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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 HaYanoM MOHTaXa U dKCMyaTauum 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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/\ 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.

¢ Obecneuste cobnopeHne 6esonacHbix pabounx pacCToAHNIA.

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.

LUYM - Upe3MepHblil LUYM MOXXET NPUBECTU K NOBPEXAEHUIO OPraHoB criyxa

e TMpumunTe Mepbl ANA 3awWuThl cnyxa. Micnonb3ayiite 3aTblukn ANA YL Uy gpyrue cpeacrsa s3aluTbl
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

Brnok Mig U5000i npepncrasnAer cob0n UCTOYHUK NMUTAHUA OJ1A 3NEKTPOAYrOBOW
CBapKu B cpefe 3almTHoro rasa obblvHom ceapoyvHon nposonokon (MIG), nnbo
6e3 rasa c ncnonb3osaHnem nposonokn ¢ donocom (MAG), nmbo BonbdpamMoBbIM
QNneKTPoaoM B cpeae nHepTHoro rasa (TIG), HO MOXXeT ObITb Takxe NCMOob30BaH
LA CBapKWU MOoKpbITbIM 3nekTpopomMm (MMA).

MocTaBnAtoTCA OBa BapuaHTa 310ro NCTOYMHMKa nnTaHunA.

e Mig 5000i 6e3 b6roka oxnakpeHusA

e Mig 5000i c 61okoM oxnaxkgoeHuA

NMpumeuaHwue: B paHHom PykosopacTse onucbkisaetcA Mig 5000i ¢ 611o0kom
oXNaXKgeHuA.

NCTOYHMK nuTaHuA npegHasHadeH gnAa Ucrnonb3oBaHnA ¢ 6nokamu nogaym
npososiokn Feed 3004 unu Feed 4804.

Bce ycTtaBku 3aparotcA B 6510ke nogaym npoBosioky unn B 6bnoke ynpasneHnA US.

Axceccyapl ot anAa usgenAa MOXXHO HaWTU Ha CTpHULe 33.
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2.1 O6opypnoBaHue

NCTOYHMK NUTaHWA NOCTaBNAETCA B KOMMJEKTE C HAarpy304HbIM PE3NUCTOPOM, 5m

obparHoro kabenAa 1 PykoBOOCTBOM MO 3Kcryarauuu.

3 TEXHUUECKUE XAPAKTEPUCTUKH

Mig U5000i

Hanpa)xeHue cetu nutaHuA
MepBUUHbIN TOK

Owvana3oH HanpAXXeHUA/ToKa

Pabouana temneparypa

FabapurtHbie pasmepsl, OxLLxB
¢ 6nokom oxnakpeHuA

Knacc npumeHeHun

400 B, =10%, 3~ 50/60 I'y,

Ivake. MIG/MAG 39 A
Imax ( 40 A
Ivake. TIG 31 A
MoTtpebnaemMan MOLLHOCTb XOJSIOCTOrO X0Aa B PEXXUMe
SHeprocbepexxeHun, 6,5 MUH Nocne cBapKu 50 Bt

MIG/MAG 8-60 B / 16-500 A
MMA 16-500 A
TIG 4-500 A
Oonyctuman Harpy3ka npu MIG/MAG

kKoadpdbmumeHT Harpysku pabouero uumkna 60 % 500A/39B
kKoadtpdbumumeHT Harpysku pabouero uumkna 100% 400A/34B
Oonyctuman Harpyska npu LyroBoOW CBapke NOKPbITbIM

anektpogoMm MMA 500A/40B
KoadpdhmumeHT Harpysku pabouero uumkna 60 % 400A /36 B
koadpdbmumeHT Harpysku pabouero umkna 100%

HOonyctuman Harpy3ka npwm TIG.

kKoadpdbmumeHT Harpysku pabouero uumkna 60 % 500A/30B
kKoadtpdbumumeHT Harpysku pabouero uumkna 100% 400A /26 B
KoadpchuumeHT MOLLLHOCTY NPpU MakCMMasibHOM TOKe 0.85

Knpg npy makcumasbHOM TOKe 86 %
HanpsaxxeHue xonocToro xoga

MIG/MAG 72 -88 B
MMA 68 -80 B
TIG 72 -88 B

oT -10 po +40°C

625 x 394 x 496 MM
625 x 394 X 776 MM

HenpepbiBHO gencTByOLWEEe CpeaHEeB3BELUEHHOE <70 pb
3BYKOBOE paBJieHue

Macca 69 Kkr

¢ 6nokom oxnakpeHuA 89 kr
Knacc usonauuu TpaHcgopmaropa H
Knacc 3awutsl Kopnyca IP 23

[S]

