [MpumunTe Mepbl ANA 3awmThbl cnyxa. Vicnonb3yite 3atblukn ANA yLwen unu gpyrue cpeacTsa 3auTbl
cnyxa.

¢ [Mpepynpepunte NOCTOPOHHWUX NUL, 06 ONacHoOCTK.

HENUCIIPABHOCTHU -- [pu HencnpaBHOCTHU obparurecs K crieLuasimcTaM rno csapoyHomy

ob6opynoBaHuio

I I'lepe,q HauyaJZIOM MOHTaxX<a n dKcnayaraunn BHUMaresibHO N3yuynre COOTBEeTCTBYHOLLNe NMHCTPYKLUNN. I

SALLNTUTE CEBA N OPYTUX!

A BHUMAHMUE!

3anpeu¢aercn ncnosib30Barb UCTOUYHUK NUTAHNA BJIA OTTauBaHUA prﬁ

A OCTOPOXXHO!

lMepen HayasnoM MOHTaxa 1 dKCryaraumm
BHUMATE/IbHO U3YYNTE COOTBETCTBYIOLLME
MHCTPYKLMN.

A OCTOPOXXHO!

O6opyaosaHue Class A He rnpeaHa3Ha4YeHo AJIA NCI0J1b30BaHNA B
XKUIBIX TOMELLIEHUAX, IAe 3/IeKTPOCHabXeHUe OCyLLUECTBIIAETCA U3
ObITOBbIX CETEeVN HU3KOro HarpsAXeHWd. B Takux mectax Moryt
MOABUTLCA rOTeHUMasibHble TPyaHOCTH obecrieyeHne
O/IEKTPOMAarHUTHOV COBMECTUMOCTu obopyaoBaHua Class A
BCJIeACTBUE KOHAYKTUBHbLIX N pagnaLnOHHbIX MOMEX.
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2 BBEOEHUE

Tig 1500i / 2200i npepcTaBnAetr CO6ON UCTOUYHUK NUTAHWA OA AYrOBOW CBapKM
BONbOPaMOBbIM 3f1IEKTPOAOM B 3amTHOM rase (TIG), KOTOpbI MOXKHO TakXXe
NCnonb30Barb AJ1A PyYHOW AYroBOW CBapKu MeTaniMyeckKnm nnasALMMCA
anekTpopoM (MMA). MoxeT akcnnyatMpoBaTrbCcA C NOCTOAHHbIM TokoM (DC).

Akceccyapl ot anAa uspgesna MOXXHO HaWTU Ha CTpHuue 31.

2.1 O6opypnoBaHue

NcToYHMK nuTaHuA nocTtaenAeTcA ¢ 3-METPOBbIM CBAPOYHbLIM Kabenem C ropesnkown
TIG,

3-meTpoBbIM 0bparHbIM Kabenem, 3-MeTpoBbLIM CETEBbIM Kabenem, MHCTPYKLUNENn
Nno 3Kcnyaraumm K UCTOYHUKY NUTAHWA 1 NaHenu ynpasneHna, CM. MHApopmMaumio
onA 3akasa Ha ctp. 30.

2.2 [aHenu ynpaBneHunA
e TA33 e TA34

MopopobHoe onucaHve naHenen ynpasfeHnA NpueBeeHo B OTAEIbHOM
PYKOBOLOCTBE.

3 TEXHUWYECKUE XAPAKTEPUCTUKUA

Tig 1500i Tig 2200i/2200iw

HanpsaxxeHue cetu 230 B, +10%, 1~50/60 'y, |[230 B, =10%, 1~ 50/60 'y
MutaHue ot cetn Zyaxc 0,35 Om Zyaxc 0,31 Om
Tok B nepBUUHON 06MOTKE
Ivake. TIG 14 A 24 A
Ivaxke. MMA 22 A 25A
MotpebnAaeman MowHOCTL 6€3 30 Bt 30 Bt
Harpy3kKm
B peXxmmMme 3HeprocHeperkeHun, B
TeyeHue 6,5 M1H nocne ceBapku
[Ovana3oH yCTaHOBOK

TIG 3A-150A 3A-220A

MMA 4A-150A 4A-170 A
HanpnxxeHune 3axxuranua (Upy) 11,5 kB 11,5 kB
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Pabouana temneparypa

Temnepartypa npu
TPaHCNOPTUPOBKE

MocCTOAHHbBIN YPOBEHb 3BYKOBOIO
[.aBJIeHUA Ha XOJI0OCTOM Xopy

Mabaputbl, O x LU x B
BKJIHOYAA oxnaxgatoLlee yCTpoCTBO

Bec
3awuTHbIN ra3

MakKkcC. fasnieHune

Knacc usonauuu tpaHcdopmaropa

Knacc 3awursbl
Knacc npumeHeHun

ot -10 po 40°C
ot -20 po +55°C

<70 gb (A)

418 x 188 x 208 MM

9,2 Kr

Bce tunbl,
npepHasHa4YeHHble oA
ceapku TIG

5 6ap
H
IP 23

[s]

Tig 1500i Tig 2200i/2200iw
Oonyctuman Harpy3ka npu cBapke
TIG 220A/ 18,8 B
KoadpcprumeHT Harpysku 20% 150 A/ 16,0 B
KoadpbcpruneHT Harpyskin 25% 120A/14,8B 150 A/ 16,0 B
KoadbdpuumeHT Harpyskmu 60% 110A/14,4B 110A/14,4B
KoadpbchmumeHT Harpyskm 100%
Oonyctuman Harpy3ka npu cBapke
MMA 150 A/ 26,0 B 170 A/ 26,8 B
KoadpbchmumeHT Harpysku 25% 100A/24,0B 130A/252B
KoadpbchmumeHT Harpysku 60% 90A/23,6B 110A/24,4B
KoadpbchmumeHT Harpyskm 100%
KoadpchuumeHT MOLLLHOCTU Npu
MaKcuMasibHOM TOKe 0,98 0,99

