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#This is one example of paripheral machinary layout

itMol equipped with spatier shiald/push-pull systom
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BEETER Main specifications

W B ltem B W Model  tppp3ps2 TFPL3082 TFPL3084

VA RS —RIFEELHN Twister output power KW

ﬂ‘}"‘tﬂLﬁﬁ@ (R$) ___Max. material thickness(Mild steel) | mm
RALT vV Z 8 (M) Max. pierce thickness(Mild steel) mm

AN L& Cutting area dimension (X - Y) mm 550 X 62 | 2500 X6200 | 2500 X 12300

e e e L

Allg X-axis | mm 6800 13000
A FO—%Z Stroke Yilg Y-axis |
78 Z-axis

L X-axis m/min
SiEZDEE  Traverse speed Y Y-axis m/min |

L T |
X, Y X, Y -axis | SwHsE= "-‘.J """J*‘I’ K Rack & pinion + Linear guide
Zig Z-axis | R—=JLRAD U 1+'J-- 14 F Ball-screw + Lmear guu:fe

SERNS I\ Driving method

{7 RO E Positioning accuracy | +0.15/300

R0E L Positioning repeatabilit 0.1
ElanEE Controller FANUC-18M

BEERGEEA T3 2 Main Functions and Uptions @ : IR Standard O F T3 2 Optional
SUSEEFRGIEN{TER SUS nitrogen cutting function )
FBHY—F /I b—F  Zinc power making torch |
BR7O0JS5Z/J%M Auto programming device
SREEES (75KW /(—547. 92 1) Fume collector (7.5kW hopper-type / with duct)
KR Z2EN Light ray danger prevention device j
Z@2A ~O—2 350mm Z-axis Stroke 350mm

ORRENEOr), TECXCERTLICANBOETOTSTRATREL. A0 0RESHEBIERACIED ANy i8S —RERDALTUET.
@ Maloriale and specifications are subject to change withoul notice @ To faciitate an undarstanding of tha mechanism, the phatographs in this catalogue show tha Twister without the Spatier guard shield In place,
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Chalienge of Indeterminable Fluctuating Production m
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and high productivity far exceeding laser
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Laser System
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Compared to laser cutling, the Twister achieves
overwhelmingly superior-productivity and major cosl
advantages when cutting mid-thickness steel plate.
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The high quality cutting machine " Twister " features outstanding ' cost periormance
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Production lots and delivery times are indeterminable factors for the
manufacturing sector in this age. The key words are “improved order
response capability”.

In addition to the Twister's improved productivily, cost performance and
cutting quality in the area of mid-thickness steel plate, the ease of

setting up has also been improved. This machine promises vastly
improved cutting work.
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~ Improved productivity  Lower running costs
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Exponential increase in cutting speed thanks to high power unit and TllantI:S tutthedat:luptlun of main gas flow pattern control, the life of consumable parts has been
high-speed twister gas L B -3 YA A —
Conventional Twister
5 A Gas o o
B 3kWL—tF  3KW laser 7 7
EE 4 BN AT~ Twister % = %
E% 3 30kW/ND—1Zw bEBEY A AF—A ﬁﬂﬁ%ﬁﬁﬁﬁ:ﬁﬁ%ﬂiﬁlﬂ?&:%«(?ﬁl?
ﬁ & 1 = MEELRICK D, IHERE ZRfee C0 L. O—/\F—2Z8R. LFa _:'—iF W J#n
Ay 2 | f KWL —HIT L. KIeEOEINi= 2R ERBICE LS EET, (EFFHED)
EE Hul LFE LIS A main gas flow pattern has been adopted which 25"\ i s AR T ]
d S R e — Cutting speed has been increased dramatically incorporates the advantages of both oxygen and = Stat  Cutting Gmpln“un Start  Cutting Complatiorn
_-IF - I = 1_: -[’ . thanks to 30kW power unit and high-speed twister nitrogen. Thus the life of consumable parts has . Eﬂ&ﬂmﬂr&;ﬂ:a 3 =
0 S5 1-6mm $S 1:12mm §S 1: gas flow. Gives about twice the cutting speed of been greally extended. (Patent pending) il o
: ’ 3 +19mm a 3kW |aser.
74949 7 EFATET ARMEREZ X8 HE T4V I9F=0F L L& bF15—Fy7HFmeXEICHE
Piercing time shortened with quick pierce e Thanks to the quick arc change, the life of consumable parts has been greatly extended.
Sy F eIt SILOBmEEEEDY A IIUITHA S L o YA RS~ oA vIT—IFx :f::fr:fgl: D, ﬁy\:s@m
BIASFOEEZIRDIARIE S A v IEF AITKD., b Iy Conventional » Twister EJ&H’—-E—JJ—J h%lEtho LFa1o—
—ZIVET w2 OREERRE UE Ulc. o 1 1 ?#?%nn’&]’fmfa.i‘-ﬂ.t;ﬂ?ﬁﬁ‘u
Total piercing time has been shortened thanks to high speed Gonventional type 5 3 (RFEFLHEA)
touch sensor system and quick pierce which incorporates - ﬂ; é Due to the quick arc change, current overshoot
actions such as gas interchange in the cycle. O e : *'_”f *; on ignition has been curbed. Thus, the life of
Tuﬂch Eenor 1 l 4 ' £ § consumable parts has been greatly extended.
1 Iz g ;E, (Patent pending)
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Quick pierce _ o : ;
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VS D—ﬁﬂﬂIﬁ _Comparison with laser cutting machine ) e e 11| Vs L— #ﬂﬂIﬁ rCampansm with laser cutting machine 1 HAE
Gas cost
EEIGRIFIL0 %X/ ! e — SI=FTIAX FIEO%R ! =
. . u K Hing . . . L#as-Fy7H
40% shorter production time P Potutiog v 60% reduction in running costs L W
Connumabdes coxl
®VjisMHIE L —T D1 /2 O —FOBINEFEFRUSY=VIIX NCHITEET | (BN oo, Mainanance con
Cutting time is half that of laser. )14 Cutting work can be done at about the same running costs as with FEaig T 3
.LFL'.IR L!R?%ﬂﬂﬂﬁﬁﬂ’iﬁﬁﬁﬁﬁ E e I BIERERD | | Cottngwo the expense of the electricity of laser. (in Japan) —-E-E?-E'____,._-——-
ess dross and so post-cutting work (time) is the same as laser. APreworsons - ) : T -
O5IL YD RETHERD /2 AT . e 0t oausion ooets B e —
& Test cutting is unnecessary and so pre-work setup is halved. SOr (3w) TWISTER /‘ K g P : A TER /
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Fume up-flow has been eliminated by a push-pull system and area fume (dust) collector system