Briok oxnaxpeHuna

MOLLHOCTb OXnaXkaeHna 2500 BT npwn pasHuue temneparyp 40°C n pacxope 1,5

n/MWUH

OxnakpatoLan XXUOKOCTb 50% Bopa / 50% rnukonb
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Brnok oxnaxpeHusa
KonuuecTtBo oxnaxkparoLlewn 55n
YKUOKOCTH
MakcumanbHbIA pacxof BoAbl 2,0 n/MuH
MakcumanbHoe KOnM4yecTBO OBa cBapoyHbIix Nuctoneta MIG (oyrosana cBapka
CBapOYHbIX MNCTONETOB / TOPENOK | MIaBALLMMCA METaNINYECKUM JfIEKTPOLAOM B Cpeae
C BOOAHbIM OXJTAXKAEHNEM, WHEPTHOro rasa) unm ogHa ceapoyHan ropenka TIG
KOTOPOE MOXET BbITb (nyroBas cBapka BONbdOpamMoOBbIM 3fIEKTPOAOM B cpene
nopcoeanHeHo WMHEepPTHOro rasa) 1 oguH cBapoyHbin nuctonet MIG

Pabouuni uukn

Pabouunin umkn npepcraesnAet cobon ponto (B % %) LECATUMUHYTHOMO MHTEpPBana, B TeYeHue
KOTOPOW MOXXHO MPOM3BOAUTL CBAPKY MNpW onpenenieHHon Harpy3ke 6e3 neperpysku.

Knacc koxyxa

Hopwmbl IP ykasbiBatoT Kiiacc KoXyxa, T.e., CTeMNeHb 3aLlLuTbl OT MPOHUKHOBEHWA TBEPAbIX
06bekToB 1 Bogbl. ObopynosaHme ¢ Mapkuposkor IP 23 npegHasHavyeHo anAa Hapy»XHOW u
BHYTPEHHEWN YCTaHOBKMU.

Krnacc 30HbI yCTaHOBKMN

OT1OT cMMmBON osHaqaeT,El YTO UCTOYHUK NUTaAHNA NpeaHasHa4veH anAa ncnojib3oBaHUA B 30HaX
C NOBbILLEHHOW ONaCHOCTbIO nopaxeHnA 3NEeKTPOTOKOM.

4 YCTAHOBKA

Bsog B SQKCriliyarayunro JOoJIXeH npon3BognNTbCAH KBaﬂMCbMuMpOBaHHbIM
cneunasimnCtom.

A BHUMAHMUE!

HacToALlee uspenve npegHasHaveHo AjA NPOMBILLIEHHOTO UCMoMb3oBaHuA. Mpwu
MCMONb30BaHUM B OBITOBLIX YCIIOBUAX OHO MOXKET CO3AaBaTb PagMoYacTOTHbIE MOMEXM.
Monb3oBaresb OTBEYAET 3a MPUHATAE COOTBETCTBYIOLLUX MEP NPEOOCTOPOXKHOCTY.

BHumaHue!

lpucoeanHNTb NCTOYHUK MUTAHNA K SJIEKTPUYECKOUN CETU C r0JIHbIM cornpoTtusaeHnem 0.190 Om
nnn Hnxe. Ecnuv nosnHoe conpotuBieHne ceTu Bbillie, BOSHUKaET PUCK MUraHUA OCBETUTEITbHbIX
rnpubopos.
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4.1  WUHcTpyKuMM No nogbemy

C UCTOUHUKOM MUTAHMA C TeneXxKol U UICTOUHNKOM C TenexkKou 2 1 UICTOYHUKOM
nuTaHuA nuTaHuA

AH 0549

4.2 Pa3smMmelneHue

PasmecTtuTte cBapOYHbI NICTOYHUK NUTAHUA TakMM 06pasom, YyTobbl ero

BO34yXx03ab0pHbIe 1 BbINMYCKHblIE OTBEPCTUA HE OblNn 3arparkaeHsbl.

4.3 CeTb 351€KTPONUTAHUA
Y6egutecb B TOM, 4TO B/10K NOAKIIHOYEH K CETU
ANEeKTPOonUTaHnA ¢ TpebyemMbiM HanpAXXKeHNnem 1 3allnLLeH
npegoxpaHutenAaMmu Tpebyemoro HommHana. Heobxognmo

P) obecneunTb 3aLLMTHOE 3a3eMJiIeHNE B COOTBETCTBUM C

AENCTBYIOLLMMU HOPMaMMU.

lNacriopTHaA Tabnuyka c rnapameTpamu CeTH SJ1EKTPOMUTAHUA.

AH 0602

bui5dira -8-



PekomeHpgyeMble HOMUHaNbI NpepoxpaHuTesien U MUHUMarsibHaA nNowapb
nornepeuyHoro ceueHuAa Kabenen

Mig U5000i 400V 3~ 50 Hz

Hanpna)xeHue cetn nutaHuA 400 B
Mnowapb NnonepeyHoro ceueHunA 4G6
cunoBoro kabena NUTaHUA, MM2

®dasHbIN TOK, | cpegHekBagpaTuyHoe 31 A
OENCTBYIOLLEE 3HAYEHMe

MpepoxpaHutens

YCTOnumMBhbIN K NepeHanpAXeHNnAM 35A

Tuin C, MMHMATIOPHbIV BbIKOYaTENb 40 A
lNpumeuaHue:

lNpmBeaeHHbIe BbilLe 3Ha4YeHUA rioLaau rnornepeyHoro CeYeHnA CnioBbIx Kabesner u HOMUHaJ bl
rpegoxpaHnTesier COOTBETCTBYIOT LUBEACKUM HopMaM. OHU MOryT OKa3aTbCA HENPUMEHUMbI B
APYrux cTpaHax: ybeamTech B TOM, YTO r1/ioLlafb MornepeyHoro ceYeHuA kabesiei u HoMuHaslbl
rpegoxpaHnTesier COOTBETCTBYHOT COOTBETCTBYIOLUMM HaLMOHaIbHbIM HOPMaM.