TIG 0,99 0,99

MMA
Kng npu MmakcuMasibHOM TOKe

TIG 77% 75%

MMA 80% 81%
HanpaxeHue xonocrtoro xoga TIG |55-60 B 55-60 B
Hanpna)xeHue xonoctoro xopa MMA |55-60 B 55-60 B
c VRD <35B <35B

ot -10 po 40°C
ot -20 po +55°C

<70 gb (A)

418 x 188 x 208 MM
418 x 188 x 345 MM

9,4 kr

Bce tunbl,
npepHasHa4YeHHbIe oA
ceapku TIG

5 6ap
H
IP 23

[s]

Pabouunn uukn

Pabouunin umkn npepcrasnAet cobon ponto (B % %) LECATUMUHYTHOMO MHTEpPBana, B TeYeHue
KOTOPOW MOXXHO NPOU3BOAUTL CBAPKY Npu onpegeneHHon Harpyske 6e3 neperpysku. Pabouwnii

LMK yKasaH gna Temneparypbl 40°C.
Knacc koxyxa

Hopwmbl IP yKasbiBatoT Kiiacc KOXyxa, T.e., CTEMeHb 3alLunTbl OT MPOHUKHOBEHWUA TBEPAbIX
o6bekToB 1 Bogbl. O6bopynosaHme ¢ Mapkuposkor IP 23 npegHasHavyeHo anAa Hapy»XHOW v

BHYTPEHHEWN YCTaHOBKMU.
Krnacc 30HbI yCTaHOBKMN

OT1OT cMMmBON 03HaqaeT,|§| YTO UCTOYHUK NUTaAHNA NpeaHasHa4veH anAa ncnojib3oBaHUA B 30HaAX
C NOBbILLEHHOW ONaCHOCTbIO nopaxeHnA 3NEeKTPOTOKOM.

MutaHue oT cetu, Zyakc.

MakcrmanbHO gonycTUMoe conpaTtyBiieHue CETU B COOTBETCTBUM CO cTaHpgapTom IEC

61000-3-11.
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4 YCTAHOBKA

Beog B SQKCriliyarayunro JOoJIXeH npon3BognNTbCAH KBaﬂMCbMuMpOBaHHbIM
cneunasimnCtom.

NMpumeuaHwue!

TpeboBaHUA K CETAM 351IeKTPOCHabXxeHuA

M3-3a 601bLUNX BENMYNH TOKA B NepBuYHON 06MOTKe 0b6opynoBaHne BbICOKOW MOLLIHOCTU
MOXXET CyLLEeCTBEHHO MOBJIMATb HA MOLLLHOCTHbIE XapakTEPUCTUKN CeTU. [TO3TOMY B OTHOLLEHMM
HeKoToporo o6opynoBaHWA NPUMEHAOTCA OrPaHUYEHUA NN SONONHUTENbHbIE TpeboBaHWA,
KacalroLLmeca MakCumMasbHO AOMYyCTMMOro COnpoTmBeHMA 060pyaoBaHNA UM MUHUMAsbHOM
cnocobHocTu obecneunTb ctabunbHoe aHeprocHabkeHne B TOUkax B3aMMOOencTBuaA
obLecTBeHHbIX ceTel. B TakoM cnyyae nosnb3oBartenb 0bopynoBaHUA Unu TOT, KTO ero
yCTaHaBNMBaeT, O0/MKEH NPOKOHCYNETUPOBATLCA C ONepaTtopoM 3HEepProceTy no nosogy
BO3MOXHOCTW MOAKOYEHMA Takoro poga obopynosaHus.

41 PacnonoxeHue

PasmecTuTe NCTOYHUK CBAPOYHOIo TOKa Takum obpasom, Ytobbl MMetoLLmecH B
HeM OTBepCTUA AJ1A NoABoga U OTBOAA OXNaXkaarLLero Bo3gyxa He Obinun
3arpaKfeHbl.

4.2 CeTb 3/1€KTPONUTAHUA

Yb6eputecb B TOM, YTO BNOK NOAKIIOYEH K CETU
anekTponuTaHua ¢ TpebyeMbiM HanpAXXeHNEM U

3alumLeH npepoxpaHutenamvm Tpebyemoro HOMI/IHaJ'Ia./
Heobxognmo obecnevnTb 3aLLMTHOE 3a3eMSIEHNE B
COOTBETCTBUU C OENCTBYIOLLLMMU HOPMaMW.

lNacrnopTHaA Tabnnyka ¢ napamerpamm CeTu SJeKTPONMUTaHUA

>
D
D
7
7
v
v
& >
Ol
D |

PekoMeHpyeMble HOMUHaJIbI NpeAoXpaHUTesieil U MMHUMarbHbie ceueHnA Kabenen

Tig 1500i Tig 2200i/2200iw

TIG MMA TIG MMA
HanprxeHne cetn 230 B £10%, | 230 B +£10%, | 230 B +£10%, | 230 B £10%,
UacTtota cetu nutaHuA 50/60 'y, 50/60 Iy, 50/60 Iy, 50/60 Iy,
Mnowapb nonepeyHoro 3G2.5 3G2.5 3G2.5 3G2.5
ceueHuna cunoBoro kabenna
NUTaHuA, MM2
®asHbIi TOK, Iy, 9,1A 1,5A 1,5A 13,4 A
MpepoxpaHuTtens
YCTONYMBbLINA K 16 A 16 A 16 A 16 A
nepeHarnpAXeHnAm 13 A 13 A 16 A 16 A
Tvn C MCB

