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T-"-- WA/ D ﬂ power source has evolved further.

ff(;—ﬁ High Speed Welding and
WG . Ultra Low Spatter.

Super ActivelWirelEeediProcess (S~AWP) [EEEREmeEis

Wider current range and precise wire feed

® High speed and low spatter welding increases productivity. e
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(when using 1.2 mm mild steel solid wire, CO: gas, and air-cooling unit) 950 [1400 [2000 (35 seperete e suprots)

1600
- : - - TL: External
Conventional Process Active Wire Feed Process 1800 e
'|L '|[Ii 'lfi ll]!H '!Ei
—_—— —_—
Constant speed wire feed. Continuous back and forth wire feed.
Limit in spatter reduction. Spatter reduction by stable short-arc cycle.

System for both high speed low spatter welding
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L YT-CJT351series YW-PCF041 YA-1TPMV1 YA-1WPUR1

Contact us for detalls

High speed welding

* Improved_prodU_ctivity at Example of mild steel SPCC
100 cm/min or higher

® Beautiful and wide bead

Weld conditions: Joint: Lap Gas: CO2
Weld current: 320 A
Weld speed: 110 cm/min
Plate thicknesses: 3.2 mm x 3.2 mm

Max. 99 % spatter reduction! (compared to conventional model)
~ COagaswelding ~ MAGwelding  Stainless steel MIG welding

[ Full digital welding machine [ Full digital welding machine [ Full digital welding machine
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Precautions for use of Super Active servo pull torch

1. Use a copper-coated pail-pack wire.

2. Set the wire cast diameter to between 1000 mm and 1200 mm.



APPLIGATION

Super Active Wire Feed Process (S-AWP)
Also Available on High Power (450 A)
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Introducing High-Power for even higher speed welding and 1800] |t soperae
thick plate welding

\
High Power Robot System S-AWP Software S-AWP HP Software Air-cooling unit

oy YR

YA-1TPMV1 YA-1TPMV1TO5 YA-1WPUR1

Water-cooled servo pull torch specification
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Consult us for details.

Even higher-speed welding

Min. 50 % speed increase (Compared to conventional model)

Super Active Wire HP ®Super Active TAWERS Standard: (/M Max. welding speed
.2 dia
@NEW Super Active TAWERS HP:
380 A(1.2 dia) 250
GNEW Super Active TAWERS HP:
400 A(1.4 dia) 200

%1 Measurements tested under our
company’ s test environment. 1504
When you consider purchase of
the equipment, check applicability
of your work at our FA technical 100+
||

%2 Common welding condition:

Horizontal lap welding
SPCC (3.2 mm), YM-50 0|@|9I0|9|9
(1.2 dia./1.4 dia.), CO2

Horizontal Downward
angle: 30°

Vertical lap welding
SPCC(1.6 mm), 380 A
YM-50 (1.2 dia.), CO2

Thick Plate Welding

Min. 60 % spatter reduction (Compare to conventional model)

Super Active Wire HP thick Amount of spatter generation*' 2

Low-spatter welding

®Conventional High Power
TAWERS
@NEW Super Active TAWERS HP

1 Measurements tested under our
company’ s test environment.
When you consider purchase of
the equipment, check applicability
of your work at our FA technical
center.

%2 Common welding condition :
BOP, SPHC (6.0 mm), 100 cm/min, 350 A(1.2 dia.) 400 A(1.4 dia.)
YM-50 (1.2 dia. / 1.4 dia.), CO2

Flat fillet welding %SUS-MIG: Applicable only to 350 A or less

YM-50(1.2 dia.), CO2 MAG with S-AWP: Applicable only to 350 A or less ) ]
Precautions for use of Super Active servo pull torch

1. Use a copper-coated pail-pack wire.

2. Set the wire cast diameter to between 1000 mm and 1200 mm.