4.4 Harpy3ouHblil pe3ucTop

UT06bI M36EXKaTb BO3HUKHOBEHMA NMOMEX, KOHLLbI LLUMHBI ()
uenu ynpasneHna (CAN) pomkHbl 6bITb CHabXeHb! Harpysqubu\m
pesncrtopamMu.

OpuH koHew, WwinHbl CAN NOAKAOYEH K NaHENW ynpasnieHuns,
KOoTOpaA cHabxeHa obA3aTenbHbIM Harpy304YHbIM PE3UCTOPOM.
[pyroi KoHew, NOOKOYEH K UCTOYHUKY NUTaHNA N JOMKEH BbITb
CHab>XeH Harpy304YHbIM PE3NCTOPOM, KaK NoKasaHO Ha PUCYHKe cripasa.

AH 0600

4.5 MopknioueHne HECKOJbKUX 6510KOB nogauv NpPoBOJIOKU

Mpwn nomowm 6noka ynpasnenua U8 n 6nokos nogaym npososnioku 6e3 naHenu
ynpasneHnA (M0) MOXXHO ynpasfATb OT OAHOr0 UCTOYHUKA SNIEKTPONUTAHUA
6rokamu noga4v NpPoBOSIOKK A0 4 LUTYK.

MokHO BbIBpaTh ftobon BapmaHT 13 cnegyroLLmnmx CoOeanHeHNn:

e 1 cBapouHana ropenka TIG u 1 ceapoyHbii nuctonetr MIG (Tpebyetca
YHUBEPCaNbHbIA UCTOYHUK INIEKTPONUTAHUA)

e 2 cBapoyHbix nuctonera MIG

e 1 capouyHasa ropenka TIG n 3 ceapouHbix nuctonera MIG (Tpebyetca
YHUBEPCaSbHbIA UCTOYHUK INIEKTPONUTAHUA)

e 4 cBapouyHbix nuctonera MIG

Mpw BbINONHEHMM CBAPKM MPY MNOMOLLM CBapOUHbIX nucTonetoB MIG ¢ BogAHbIM
oxnakaeHneM Ha Bcex Tpex brnokax nogayvm NpoBOMOKKW, AA 2 AOMNOHUTENbHbIX
CBapOYHbIX MUCTONIETOB PEKOMEHAYETCA MOACOEANHUTL OTOENbHbIN y3en
OXNaXKO.EHMA.

Mbl pekomMeHayem noacoeamHATbL CBapoYHble NNCTOJNIETLI NapansiesibHo.
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[Ba 6510ka nogauu NPoOBOJSIOKU

Mpu coeauHeHun aByx 6NOKOB NOgAYN MPOBOJSIOKN HEOOX0OMMO UMETb
coeaVHUTENbHbIA KOMIJIEKT, CM. BCrioMoraresibHoe obopynosaHue Ha cTp. 33.

ﬂ

B Water connection
[ Welding current connection

= us connection

UeTbipe 6510Ka nopgaum NpoBOSIOKU

Mpu coepnHeHnn yeTbipex 6BNOKOB NogaYn NMPOBOSIOKN HEOOXOONMO NMETb
COeOMHUTESNbHbIN KOMIMJEKT Ha TPW B6510ka 1 JONONHUTESbHbBIA Y3en OXNaXKaeHWA,
CM. BcnomorarefibHoe obopynosaHue Ha cTp. 33.

B Water connection
[ Welding current connection

3 us connection
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5

NMOPAOOK PABOTDI

O6wwume npaBuna TexHukn 6e30MacHOCTH nNpu pabore ¢ 060pyaoBaHNEM
npUBOAATCA Ha CTp. 4. [fpouTuTe UX 4O UCNOSIb30BaHNA 060PyaOBaHUA!

5.1

9

CoepMHeHUA N ycTponcTea ynpassieHunA

CoenunHutenb onA nogayu
oxnaXkaatoLe Bofbl OT CBAPOYHOW
ropenku TIG - KPACHbIN

CoeavHuTenb € BOAAHBIM 3arBOpPOM On1A
oxniaxkpatoLLen Bofbl K CBapO4HOM
ropenke TIG - TOITYBOU

3anvBHOe OTBEpPCTUE ANA OXNTAXKAAIOLLEN
BOObI

CoeguHutens gna kabena cBapoO4HOro
TOoKa (+) B pexxume ceapkn MMA unu
pnA obparHoro kabensa B pexxume
ceapku TIG

CoepuHuTenb Nynsra AUCTaHLMOHHOMO
ynpaeneHus

CoeguHutens gna obpatHoro kabens (-)
nnn anA kabenA cBapoOYHOro Toka B
pexume ceapku TIG

CoeguHutenb gnA Nogayvm curHana nycka
OT CBapOYHON ropesiku

CoeguHutenb gnA nogayu rasa K
cBapoyHor ropenke TIG

CeteBoit Bbiktovatenb, 0/ 1 / MYCK

10

"