BHUMAHMUE!pnseneHHbIe Bbille 3HaYEHWA MoLanm rnornepeyHoro ce4eHusa cusioBbix kabesnen
M HOMUHasbl NpeaoxpaHNTeesl COOTBETCTBYIOT Hopmam LLiBeuunn. GKcryatauma NCTOYHUKA
CBapO4YHOIro ToKa [0JIXHa OCYLLECTB/IATbCA B COOTBETCTBUU C AENCTBYIOLUMMUN HaLmMOHaIbHbIMMN
HOpMaTruBHbIMU JOKYMEHTaMu.
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5 NMOPAOOK PABOTDI

O6wwume npaBuna TexHukn 6e30MacHOCTH nNpu pabore ¢ 060pyaoBaHNEM
npUBOAATCA Ha CTp. 4. [fpouTuTe UX 40 UCNOsIb30BaHNA 060pyaOBaHUA!

AH 0872

5.1 CoepuHeHMA N YyCTPOWUCTBA ynpaBJieHUA

1 CoepmHutens (+) onA obpatHoro kabenAa 7

TIG.
MMA: ona obparHoro nnmM cBapo4Horo
kabenen.

2 CoeguHutenb aganTtepa nynsra 8
OMNCTaHLLMOHHOIO yrnpaBfeHna

3 [aHenb ynpaeneHuA (CM. oToensHoe 9
PYKOBOACTBO MO 3KCryaraumm)

4 CoeguHenwne ana ropenku TIG 10

5 CoeguHutenb AnA Nogayu rasa K 1"
cBapoyHor ropenke TIG

6 CoenuHenne (-) onAa ropenku TIG 12

MMA: obpatHbI nnu ceapo4Hbln Kabernb

CeTeBoit BblKOYaTesb

Cetesoli kabesnb
LUTyuep anA sawmnTHOro rasa

Coepunutens CUHUW, ¢ cuctemoii ELP*,
OJ1A NOAAYMN OXNAXKAAIOLLLENA XKNAKOCTM OT
oxnaXkgaroLlero ycTpomcTea

NopcoeovHeHne oxnakparoLlen Bogbl K
ycTporictey oxnaxpeHuAa (KPACHOE)

3anpaBka oxnakgaroLLen Bogomn

* Hacoc ESAB c nornyeckmm ynpasnieHnem, CM. NMyHKT 5.3

g
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5.2 YcnoBHbie 0603HauUeHuA

F MMA & TIG

5.3 TMoasop BOAbI

Bnok oxnaxxpeHnAa obopynoBaH CUCTEMOM NPOBEPKU NOACOEANHEHNA BOAAHBIX
wnaHrosELP (ESAB Logic Pump = Jlornyeckuin Hacoc ESAB). MNMpu nogkntoyeHmmn
ropenku TIG ¢ BOOAHLIM OXNaXKaeHUEM 3arnyCKaeTCA OXNaXKaeHeE.

5.4 Csapka metogom TIG

Mepepn ncnonb3osaHuem Arc 1500i/2200i pnA ceapku metogom TIG Heobxogumo
ybeauTbCA B HANMM4Mn CrieQyroLmxX 3/IEMEHTOB:

e ropenka TIG;

e BannoH nogxoaALLero rasa aJifd CBapku;

*  perynAtop rasa AJsifa CBapku (MooxonALmin ra3oBblA perynfaTop);

*  BOJSIbdPPaMOBbIE 3NIEKTPOAbI;

*  roaoxoaALLMA NPUCaf0YHbIA MeTans, ecnm Heobxogmmo.

5.5 Csapka metogom MMA

MpucoepuHeHne ceapouHoro u obparHoro kabenen

CBapOYHbI UICTOYHUK NUTAHUA CHabXXeH ABYMA KfieMMaMn, OgHa N3 KOTOPbIX UMEeeT
NMOJSIOXKUTENbHYIO MOMIAPHOCTb, ApYyraA - oTpuuarenbHyto, npegHasHaYeHHbIMU oA
NMOAKJ/IIOYEHNA CBApO4YHOro n obparHoro kabenen. [pucoeonHUTE CBapOYHbLIN
kabernb K TOr Knemme, rnosIAPHOCTb KOTOPOW COOTBETCTBYET MOSIAPHOCTU, YKa3aHHOW
Ha yrakoBKe C UCMONb3yeMblMU 31EKTPOAAMMN.

MpucoepuHuTte obparHbin Kabenb K opyron knemme. 3akpenuTe 3aXKMm 3a3eMsIeHnA
obpatHoro kabenA Ha petann 1 ybeomTeCb, YTO MeXAy OeTanbio U KIEeMMOW
obpatHoro kabenA Ha cBapPOYHOM UCTOUYHUKE NMUTAHUA €CTb XOPOLLUIA KOHTAKT.

5.6 3awurta oT neperpesa

NCTOYHMK NUTaHUA MMEET YCTPOWMCTBO 3aLLMTbl OT Neperpesa, cpabarbiBatoLLee,
Korga BHYTPEHHAA TeMneparypa CTaHOBUTCA CIIMLLKOM BbICOKOW. MNpu aToM Ha

naHenu otobpaxkaetcA kop, HemcnpaBHocTu. Korpa temneparypa c
BHOBb aBTOMAaTUYECKMN BKJIHOYATCA.