Cutting quality has been improved by main gas flow control

wo® WA A5 — ' . ‘ w2 adIVD AT ALICNZ. MILTWSIUT D
'cunifan't'iénal | Flow patt'arn ﬂﬂﬂtrﬁl ~—| REn |- BETHCEICKRD, MEORUVEEBRZER, £a—L
Fime colec EUREEAMEICE ELET,  (§FFHEETD)
Hnru Outer nlmunﬂnrunnu u Outer n:n:uml‘unm:a
% ﬂ & J h— Effective fume (dust) collection is achieved by the push-pull
3 13 I l : SS400 tHamm | Torch system and zoned fume collection system limited to the work
e H = ;r";ﬁ AAHATO—SHICED. BIRICELT —_— area. This greatly improves working environment.
§§ 5§ —E— RERE. DNRMEAREICE e (Patent pending)
0 . rEtEUz, (BT . N
The arc mode has been optimised matched to = 'Iu S
IEE:!E{-.:F—#E- (] configurations by using main gas flow control. . -
— : This has greatly improved cutting quality.

(Patent pending)
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Disparity between upper and lower hole size reduce thanks to twister gas flow control
WA RI—HRTO—HEICED. BRITE | e

CTHRDO—EME L, NEFHEREE ik
AMLFELL, (HEFHED) s B Conontons
The twister gas flow control system ensures SiEm

optimum gas flow based on configuration. = Dimension
This has reduced the disparity between upper difference \\_‘7
and lower hole size. {Patent pending)
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N = RE(mm) — X
Small  Hole size (mm)  Large!

ss400 Sl VA A=A RICKY FORE#EHY | AINY 2=V FIC& V) ANy F Rl P05

11Bmm

el S Twister gas eliminates dross | Spatter splash curbed by the spatter shield
ARG e 1 YA s D I RS SRR O ) E7 v ZBICIET DRIy I =L RICED, EP v
K| 9 ElCkD. RORERYELET. DRIy STREERBCIHUET . (FHHEAS)
(35T No.2689310, N0.2997224) Spatter splash has been greatly reduced during piercing thanks to
the spatter shield that is activated at during piercing. (Patent pending)

A powerful downward spiral flow around the plasma
arc eliminates dross. (Patent No.2689310, No.2997224)
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LCRE BN STt QCONTE Sapand g on e ¥ “EOZXEL Nodross l HL '11“ ' — catalogue show the Twisler wilhoul the spatter guard shield in place.
the plate thickness and the configuratian. -
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Shortening of consumahle parns rﬂalanﬂmnni
time due to the adoption of a quick-change torch.
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Unitization of consumable parls enables off-line setup.
The time required for replacement of consumable
parts on site has been greatly reduced. (Patant panding)

EXERDBSR 1 &

Unitization

One minute setup time
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Consumahle uan—s service lile inanaﬁan I.'I‘H- Dptimal work conditions automatically
life manager sel by technology tahle
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Thanks to the life manager display, anyone can maka
a declsion on the service life of the consumable parts.
(Patent panding)
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Torch oil jet reduces consumahle parts nnmauu
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A spatter splash prevention agent is sprayed oul from
the tip of the lorch to the pierce poinl. Due to this,
damage to the consumable parls during piercing is
reduced. (Patent pending)
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Wark can be started al the press of a button,