12

13

14

15

17

Benaa nHgukatopHaa namna - UICToOUHMK
nutaHna BKI1. (ON)

OpaH>xeBafa HAMKaTopHaA namna -
Meperpes

MpepoxpaHuTtens

CoeguHutens gnAa kabena ynpaeneHuns K
610Ky nogavv NpoBOJIOKU UNU
Harpy3o4YHoMy pesuncTopy

CoeanHnTenb rasoBoro LnaHra

CoeavHutens anA kabens ceapoyHOro
TOKa K 610Ky nogaym rnpoBooKu

MNopoknoveHVe oxnaxaaroLwei Boabl K
6noky nogayv nposonoku - FOITYBEOU

CoeaunuTens onA nogayn
oxniaxkpatoLLen Bofbl OT 6510ka nopaym
nposonoku - KPACHbIN

* ELP = Hacoc ¢ norunyeckum ynpasneHuem ESAB, cM. nyHKT 5.5

buisdira
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5.2 BkriroueHne UCTOUHUKA NUTaHUA

Bkntounte nutaHue, nosepHyB Bbikntouarens (7) B nonoxeHne START (MYCK).
OTnycTuTe BbiKAOYaTeNb, U OH BEPHETCA B NOSIOXKEHME «1»,

Ecnu TpebyeTtcA BpeMeHHO OTKIIIoUUTb NUTaHne B NpoLLecce CBapKu, a 3atem
BHOBb BKJIHOYUTb €ro, TO UCTOYHUK NuTaHnA Bynet octasarbcA 06eCTOYEHHbIM A0
TexX rnop, rnoka BblKo4aresb CHoBa He ByaAeT BPy4HYIO NMOBEPHYT B MOJIOXKEHWE
START (IMYCK).

UTOobbI BLIKIHOYNTD UCTOUHMK NUTAHUA, NMnoBEepHUTE BblKJIlOYaTesb B NOJIOXKEHUNE «0».

Ecnn nCcTouHMK NuTaHmnA oTKOYMUTCA B pesynbrate cboA No NuTaHuio unm
06bIYHOMO BbIKJTHOYEHWNA BPYUYHYHO, TO NapamMeTpbl CBapKn ByayT CoOXpaHeHbl, Tak
YTO NX MOXKHO ByLEeT Ucnonb3oBaTb NPY CEAYOLLEM BKITHOYEHUN YCTPOCTBA.

5.3 YnpaBrneHue BeHTUNIATOpaMu

BeHTUNATOPbLI NCTOYHMKA NUTAHUA NpoaomKatoT paborarb B TeueHue 6,5 MuH
nocre npekpawleHna CBapku, n 610K NepeKNoYaeTCA B PEXXUM
SHeprocbepexeHua. Npu BO30OHOBNEHMM CBAPKN BEHTUNATOPbLI BHOBb HAYHYT
pabotathb.

BeHTunAaTopbl paboTaroT Ha NOHUXXEHHbIX 06opOoTax NPy cBapoYHbIX Tokax Ao 180 A
1 Ha NosiHbIX obopoTax npu 60NbLUMX TOKaX.

5.4 3awurta OT neperpesa

NCTOYHUK nMUTaHMA MMEeET TPpU Lenu 3anTbl OT TeNnSIOBON neperpyskun, KoTopble
cpabarbiBaloT Npy HeQoNyCTMMOM BO3pacTaHuu BHYTPeHHeN Temneparypsbl. [Mpu
3TOM NpeKpaLlaeTcA nogava CBapo4YHOro Toka 1 3aropaeTcA opaH>KeBan
WHOVKATOPHaA famMmra Ha nuueBon naHenu yctponcrea. Korga tTemneparypa
CHU3UTCA, pene BHOBb aBTOMAaTUYECKN BKIKO4aTcA.

5.5 bBnok oxnaxxpeHwA

NMopcoepuHeHue nuHuu nopgaum sBopabl (cBapka TIG)

Brnok oxnaxxgeHua obopynosaH cuctemon nposepku ELP (ESAB Logic Pump)
NnoacoeauHEeHUA WaHros nogayun Bogpl.

Boikntouarens «Bkn./Bbikn.» (On/Off) nctouHnka nutaHma oonKeH HaxoanTbCA B
nonoxxeHun «0» (Off) npu nopcoeguHeHun ceapoyHou ropenku TIG ¢ BogAHbIM
oXNaXKgeHueMm.

Ecnn nogcoeguHeHna ceapoyHan ropenka TIG, To BOgAHOW HAaCcOC aBTOMAaTU4ecKun
HaunHaeT paboTarb, Korga rnasHblf Bbiktovatesb «Bkn./Bblkil.» NOBEPHYT B
nonoxxeHne START (IMYCK) n(nnn) korga Havar npouecc ceapku. locne
npekpaLleHna CBapKn Hacoc npoposmkaet paborarb B TedeHue 6,5 MyH, a 3atem
NepeKsIto4aeTCA B PEXMM 3HeprocbeperkeHun.
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MopAapok pabotbl Npu cBapke

UTtobbl HauaTb CBapKy, CBapPLLUK HAXKUMaEeT NyCKOBOW BbIK/KOYaTelb CBAPOYHOro
nucronerta. VICTOYHMK NuTaHuA BKItoYaeT 6510k nogayvm npoBOSIOKM U HACOC
nogayny oxnakgaroLlen Boabl.