5.7 NMopcoepuHeHue K oxnaxpgarwwemy
yCTpOVICTBy (tonbko pnAa Caddy™ Tig 2200i)

lNogknoyeHune, obcyxnBaHne n PeMoHT
cBapo4Horo obopynosBaHue, CBA3aHHbIE CO CHATUEM
3alUNTHBIX LUMTKOB, BbIMOJTHAKOTCA MLamm,
rpoLUeALLNMN COOTBETCTBYHOLLYHO
OJ/IEKTPOTEXHUYECKYIO M0ArOTOBKY U arreCToBaHHbIMU
Ha rpaBo BbINOJIHEHUA Takux pabor.

CM. MHCTPYKLMIO NO YCTAHOBKE OXNaXKAatoLLLEro
yCTpOWUCTBA.
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5.8 BkriroueHne UCTOUHUKA NUTaHUA

BkntounTe nutaHne, NOBEPHYB BblK/OYaTENb MUTAHUA B MONTIOXKEHUE «1».
[nA BbIK/OYEHMA UCTOYHUKA NMUTaHUA NOBEPHUTE BbiKIOYaTenb B nofioxeHme “0”.

lMocne wtaTHOro OTKAKYEHUA CETEBOrO NUTAHNA UK 6nokKa NUTaHuA napameTpbl
CBapKu BOCCTaHaBIMBaKOTCA MNpu nocnenyroLlemM BKJTIOYEeHUN 6noka.

6 TEXHUUECKOE OBCJ1Y>KUBAHUE

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

lMopkntoueHne, o6CyxuBaHNe M PEMOHT CBapO4YHOro 060pyanoBaHune, CBA3aHHbIE
CO CHATUEM 3aLLUUTHbIX LIMTKOB, BbIMOJIHAKOTCA JIMLIAMM, MPOLLEALLNMM
COOTBETCTBYIOLLYHO 3JIEKTPOTEXHUYECKYHO MOAIOTOBKY M aTTeCTOBaHHbLIMU Ha rpaBo
BbIMOJIHEHUA Takux paboT.

A OCTOPO)XHO!

[aHHoe nsaenue npeaHasHavYeHo TOJIbKO AJ1A AYyroBOV CBapKMy.

6.1 MpoBepka n unctka

NCcTOUHUK nutaHuA

PerynapHo crnegute 3a 1eM, YToObl CBAPOYHbBIA UCTOYHUK NUTAHMA He Obin 3abut
rPA3bLIO.

MeproaMYHOCTb MPOBEPKU N MPUMEHAEMbIE METOAbI OYMCTKM 3aBUCAT OT:
TEXHONOMUWN CBapKW, OIMTENbHOCTM FOPEHWA AYr U YCIOBUIN OKPYXKatoLLE Cpenbl.
Ob6bI4HO bbIBAET O,OCTATOYHO NPOAYBaATb MCTOYHWUK MUTAHMA CYXUM CXXaTbIM
BO34YyXOM (MpY MOHWXXEHHOM [aBfIEHNN) OAUH pas3 B rop,

3acopeHHble Unu 3aKyrnopeHHble OTBEPCTUA ASA NOABOLA U OTBOOA BO3AyXa TakKe
MOryT CTaTb NPUYMHON Meperpesa yCTPOWUCTBA.

CBapouHan ropernka

[AnA obecrneyeHnA HaAOEXXHOW CBapKU HEOOXOAMMO Yepes perynAapHble
NPOMEXKYTKN BPEMEHU YNCTUTb N 3aMEHATb BbICTpOM3HaLLMBaEMble OeTanu
CBapO4YHOW roperku.

7 NMOUCK N YCTPAHEHVE HEUCMNPABHOCTEN

lNpexpae YeM BbI3biBaTb aBTOPU30BAHHOIMO CreumMaancTa rno TEXHUYeCKoMy
06C1y)KNBaHUIO, MOMPO6YITE CAMOCTOATENIbHO BbIMOIHUTL PEKOMEHAYEMbIE HUXE
MPOBEPKM.
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Tun HeucnpaBHOCTU PekomeHpyeMblie Mepbl

OTcyTCTBI/Ie ayrun b I"IpOBepre, BKJIKOYEH N1 BblKJllOYaTesib MUMTaHUA.

¢ [lpoBepbTe NPaBUIbHOCTb MOAKIIKOUYEHUA CBAPOUHOIO U
obpaTtHoro nposopa.

» [lpoBepkbTe, NpaBUSIbHO N 3agaHa BeNMYMHa Toka.
» [lpoBepbTe HanMune HaNPAXXeHNA B CETU NMUTAHUA.

B npouecce cBapku nponan ¢ [lpoBepbre Hanuuue cpabaTbiBaHWA YCTPOWCTB
CBapOYHbI TOK. OTKJIIOUYEHUA NPy neperpese.

¢ [lpoBepbre NpegoxpaHUTeny B Lenmn CETEBOro NUTaHUA.
YacToe cpabatbiBaHue pene e Ybegutecb B TOM, YTO HE MPEBbILLEHbI HOMWUHASIbHbIE
3almThl OT TENsI0BOW 3HaYeHWA NapamMeTPOB NCTOUYHMKA CBApPOYHOro Toka (T. e.
neperpysku. uto 610k pabotaet 6e3 neperpyskn).

e Ybepgutecb, YTO UCTOUYHUNK NUTAHWA HAXOOUTCA B YNCTOM

COCTOAHUMN.

