
Rated Welding Output:
WGⅢ: 350 A @ 80 % duty cycle (CV). 350 A @ 60 % duty cycle (pulse).
WGHⅢ: 450 A @ 100 % duty cycle (CV/pulse) 

TM-1400WGⅢ

TS-950

Through-Arm Type External Type

Through-Arm TypeExternal Type

Separate Type
Focused on reducing cable 
interference

Focused on wire feedabilitySuperior wire feedability and 
reduced cable interference

800
950

WGⅢ/WGHⅢ
TS

New type welding robot achieves
even higher quality welds.

Power cable inter-
ference can occur 
depending on the 
welding position.

An example of circumferential welding

Gentle curve of flexible conduit 
between wire feeder and torch 
body achieves stable wire feeding.

Interference

R=large

[Separate Type]

[Separate Type]

[Conventional Type]

[Conventional Type]

R=small

Reduced
interference

A variety of features specialized for arc weldingA variety of features specialized for arc welding

Feature2

Feature1 Enhanced 
Basic Performance Feature3 Structure Specialized for Welding

Cantilever Structure

Increased Motion Speed 

makes arm compact and 
improves accessibility to 
workpieces.

TM-1400: Speed of main 3 axes increased by 22 % on average.  
(approx. 42°/s more than TA type)

Extended Reach
TM-1400: 1 437 mm (63 mm more than TA type)

Arm Specialized for Welding

Feature1 External Flexible Conduit

Feature2  Through-Arm Power Cable

Reduces target position error 
at weld start and end points!Through-arm power 

cable reduces cable 
interference.

Suppresses
twist of wire!

Torch cable

Flexible conduit

(TS/TM)

(TM/TL) (TM/TL)

[Option]
Internal Flexible Conduit 
(for wire feed)**

Gas hose 
(with valve)

Welding power cable

[Option] Internal Flexible 
Conduit (for wire feed)**

**For use with drum packing wire only.

Manipulator-Controller cable 
(motor power)

Manipulator-Controller cable 
(control) 

Clean Cable Management!

■Manipulator Lineup (as of January 2020)

External Type

Revolutionary new type of arc welding robot with 
advantages of both Through-Arm Type and External Type.

A third choice̶Separate Type (TM series)
In addition to Through-Arm Type and External Type, 

High Wire Feedability
Less Cable Interference

Robot Systems with 
Integrated Welding 
Power Source Technology

Torch type selectable to fit your application!Torch type selectable to fit your application!
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Long-arm & high payload!Long-arm & high payload!Space saving & high payload!Space saving & high payload!

8 kgTL-1800: 

6 kgTL-2000: 

Payload8 kg
Payload

TS-800/950
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See the page of  “Super Active TAWERS” for details.

WGⅢ WGHⅢ

Swivel rack Cables with connectors on both ends

WGⅢ controller with high performance
●Compared to the conventional model, 6 times faster main  
   CPU and 4 times more memory capacity reduce start-up  
   time by 50 % to about 30 seconds.

WGⅢ controller with high performance

"Weld Navigation" allows easy parameter setting

Easy setting with Teach Pendant

Leg length and weld speed are also adjustable.
Weld Navigation 
recalculates weld 
current and voltage 
according to the 
changes.  

Standard

1. Select weld joint. The figure 
    changes according to the joint.

Two Easy Steps:

2. Select plate thicknesses.
    That's all!

Notes: ・Parameters by Weld Navigation are guideline only and do not guarantee welding result.
　　　 ・Consult us for material and processes available with Weld Navigation.

The right parameters automatically

"Weld Navigation" 
reduces parameter 
setting time.

"Weld Navigation" allows easy parameter setting

"Weld Navigation" 
reduces parameter 
setting time.

①
②

Note: Torch angle and aiming point also calculated

Note: Screens are subject to change 
         without notice.

Improved maintainability
●Swivel rack in the case makes 
   maintenance easy and saves space.

●Cables with connectors on both 
   ends reduce Cable exchange time.

Robot Systems with 
Integrated Welding 
Power Source Technology

Rich welding parameter 
database developed 
through our long experience

MTS-CO2

Active CO2

Normal CO2

Super Active CO2

SP-MAG II

Active MAG
Super Active MAG

SP-MAG IISP-MAG IISP-MAG IISP-MAG IISP-MAG II

HD-Pulse

Normal-Pulse

Super Active MAG
Super Active CO2

TAWERS Welding Process Guide

MTS-CO2MTS-CO2MTS-CO2MTS-CO2MTS-CO2

HD-PulseHD-PulseHD-PulseHD-PulseHD-Pulse

Normal-PulseNormal-PulseNormal-PulseNormal-PulseNormal-Pulse

MAG welding

CO₂ welding

Standard

Standard

Short-circuit transfer range
(Dip transfer range)

Secondary switching and SP/HS 
control achieve stable arc and low 
spatter welding.

Short-circuit transfer (1 pulse-1 dip) 
minimizes undercuts in high speed
welding. 

Droplet transfer (1 pulse-1 drop) 
achieves low spatter.

MTS control added to SP-MAG 
technology reduces spatter of CO₂ 
welding.
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Spray transfer range

Note: 1.2 mm mild steel wire used for this guide.

Note: 1.2 mm mild steel wire used for this guide.

Low spatter 
in low-current 

range

Low spatter in
low-current range

Achieves even lower spatter with 
high-precision control of wire feed speed.

Low spatter in
high-current range

Low spatter 
and high speed in 
high-current range

TAWERS Technology―
Various Welding Processes
・SP-MAGⅡ for short-circuit mixed gas 
  welding on thin plates
・HD-Pulse for high-speed and low-spatter 
  in high-current pulsed mixed gas welding
・MTS-CO₂ for CO₂ welding

Super Active Wire Feed ProcessSuper Active Wire Feed ProcessSuper Active Wire Feed ProcessSuper Active Wire Feed ProcessSuper Active Wire Feed Process
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