UTo6bl OCTaHOBUTbL MPOLLECC CBapPKW, CBaPLLMK OTMYCKaEeT NMyCKOBOW BblKHOYaTesb
CBapo4HOro nucroseta. Nogava cBAPOYHOro Toka NpekpaLLLaeTca, OfHaKO Hacoc
nopauun oxnaxparoLlei Boabl Nponofkaet paborarb B TeyeHue 6,5 MyH, nocne
yero 6510K NepeKoYaEeTCA B PEXUM SHEpProcHeperkeHuA.

3awumTHOe YyCTPOMCTBO C AaTUMKOM pacxoaa BOAbl

3almMTHOE YCTPOMCTBO C AaTYMKOM pacxopa Bogbl OTKHOUYAET CBAPOYHbIN TOK Npu
OTCYTCTBUM OXNaXKOaroLLen XXnaKocTu 1 BblBOgUT coobLueHne ob owmnbke Ha
naHenb yrnpasneHnA. JTO 3aWUTHOE YCTPOWCTBO NOCTaB/AETCA Kak
LOMNOSIHUTENIbHAaA NPUHAaAEXHOCTb.

5.6 Mynbr gUCTAaHLUOHHOIO ynpaBJieHUA

Bepcua nporpammbl B U8 pomkHa 6biTb 1.20 nnu Bbiwe. [nA Hapnexailero
PYHKLMOHNPOBaHWA ANCTAHLWMOHHOMO yrpasfieHNA Ha MallnHax Co BCTPOEHHbIMM
naHenAMu yrnpasneHnA AomxKHa ObiTb yCTaHOBIEHA BEPCUA MPOrpaMmmMHOro
obecneyveHnA 1.21 unu BbiLLe.

Ecnu nynst gUCTaHUMOHHOMO yrpaBneHnA NOAKOYEH, UCTOYHUK NUTaHUA 1 6ok

nogayv NPOBOJIOKM HAXOOATCA B PEXXUME OUCTaHLMOHHOMO YrpaBieHnA; KHOMKKU U
py4Ykn 6nokumpytotcA. PerynnpoBky Bcex oyHKLMIA MOXHO BbINOSTHUTL TOSIbKO Npw

NOMOLLM MySbTa AUCTAHLWOHHOIO YNpaBeHuA.

Ecnu nynst AUCTaHUMOHHOIO yrpasBneHnA He NCNOSb3YETCA, ero BMeCTe C
apanTepoM criegyet OTCOeAUHUTb OT MCTOYHUKA NMUTaHUA 1 610Ka nogaun
NPOBOJIOKU, KOTOPbIE B MPOTUBHOM cryvae bynyT Nnpopomkarb paboTtatb B pexmme
AMCTaHLMOHHOMO YNpaBfeHuns.

MopnpobHble cBepeHnA 0 paboTe NynbTa AUCTaHLMOHHOMO YrpaBneHA NPUBEAEHbI
B MHCTPYKLMAX MO 3KCMyaTaumm naHenu ynpasneHua.

6 TEXHUUECKOE OBCJ1Y>KUBAHUE

PerynapHoe TexHu4eckoe obClyXuBaHne MMeeT BaxHoe 3HavyeHne AJiA
obecrieyeHnA 6e30MacHOCTU N HAAEXHOCTH.

TexHnyeckoe obcryxnBaHne [JOJIXHO BbIMOJIHATLCA MPOghecCcmnoHasibHoO
ro4roToBJIEHHbIM MepPCOHasIoM.

TosibkO nnLa, nmeroLmne KBamgbukaLmoo 371EKTPUKAE (@aTTeCcToBaHHbI NnepcoHall),
MMeroT npaso CHUMarb rnaHesv, obecrieymsaroLyme 6e3o0nacHocTb paboTsi.

lNpumeuaHue:

I apaHTMUViHbIe 06A3aresibCTBa rocTasLUMKa TePAOT CUJly, eCJIN MOoKynaresb
CaMOCTOATEJTbHO 1bITAETCA MPON3BECTU Kakne-inbo paboTel 110 yCTpaHEeHUIO
HeuncripaBHOCTEN N3[EJINA B TEYEHNE rapaHTUMHOIO CPOKa.
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6.1 Ouuncrtka Bo3gywiHoro counerpa

e Pas3bnoknpyite BEPXHIOK KPbILLKY C
nbiyieynasnmeaoLLLUM OUNBTPOM

(1).
e OTKUHLTE BEPXHIOKO KPbILLKY (2).
e V/3BnekuTte nbineynasnvsaroLLnin
dounetp (3).

e [lpoaywnTe ero HaYUMCTO CXKaTbiM
BO34YXOM HU3KOro JaBfieHUA.

e YctaHOBUTE OUNLTP Ha MECTO,
NOBEPHYB ero cetkomn ¢ bonee
MENKUMUN AYEerKaMn K BEPXHEN KpPbILLKe (2).