Huskana adpbdpekTMBHOCTb e [lpoBepbre NPaBUNbHOCTb MOAKIFOYEHUA CBAPOYHOMO U
CBapKu. obpartHoro nposopga.

» [lpoBepkTe, NpaBUSIbHO N 3agaHa BeMvmMHa Toka.

e Ybeoutecb B TOM, YTO MUCMOJSb3YKOTCA 3MEKTPOAbI
Tpebyemoro Tuna.

¢ [lpoBepbTe pacxop, rasa.

8 3AKA3 3AMNACHbIX UACTEN

PaboTbl 110 pEMOHTY U 3/IEKTPUYECKOMY MOHTaXy AOJ/IXHbI BbIMOJIHATHCA
KBasimgbuumpoBaHHbIM crieunamctom ESAB .

Heobxoanmo ncrosib3oBarb TO/IbKO 3aracHble YacTu, BblMyLLEeHHbIe GOoUPMO
ESAB.

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

9 OEMOHTAX U YTUITUSALIUA

CeapouHoe obopynoBaHve B OCHOBHOM COCTOUT U3 CTanu, NiacTMacehl U LBETHbIX
METasNoB, N OMKHO YTUIN3NPOBATbCA COrMacHO AenCcTBYIOLWLUM HOpMaMm B 0bnactu
3aLlnTbl OKpY»KaroLLen cpeabl.

Oxnaxparowiana >»XUOKOCTb Takke nognexut obpabotke B COOTBETCTBUN C
OENCTBYIOLWLMMU HOPpMaMK B 061aCTu 3aLLMThl OKPY>KaroLLen cpeqbl.

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!
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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 Tig 1500i, Tig 2200i from serial number 803 are constructed and tested in complian-
ce with the standard EN 60974-1 /-3 and EN 60974-10 (Class A) in accordance with the require-
ments of directive (2006/95/EC) and (2004/108/EEC).

Laxa 2008-01-25

Kent Eimbrodt
Global Director
Equipment and Automation

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.

-14 -
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A WARNING A\

Arc welding and cutting can be injurious to yourself and others. Take precausions 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.

WARNING!

Do not use the power source for thawing frozen pipes.

CAUTION!

Read and understand the instruction manual before
installing or operating.

CAUTION!

This product is solely intended for arc welding.

> B P P

CAUTION!

Class A equipment is not intended for use in residential locations where
the electrical power is provided by the public low-voltage supply
system. There may be potential difficulties in ensuring electromagnic
compatibility of class A equipment in those locations, due to conducted
as well as radiated disturbances.

-15 -
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3 INTRODUCTION

The Tig 1500i / 2200i is a TIG welding power source, which can also be used for
MMA welding. It can be used direct current (DC).

ESAB’s accessories for the product can be found on page 31.

3.1 Equipment

The power source is supplied with a 3 m welding cable complete with a TIG-torch,
3 m return cable, 3 m mains cable, instruction manual for power source and control
panel, see Ordering information on page 30.

Instruction manuals in other languages can be downloaded from the website,

www.esab.com.

3.2 Control panels
« TA33

See the separate instruction manual for a detailed description of the control panels.

4 TECHNICAL DATA

Tig 1500i Tig 2200i/2200iw

Mains voltage 230V, =10%, 1~ 50/60 Hz  |230V, =10%, 1~ 50/60 Hz
Mains supply Zmax 0.35 ohm Zmax 0.31 ohm
Primary current
Imax TIG 14 A 24 A
Imax MMA 22 A 25A
No-load power 30W 30W
demand when in the energy-saving
mode, 6.5 min. after welding
Setting range

TIG 3A-150A 3A-220A

MMA 4A-150A 4A-170A
Ignition voltage (Upy) 11.5 kV 11.5 kV
Permissible load at TIG
20% duty cycle 220A/18.8V
25% duty cycle 150 A/ 16.0 V
60% duty cycle 120A/14.8V 150 A/ 16.0V
100% duty cycle 110A/14.4V 110A/14.4V

bt34d1ea
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Tig 1500i Tig 2200i/2200iw

Permissible load at MMA
25% duty cycle 150 A/26.0V 170 A/26.8V
60% duty cycle 100A/24.0V 130A/25.2V
100% duty cycle 90A/23.6V 110A/24.4V
Power factor at maximum current

TIG 0.98 0.99

MMA 0.99 0.99
Efficiency at maximum current

TIG 77 % 75 %

MMA 80 % 81 %
Open-circuit voltage TIG 55-60 V 55-60V
Open-circuit voltage MMA 55-60 V 55-60 V
with VRD <35V <35V
from serial number 843
Open-circuit voltage MMA 72V 72V
from serial number 803
Operating temperature -10to + 40°C -10to + 40°C
Transportation temperature -20to + 55°C -20to + 55°C
Constant sound pressure in <70dB (A) <70dB (A)
open-circuit
Dimensions, I xb x h 418 x 188 x 208 mm 418 x 188 x 208 mm
including the cooling unit - 418 x 188 x 345 mm
Weight 9.2 kg 9.4 kg
Shielding gas All types intended for TIG All types intended for TIG

welding welding

max pressure 5 bar 5 bar
Insulation class transformer H H
Enclosure class IP 23 IP 23
Application class 8] [s]
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. The duty cycle is valid for 40°C.

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.

Mains supply, Zax
Maximum permissible line impedance on the network in accordance with IEC 61000-3-11.

-17 -
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5 INSTALLATION

The installation must be executed by a professional.

Note!

