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Dual-Core Welder, The Perfect
Mate Of Welding Automation And Robaotl
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5 functions in one, a highlight spot in 2011 )
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Serve with welding automation system and welding robot, digital format welding signal input and output
ensure the fluent communication between other equipments and machine-self.
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High end welding, the welding fields which require accurate welding parameter and precisely welding

Add: 150171502 Jinyaniong Building, Xizangi Changping District Beijing 100096 PR.China .
S}fnergfc Factory Add: E Sector Shahe Industrial Park, Changping District, Befjing 102206, P.R.China -.all . * ;]r'D{ZE'Ed.
Tel: +86-10-62717886/51097031/51097032 ]A 'Y
Dual Voltage D s - R, —SEIERER , ESREE R TREETEY INEE,
Welding School, one machine is enough for each trainee who will be able to practice various welding
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Spool Gun Digital
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Welding workshop, the multi-functions is much convenient the workshop and field work.

Unipow Welding Beijing Co., Ltd. DUAL-CORE WELDER™
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