Robot Systems with
Integrated Welding
Power Source Technology
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Torch type selectable to fit your application!
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Through-Arm Type

Superior wire feedability and Focused on reducing cable Focused on wire feedability

External Type

reduced cable interference interference

Space saving & high payload|!
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Long-arm & high payload}!
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BMManipulator Lineup (as of January 2020)
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Rated Welding Output:
WGII: 350 A @ 80 % duty cycle (CV). 350 A @ 60 % duty cycle (pulse).
WGHII: 450 A @ 100 % dutv cvcle (CV/pulse)




TAWERS Technology—

Various Welding Processes
*SP-MAGTI 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-CO:2 for CO. welding

TAWERS Welding Process Guide

MAG welding Standard

Note: 1.2 mT mild steel wire used for this guide.
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CO:2 welding Standard

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

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

Super Active MAG
Super Active CO2

See the page of “Super Active TAWERS” for details.