Mains supply requirements

High power equipment may, due to the primary current drawn from the mains supply, influence the
power quality of the grid. Therefore connection restrictions or requirements regarding the
maximum permissible mains impedance or the required minimum supply capacity at the interface
point to the public grid may apply for some types of equipment (see technical data). In this case it
is the responsibility of the installer or user of the equipment to ensure, by consultation with the
distrubution network operator if necessary, that the equipment may be connected.

5.1 Location

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

5.2 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 made in
accordance with regulations.

Rating plate with supply connection data

7
/1)

i

Recommended fuse sizes and minimum cable area

Tig 1500i Tig 2200i/2200iw

TIG MMA TIG MMA
Mains voltage 230V +10%, | 230V +10%, | 230V +10%, | 230V +10 %,
Mains frequency 50/60 Hz 50/60 Hz 50/60 Hz 50/60 Hz
Mains cable area mm? 3G2.5 3G2.5 3G2.5 3G2.5
Phase current | 9A 1A 1A 14 A
Fuse
anti-surge 16 A 16 A 16 A 16 A
type C MCB 13A 13A 16 A 16 A

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.

-18 -
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6 OPERATION

General safety regulations for the handling of the equipment can be found on
page 14. Read through before you start using the equipment!

AH 0872

6.1 Connections and control devices

1 Connection (+) for the return cable for TIG. 7 Mains switch
MMA: for the return cable or the welding

cable.
2 Connection for the remote control unit 8 Mains cable
3 Control panel (see separate instruction 9 Connection for shiedling gas
manual)
4  Connection for the TIG-torch 10  Connection BLUE, with ELP* for cooling
water from the cooling unit
5 Connection for gas to the TIG-torch 1 Connection RED for cooling water to the
cooling unit.
6  Connection (-) for the TIG-torch 12  Refilling of cooling water

MMA: return cable or welding cable
* ESAB Logic Pump, see under 6.3

0 =
e

i
§

1 (s
\
12 o i 4
v ~~10 s
Q z
™~11 )
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6.2 Key to symbols
E MMA é TIG

6.3 Water connection

The cooling unit is equipped with a detection system ELP (ESAB Logic Pump) which
checks that the water hoses are connected. When connecting a water-cooled TIG
torch cooling starts.

6.4 TIG-welding

Before using the Arc 1500i/2200i for TIG welding it must be equipped with:

e aTIG torch

e acylinder of suitable welding gas

e awelding gas regulator (suitable gas regulator)
e tungsten electrodes

e suitable filler metal, if necessary

6.5 MMA-svetsning

Connection of welding and return cable

The welding power source has two terminals, one plus and one minus pole, for the con-
nection of the welding and the return cable. Connect the welding cable to the pole indi-
cated on the package of the electrode to be used.

Connect the return cable to the other terminal. Fit the earth clamp of the return cable
to the work-piece and make sure there is good contact between the work-piece and
the return cable terminal on the welding power source.

6.6 Overheating protection

The power source has two thermal overload trips which operate if the internal
temperature becomes too high. A fault code is shown in the panel. They reset
automatically when the temperature has fallen.

6.7 Connection to cooling unit
(only valid for Caddy ™ Tig 2200i)

Only those persons who have appropriate electrical
knowledge (authorized personnel) may remove the
safety plates to connect or carry out service,
maintenance or repair work on welding equipment.

See installation instructions in the instruction manual
for the cooling unit.

-20 -
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6.8 Turning on the power source

Turn on the mains power by turning the mains switch to the ”1” position.
Turn the unit off by turning the switch to the ”0” position.

Whether the mains power supply is interrupted or the power unit is switched off in
the normal manner, welding data will be stored and is available next time the unit is
started.

7 MAINTENANCE

Regular maintenance is important for safe, reliable operation.

Only those persons who have appropriate electrical knowledge (authorized
personnel) may remove the safety plates to connect or carry out service,
maintenance or repair work on welding equipment.

A CAUTION!

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.

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
down the power source with dry compressed air (reduced pressure) once a year.

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

Welding torch

The welding torch’s wear parts should be cleaned and replaced at regular intervals in
order to achieve trouble-free welding.

8 FAULT-TRACING

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

Type of fault Corrective 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.
e Check the mains power supply.

The welding current is e Check to see whether the thermal cut-outs have tripped.
interrupted during welding.  Check the mains power supply fuses.
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Type of fault Corrective action
The thermal cut-out trips e 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).

¢ Make sure that the power source is clean.

Poor welding performance. e 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 electrodes are being used.
e Check the gas flow.

9 ORDERING SPARE PARTS

Repair and electrical work should be performed by an authorized ESAB serviceman.
Use only ESAB original spare and wear parts.

Tig 1500i, 2200i, 2200iw is designed and tested in accordance with the international
and European standards IEC/EN 60974-1, IEC/EN 60974-3 and IEC/EN 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.

10 DISMANTLING AND SCRAPPING

Welding equipment primarily consists of steel, plastic and non-ferrous metals, and must
be handled according to local environmental regulations.
Coolant must also be handled according to local environmental regulations.

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!