Troublesome adiustmant is absolutely unnecessary.
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Fuml aulnmnmd marltlnn and [(center)
punching using an arc marker

T—k AR T TR TREICH
DIAG T &EH'DIEET T, YIEREDUHER
FBEEMTHONFEYT. (1FiFNo.2641043)

Marking and punching can be incorporated in the
culling process. Tha swilch over 1o culling is done
aulomatically, (Patenl No. 2641043)

Manual work time 0 minutes
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Cutting smhlllmllnn using AVC function

HWEEOREEXREICEA LY &
BTV ERERR L TL
Fd. (15§FNo.2641092)

Arc Voltage Coniroller is equipped to maintain cutting
height precisely. (Patent No. 2641002)

Easy operation and reduction in proces ses
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Rationalized work processes achieved thanks to Komatsu's original technology

TIENEL) Bending/welding process

Reduction in processes
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Work diagram
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== Finishing work
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Grinder
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Work diagram PR Twistor cutting > welding processes
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TWISTER _4__ ‘ 86% reduction Tvduturlmdu:ns three process to once
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MHEIETE DR Reducing material costs
A S e By Bl Rectangular nesting
—— 9] r—
| Material dimensions
T ¥ 1524mm X 4505mm
= l (I048+1457)
= O | 324kg
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1457mm

Automated nesting

HETE

Material dimensions

1524mm X 3705mm

(3048+857)
266kg




Komatsu nesting aute programming system

naps
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Fast - Efficient -Simple
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Nesting auto programming systeém coption)

Automatic programming system which maximizes the performance of metal working machinery BB  General views B O et '
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Improved cost performance! Equipped with functions to ensure faster programming and lower costs. I ] I 5 )
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Higher speed call up of require parts Actual nuto nesting facllitating parts-in-parts is standard equipmeont I g
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:ﬁgggﬁ%g?hﬁﬂﬂmﬂr-g Nesting setting screen Nesting confirmation screen | o
: Utlllizelng the retrieved parts dala, setting Actual auto nesting facilitating parts-in-parts . s mp——
Call up screen e of nesting conditions Is offected. layout work is standard equipment, g = *
The input parts data can be retrieved by | K § |
client, material, plate thickness, delivery Syl —--—- g B
data and part name..... thus the requirad - | e JElG Q‘ |
part data chart s immediately available. ) T T ] S f— e
m E m 7n ? Q l'-;u-tlll:-ulr'-rulét;:|:q-£n LitiEd - L A
B YA & RIS | B R RS BRI 2 8 o
e - : ; - - m— M B ltem — % 3 Model TFP3051
Flexibility in reading commercially available CAD Weight display function is standard YA 29— TR Tl odku e W R
systems and automatic programming data! equipment! BAYIMREE (1R88) Max. material thickness(Mild steel) | mm 25
. = | BAET w2 IIRE (§88) Max, plerce thickness(Mild steel) mm 25
Slim¥®y (M) BANIGE Cutting area dimension {X~Y) mm 1525 X 3050
Knaps #5832 25 L Weight display (Standard) i X-axis i 3360
Knaps Standard System A2 O—% Stroke Yk Y-axis mm 1600
Knaps —— — Z§4 Z-axis mm 170
DXF 77 1)U CADYZ5 A === X3 X-axis mimin 25
DXF file Knaps CAD System =_-_:_.=\\- : EGADMER  Traverse speed  YH Y-axis m/min 40
\L = 2 Z-axis m/min 10 ]
EREO T — . = X, Y X, Y -axis FwI2&EZF 2+ /A Rack & pinion + Linear guide
), it mE_ A ,...‘.._ 870 f:. 3% RN Divng method Z Z-axis =LA S a4+ UZFHA I+ Ball-screw + Linear guide
Commaercially Autornatic programs 3 2 i
available CAD ' LRSS for existing metal > 0 o o [(AR &7 (LR SDAAE Positioning accuracy mm £0.1
culting machines. e —— ;h“h_h_7/ R0E LA Positioning repeatability mm +0.05
1 HilfEn e Controller FANUC-21M
| . B i Y WEEHEEA T3> Main Functions and Options ® ! 8 Standard (O FT¥3 Oplional
_ _ : B EEREER EMIPRD A v IU Retractable positioning stopper o]
I | I : e e el A SUSEFRUIMR{LR SUS nitrogen cutting function @
ﬂ?ﬁfﬂi-f:{ﬁ'—#u-—z W Actisiwela AR Saprw ot Bl 7OJS=J%E Auto programming device @)
Komatsu TWISTER Series S (1TkW. F5 M) Fume collector (11kWiwith duct) ®

@XM BEOLD. FERCEVTHCLDBOETOTTTHRTEL. @Materials and spacifications are subject to change without notice