AH 0541A

e 3akporiTe BEPXHIOKO KPbILLKY BMECTE C COMIBTPOM.

6.2 [MononHeHue oxna)kparoLen XXUAKoCcTn

PekomeHpyetca ncnonb3osarb cMmecb U3 50% Bopbl U 50%
STUNEHTNIMKONA.

[onvBanTe KaXabli U3 KOMNOHEHTOB, NOKa YPOBEHb
oXna)kaaroLLen XUAKOCTU He AOCTUMHET 3a5IMBHOIO
OTBEPCTUA.

A COBJTIIOQANTE MAKCUMAJIbHYIO OCTOPO>XHOCTb!

C oxnaxkparoLLen XXMAKOCTbIO cnegyeT obpawlartbCA Kak C XMMUYECKUMU OTXOAaMM.

7 BblABJIEHWE HENCMNPABHOCTEMN

lNpexae YeM BbI3biBaTb aTTECTOBAHHOIO CrieunanncTa ro 06CyXnBaHuH,
rnornpobyiTe CaMOCTOATESIbHO BbIMOSIHUTL PEKOMEHAYEMbIE HUXE MPOBEPKU.

Tun HeucnpaBHOCTU Oewncreun:

OtcyTcTBME OYyrK e [IpoBepbTe, BKOYEH M BbIK/KOYATESNb NMUTAHUA.

e [IpoBepbTe NpaBubHOCTL NogcoeauHeHusa Kabenen
nopgayn CBapoYHOro Toka u obpartHbix kabenen.

e [lpoBepbre, NpasubHO NW 3afaHa BenuymnHa Toka.

e [lpoBepsbre, NpenoxpaHnuTernb.

MpepbiBaHWe cBapoyvHoro Toka |*  [poBepsTte, He cpaboTtanu Nu pene 3aLuTbl OT TeNOBON

BO BPEMA CBapKU neperpysku (cpabarbiBaHue pene onpegenAeTcaA no
3aropaHu1io OpaHXeBoV lamMnbl Ha NIMLLEBOW NaHenu).

. lMpoBepbTe ceTeBble NpegoXpaHNTENu.
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Tun HeucnpaBHOCTU OewncrBun:
UacTo cpabartbiBatoT pene e [lpoBepbre, He 3aCOpPeHb! NI BO3AYLUHbIE OUNBTPbI.
3aWMmTbl OT TEMJSIOBON e Ybegutecb B TOM, YTO HE MPEBbILLEHBI HOMUHASIbHbIE
neperpysku. 3HaYeHWA NapamMeTPOB UCTOUYHMKA NMUTaHUA (T. €. YTO
yCcTponcTBo pabotaet 6e3 neperpyskn).
Huskana adpbdpekTMBHOCTb e [lpoBepbre NpasubHOCTb NoacoeanHeHns Kabenen
CBapKu. nopav4v cBapo4HOro Toka u obparHbix kabenen.

e [IpoBepbTe, NPaBUbHO NX 3aaHa BennymnHa TokKa.

e Ybegutecb B TOM, UTO UCMOMb3YIOTCA ANEKTPOLAbI
Tpebyemoro Tuna.

e [IpoBepbTe ceTeBblE MPeQOXpPaHUTENN.

8 WHOOPMALIMA ONA 3AKA3A 3ANACHbIX YACTEMN

PaboTbl 110 pEMOHTY 1 3/IEKTPUYECKOMY MOHTaXy AOJ/IXHbI BbIMOJIHATHCA
KBasimguumpoBaHHbIM crieunamctom ESAB .

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

3anacHble YyacTu MOXXHO 3aka3sTb Y 6nvxxariwero k Bam ESAB, (CM. nepeyeHb Ha
nocnegHen crpaHuLe gaHHon 6poLuopsl).
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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 U5000i from serial number 620 complies with standard IEC/EN 60974-1, in ac-
cordance with the requirements of directive (73/23/EEC) and addendum (93/68/EEC) and with stan-
dard IEC/EN 60974-10 in accordance with the requirements of directive (89/336/EEC) and adden-
dum (93/68/EEC).

Laxa 2006-05-22

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

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

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

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.

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.

-17 -
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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!

-18 -
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3 INTRODUCTION

The Mig U5000i is a MIG/MAG / TIG welding power source, which can also be used
for MMA welding.

There are two variants of the power source:

e Mig U5000i without cooling unit

e Mig U5000i with cooling unit.
NB: These instructions describe a Mig U5000i with a cooling unit.

The power source is intended for use with the Feed 3004 or Feed 4804 wire feed
units.

All the settings are made from the wire feed unit or control box U8.

ESAB’s accessories for the product can be found on page 33.

3.1 Equipment

The power source is supplied complete with terminating resistor, 5m return cable
and instruction manual.