-22 -
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. 1023 TIG board 15XS5 15XS4 20XS2
. ] 2021 2023
) ) 2022 2024
‘ § | G1|jmm
L=a not connected
N 158T2  15ST1
Heatsink Transformer
15XS3
+24V — E1 jum RED +
OV —#———F3 m BLACK -
=15V PS1 jum
OV PS2 jmm
0V ps3 e
Early warn. PS4 jum
+5V PS5 jum |
+24V PS6 fmm 9] ‘ N
R2
Not connected PS7 pmm Welding process ‘ ‘ +20V ‘
Not connected PSS jum control F=a F=n R3 -
| |
OVBE PSO jmm (%) ‘ 5]
+13VB PS10 fum 20X83 | —— —— — _r
~ YELLOW
>0%a - pPS1 -15V 20AP1 16160mv/100A° [ |—
- — RED
=IPS2 oV Control board | — — — —|
w={ps3 OV - S3 fum
wm{ PS4 Early warn. LZJ S4 =
- PS5 +5V Arcvoltage S5 mm 1515
wipss +24V (11 —— —— — %8
[ E—
- PS7 L»
- PS8 — oV—TIG1 jum 1001
= PS9 0VB Upj Start = OV = TIG2 jmm 1002
Power-up starting sequence
= PS10 +13VB ‘ HF on = 0V —= TIG3 jmm 1003
1 — — — —_— 7—‘ Gas on = 0V— TIG4 jmm 1004
T M +24V —= TIG5 1005
MMC module |y ixs2 12! | 7! |
- . 10XS3
) ( == MMC1 - MMC34
‘ A1 A2 A3 ‘
LI AL
Yy
Yy
VRD
-26 -
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15TM1 15D1 XS1
o —C+
C5" RaiRs
R2//R3
15D1 c2 R1
S6 ce D1
C3/iC4
% 15R81 xs2
- ° 1 r—
® _ . . 1 & ~
c Lou
1 5AP2 Secondary board 10TV1
B A1 A2 % G
ask I 11 o =
\ANAA (VAR VA VAL <14 & 5
—————
15L1 \2oxs8 L1
1515
2908
1031 1031
10XS1
10XS4 F1 F2 F3
e 10AP1 |
10YV1 1025 -l /_| TIG board
- -0 230V AC %
X RE1J RE2
1027 ={B3 — — —Ele—1—eG1
- B4 230V AC
RE2
i s ——1021 {55 — — E2e——eG21
Fngg'V2£‘81 -6 23(|JV AC o
—_—— 1023 -7 —» 10AP1 Part B
230V AC
1001 - A1 RE3 D1 2908 20Xs4 TIG torch
1002 —( = A2 star | D2 = 2901 AT /_-:
1003 - A3 RE2 D= 2902 Bm——— -
RE3 1oL
1004 - 74 RE1 o
005 - A5 v24v D5 fem
- AG 29XS6
10XS2
-27 -
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Tig 2200i TA33/TA34

oy 15L2
2QF12|_4 25 15AP1
- i — — e — e
L1—h2y | Power board [~ > 7
N 4)«%9 201 2AP1 | AL D1 D3 |
230V AC | 2xs1 | Power supply | |
202 [ N [ —— B fm >—150t —————— € —Nt—————¢ Q1 Q2 e :
230V AC A .
E AD ————————— B4 jum Y— 1502 C =N T Do Q3 l‘ ‘
2L6, 27 1 B5 fum D_ZOSjiU | |
[ E—
B 15xS2 15Xs1 I |
oL - F3 jum 1503 =" - F1 - PM1 Semiconductor module R 15XS6
25— = oo 325V DC B — 325V DC _—— 51 fm 3
- 1504 ———————C =l F3 + 15C1 ==
- | B2 ————
2]
+15VA C1 jmm Red - M1 +15VA TR1 el
— —
Yellow = 3 OVA
T o 2 — 15XS8 15XS7
g 8¢ 5XS3 i1 [ 1T |
0 o @ LI 10XS5 D1 D2 E1 E2 A1 A2 A3 A4
kel kel
lo oo 7011 =5 oy D 192 To 10AP1 || || LI LI
§ 7012 =Bl w— —» D3jmm 1023 = TIG board 15XS5 15XS84 20XS2
| 2021 | 2023
+ ) ) 2022 2024 1818
r=a
‘ G1jmm
To 5XS4 230V AC @J not connected 15572 15571
To 5XS4 G3 fum
Heatsink Transformer
15XS3
+24V —] E1 RED +
OV ———E3 jmm J—BLACK -
-15V PS1 jmm
OV PS2 jum
0V ps3 e
Early warn. PS4 jmm 2021 3
2022 202 1516
+5V PS5 20XS5 20XS1 A
+24V PSE jum L1 L1 I
Not connected PS7 jmm ‘ G1 G2 ‘ T1 T2 ‘ GND 20XP1
Not connected PS8 ra ra’l - /“\
191 | CANH 7 4
IS, N T T
OVB PSO jum CANL 2 [ mmdt—t3
Welding process ‘ ‘ +20V ‘ R
+13VB PS10 fum control +12VCAN 9 C-—l—"l X 2
r gl I pm
20XS4 4! ‘ 15! OVCAN 6 [C et
oxs3 — R
ran S1 YELLOW
==PS1 15V 20AP1 16 leomvrto0a” [ _-l_
= S2 jum RED
==iPS2 0V Controlboard +— — —
w={ps3 OV - S3 fum
wm{ PS4 Early warn. LZJ S4 =
- PS5 +5V Arcvoltage S5 mm 1515
wipss +24V (11 —— —— — %8
[ E—
- PS7 ‘
= PS8 OV—TIG jum 1001 —
={PS9 OVB ‘ ‘ Start = OV =— TIG2 jum 1002 —
- PS10 +13VB | HF on = OV — TIG3 jmm 1003 =——
1 — — —— —— ———— —— - Gason=0V—=TIG4 jum 1004 ——
T un +24V —» TIG5 jmm 1005
MMC module | 1xss ixs2 30 10 | s
L 43 E = MMC1 - MMC34 ‘
Al-A6
|
7012 SXS1 vy
230V AC from 2AP1 7011 Connectors 5X81, 5XS2, 5XS4
From —L 7013 and cabling are only fitted to
= | machines with cooling unit
5XS4 5XS2
Ia) 7
28 2 1 8 1-10
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15TM1 15D1 XS1
& t+
C5" Rairs
R2//R3
15D1 ol o,
c6
D1
C3/IC4
% T 15R$1 Xs2
& . . o L t—
C1J— | AAA I
1 5AP2 Secondary board 10TV1
B _A1A2 Z A
LI 3
2L8, [a] o
\ANA N A S o
— I
From mains connection 1511 2 _I
-—215
= 1515
1516
2908
CAN Remote
20X825
K
The remote connection is only fitted to machines with control panel TA34 L
D
E
1031 1031
10XS1
10XS4 10AP1 F1 F2 F3
RE1
10YV1 1025 — wmB1 —— TIG board e % |
X— - B> 230V AC
RE1 RE2
1027 = B3 — — —Ele—]-G1
1515 230V AC
- B4 RE2
. 1021 -5 '| — E2e—1—8 G2+
F2r?3r(;1V2£\81 =i B6 23(|)V AC o
——1023 -—{B7 —» 10AP1 PartB
230V AC
1001 - L D1 = )= 2008—— 20xs4 T|-G}rch
Start - -
| 1002 -0 D2 = 2901 A ':
| 1003 -3 RE2 D3 jmm 2902 B=———- -
RE3 10L1
— 1004 - A4 RE1 D4 [
— 1005 - A5 +24y D5 fem
- AG 29XS6
10XS2
-29 -