4 TECHNICAL DATA

Mig U5000i
Mains voltage 400V, +10%, 3~ 50/60 Hz
Primary current
Imax MIG/MAG 39 A
Imax MMA 40 A
Imax TIG 31A
No-load power demand when in the energy-saving mode,
6.5 min. after welding 50 W
Voltage/current range
MIG/MAG 8-60V /16-500 A
MMA 16- 500 A
TIG 4 -500A
Permissible load at MIG/MAG
60 % duty cycle 500A/39V
100% duty cycle 400 A/ 34V
Permissible load at MMA
60 % duty cycle 500A/40V
100% duty cycle 400A/36V
Permissible load at TIG
60 % duty cycle 500A/30V
100% duty cycle 400A/26V
Power factor at maximum current 0.85
Efficiency at maximum current 86 %
Open-circuit voltage
MIG/MAG 72 -88V
MMA 68 - 80V
TIG 72 - 88V
Operating temperature -10 to+40°C
Dimensions, Ixwxh 625 x 394 x 496 mm
with cooling unit 625 x 394 x 776 mm

-19 -
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Mig U5000i
Continual A-weighted sound pressure <70db
Weight 69 kg
with cooling unit 89 kg
Insulation class transformer H
Enclosure class IP 23
Application class @
Cooling unit
Cooling power 2500 W at 40°C temp. difference and flow1.5
I/min
Coolant 50 % water / 50% glycol
Coolant quantity 551
Maximum water flow 2.0 I/min
Maximum number of water-cooled welding two MIG welding guns or
guns/torches that may be connected one TIG torch and one MIG welding gun

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.

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.

Note!
Connect the power source to the electricity mains with a network impedance of 0.190 ohm or lower. If the
network impedance is higher, there is a risk of flicker in the illuminators.

-20 -
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5.1 Lifting instructions

Power source

Trolley and power source

Trolley2 and power source

AH 0549

5.2 Placing

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

obstructed.

5.3 Mains power supply

Check that the unit is connected to the correct mains power

AH 0602

Recommended fuse sizes and minimum cable areas

Rating plate with supply connection data

Mig U5000i

400V 3~ 50 Hz

Mains voltage 400 V

Mains cable area, mm? 4G6

Phase current, | RMS 31 A

Fuse

Anti-surge 35A

Type C MCB 40 A
NB:

supply voltage, and that it is protected by the correct fuse sizes.
A protective earth connection must be made, in accordance
) with regulations.

The mains cable areas and fuse sizes as shown above are in accordance with Swedish regulations.
They may not be applicable in other countries: make sure that the cable area and fuse sizes comply
with the relevant national regulations.

bui5diea
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5.4 Terminating resistor

In order to avoid communication interference, the ends
of the CAN bus must be fitted with terminating
resistors.

One end of the CAN bus is at the control panel, which
has an integral terminating resistor. The other end at
the power source must be fitted with the terminating
resistor, as shown on the right.

5.5 Connection of multiple wire feed units

With control unit U8 and wire feed units without control panel (MO) it is possible to
manage up to 4 wire feed units from one power source.

It is possible to choose between the following connections:

e 1 TIG-torch and 1 MIG-gun (Universal power source required)
e 2 MIG/MAG-guns
¢ 1 TIG-torch and 3 MIG/-guns (Universal power source required)

e 4 MIG/-guns

When welding with water-cooled MIG/-guns on all wire feed units, it is
recommended to connect a separate cooling unit for the 2 extra guns.

We recommend connecting the guns in parallel.

-22 -
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Two wire feed units

A connection kit is required when connecting two wire feed units, see accessories on
page 33.

B Water connection
[ Welding current connection

= us connection

Four wire feed units

Two connection kits and an extra cooling unit are required when connecting four wire
feed units, see accessories on page 33.

B Water connection
[ Welding current connection

3 us connection

-23-
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6 OPERATION

General safety regulations for the handling of the equipment can be found on
page 17. Read through before you start using the equipment!

6.1 Connections and control devices

1 Connection for cooling water from the TIG 10

torch - RED

2 Connection with ELP* for cooling water to 1

the TIG torch - BLUE

3 Cooling water filler 12

4  Connection for welding current cable (+) 13
at MMA welding or for return cable at TIG
welding

5 Connection for remote control 14

6  Connection for return cable (-) or for wel- 15

ding current cable at TIG welding

7 Connection for start signal from the torch. 16

8 Connection for gas to the TIG torch

9 Main power supply switch, 0/ 1/ START

* ELP = ESAB Logic Pump, see point 6.5

bui5diea
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White indicating lamp - Power supply ON
Orange indicating lamp - Overheating

Fuse

Connection for control cable to the wire
feed unit or to the terminating resistor

Connection for gas hose

Connection for welding current to the wire
feed unit

Connection for cooling water to the wire
feed unit - BLUE

Connection for cooling water from the wire
feed unit - RED
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6.2 Turning on the power source

Turn on the mains power by turning switch (7) to the "START” position. Release the
switch, and it will return to the ”1” position.

If the mains power supply should be interrupted while welding is in progress, and
then be restored, the power source will remain de-energised until the switch is again
turned manually to the "START” position.

Turn the unit off by turning the switch to the ”0” position.

Whether in the event of a loss of power supply or of turning the power source off in
the normal manner, welding data will be stored so that it is available next time the
unit is started.

6.3 Fan control

The power source fans continue to run for 6,5 minutes after welding has stopped,
and the unit switches to energy-saving mode. They start again when welding
restarts.

The fans run at reduced speed for welding currents up to 180 A, and at full speed for
higher currents.