bt34e

Edition 081008



Tig 1500i, 2200i, 2200iw

Ordering number Homep 3aka3a

y
5/ *
%
: 2
\ J — %
0 Q
e
” @ A

Ordering no. Denomination Type

0460 450 880

0460 450 881

0460 450 882

0460 450 883

0460 450 884

0460 450 885

0460 450 890
0460 450 891
0460 450 892
0460 450 893
0460 450 894
0460 450 895

0460 447 074
0459 839 025
0459 839 028
0459 839 028

Welding power source
Welding power source
Welding power source
Welding power source
Welding power source

Welding power source

Welding power source
Welding power source
Welding power source
Welding power source
Welding power source
Welding power source

Instruction manual
Spare parts list
Spare parts list

Spare parts list

Caddy ™ Tig 1500i, TA33 incl. 3 m MMA cable kit complete and
Tig torch TXH 150, 4 m

Caddy ™ Tig 2200i, TA33 incl. 3 MM cable kit complete and Tig
torch TXH 200, 4 m

Caddy ™ Tig 1500i, TA34 incl. 3 m MMA cable kit complete and
Tig torch TXH 150, 4 m

Caddy ™ Tig 2200i, TA34 incl. 3 m MMA cable kit complete and
Tig torch TXH 200, 4 m

Caddy ™ Tig 2200iw, TA33 incl. water cooler, 3 m MMA cable kit
complete and Tig torch TXH 250w, 4 m

Caddy ™ Tig 2200iw, TA34 incl. 3 m MMA cable kit complete
and Tig torch TXH 250w, 4 m

Caddy ™ Tig 1500i, TA33 incl. 3 return cable with clamp
Caddy ™ Tig 2200i, TA33 incl. 3 return cable with clamp
Caddy ™ Tig 1500i, TA34 incl. 3 return cable with clamp
Caddy ™ Tig 2200i, TA34 incl. 3 return cable with clamp
Caddy ™ Tig 2200iw, TA33 incl. 3 return cable with clamp
Caddy ™ Tig 2200iw, TA34 incl. 3 return cable with clamp

Control panel, Caddy ™ TAS33, TA34

Welding power source, Tig 1500i, Tig 2200i, Tig 2200iw
Control panel, Caddy ™ TA33

Control panel, Caddy ™ TA34

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

bt340
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Tig 1500i, 2200i, 2200iw

Accessories [lonosiHUTesIbHbIE NPUHAAJIEXXHOCTU

for 5-10 litre gasbottle .......

Strap ... 0460 265 001

Cableholder ............................ 0460 265 002
= I Y

Shoulderstrap .......................... 0460 265 003

Trolley

............. 0459 366 885

Trolley

for 20-50 litre gasbottle ......

............. 0459 366 886

Trolley

for 20-50 litre gasbottle ......

............ 0460 330 880

-31-
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Tig 1500i, 2200i, 2200iw

Tig torch

TXH150 4m ..o 0460 011 842
TXH150 8mM ..o 0460 011 882
TXH200 4mM ... 0460 012 840
TXH200 8mM .oooii e 0460 012 880
TXH250w 4 m ... 0460 013 840
TXH250w8m ... 0460 013 880
Tig torch

TXH150r 4m ..o 0462 011 842
TXH150r 8 M ..o 0462 011 882
TXH200r 4m ..o 0462 012 840
TXH200r 8 M ..o 0462 012 880
TXH250Wr4m ..., 0462 013 840
TXH250Wr 8 m ... 0462 013 880
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.

bt34aiia
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Tig 1500i, 2200i, 2200iw

Welding cable kit . .......................
Returncablekit .........................

0700 006 884
0700 006 885

Remote cable CAN 4 pole - 12 pole
M e

0459 544 880
0459 554 881
0459 554 882
0459 554 883
0459 554 884

0460 315 880

Cooling unit CoolMini
Assembly kit . ....... ... ... ..l

0460 144 880
0460 509 880

bt34aiia
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NOTES
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