6.4 Overheating protection

The power source has three thermal overload trips which operate if the internal
temperature becomes too high, interrupting the welding current and lighting the
orange indicating lamp on the front of the unit. They reset automatically when the
temperature has fallen.

6.5 Cooling unit

Water connection (TIG welding)

The cooling unit is equipped with a detection system ELP (ESAB Logic Pump)
which checks that the water hoses are connected.

The power source On/Off switch must be in the “0” position (Off) when connecting a
water-cooled TIG torch.

If a water-cooled TIG torch is connected, the water pump starts automatically when
the main On/Off switch is turned to "START” and/or when welding starts. After
welding, the pump continues to run for 6,5 minutes, and then switches to the
energy-saving mode.

Function when welding

To start welding, the welder presses the welding gun trigger switch. The power
source turns on and starts the wire feed and the cooling water pump.

To stop welding, the welder releases the welding gun trigger switch. Welding ceases,
but the cooling water pump continues to run for 6,5 minutes, after which the unit
switches to energy-saving mode.

Water flow guard

The water flow guard interrupts the welding current in the event of loss of coolant,
and displays an error message on the control panel. The water flow guard is an
accessory.

-25 -
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6.6 Remote control unit

The program version in U8 should be 1.20 or higher. Machines with intergral control
panels should have program version 1.21 or higher, in order for the remote control to
function correctly.

When the remote control unit is connected, the power source and wire feed unit are
in remote control mode; the buttons and knobs are blocked. The functions can only
be adjusted via the remote unit.

If the remote control unit is not to be used, the remote control unit must be
disconnected from the power source / wire feed unit, as otherwise it will remain in
remote control mode.

For more information about the operation of the remote control unit, see the
operating instructions for the control panel.

7 MAINTENANCE

Regular maintenance is important for safe, reliable operation.

Maintenance must be executed by a professional.
Only those persons who have appropriate electrical knowledge (authorized
personnel) may remove the safety plates.

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.

7.1 Cleaning the air filter

e Release the cover plate with the dust
filter (1).

e Swing out the cover plate (2).
* Remove the dust filter (3).

e Blow it clean with compressed air at
reduced pressure.

* Replace the filter with the finer mesh
on the side against the cover plate (2).
AH 0541A

e Replace the cover plate with the filter.

7.2 Topping up the coolant

We recommend a 50/50 % mixture of water and ethylene
glycol.
Top up with coolant until it is up to the level of the filling hole.

A CAUTION!

The coolant must be handled as chemical waste.
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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.

e Check that the correct current value is set.

e Check the fuse.

Welding current is interrupted during welding ¢ Check whether the thermal overload trips
have operated (indicated by the orange
lamp on the front panel).

e Check the main power supply fuses.

The thermal overload trips operate frequently. e Check to see whether the air filters are
clogged.

e Make sure that you are not exceeding the
rated data for the power source (i.e. that the
unit is not being overloaded).

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 main power supply fuses.

9 ORDERING OF SPARE PARTS

Mig U5000i is designed and tested in accordance with the international an European
standards IEC/EN 60974-1 and 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.

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

Spare parts may be ordered through your nearest ESAB dealer, see the last page of
this publication.
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Mig U5000i

Ordering number Homep 3aka3a

AH 0542A

Ordering no.

Denomination

Type

Notes

0459 230 885
0459 230 886

0459 291 990

Welding power source
Welding power source

Spare part list

Mig U5000i
Mig U5000i

Mig U5000i

with cooling unit

The spare parts list is available on the Internet at www.esab.com

bui5o1ia
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Mig U5000i

Spare parts list Cnucok 3anacHbix uacteu

Item | Ordering no. Denomination
1 0458 398 001 | Filter
2 0458 383 001 | Front grill

ba37s
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Mig U5000i

Accessories [lonosiHUTesIbHbIE NPUHAAJIEXXHOCTU

Trolley ....... ... ... il 0458 530 880

Trolley 2 (for feeder with counterbalance

device and/or 2 gas bottles) ................ 0458 603 880
Guidepin ...l 0458 731 880
Autotransformer TUA2 ................... 0459 145 880

Handle (1 piece) with mounting screws .. 0459 307 881
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Mig U5000i

Feederstand ............................ 0458 522 880
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.

ba37atia
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Mig U5000i

Remote control cable 12 pole - 4 pole

M 0459 554 880
10mM e 0459 554 881
15 mM e e 0459 554 882
oM L 0459 554 883
0.25mM ... e 0459 554 884
Connection set

1M 0456 528 880
M 0456 528 890
10mM 0456 528 881
15 mM e e 0456 528 882
M L e 0456 528 883
oM L 0456 528 884
Connection set water

2 1 1 0456 528 885
M 0456 528 895
10mM 0456 528 886
15 mM 0456 528 887
2O M e 0456 528 888
oM L 0456 528 889
Return cable 5m70mm? ............... 0700 006 895

- &
= L\
)\ =

Water flow guard 0.7 I/min ............... 0456 855 880
MMC kit for power source Mig ........... 0459 579 880
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Mig U5000i

Connection set
for connection of two wire feed units

........ 0459 546 880

Cooling unitOCE2H ............

........ 0414 191 881

ba37atia
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