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1. YASKAWA LEVANTO  
 
If you want to know more about Yaskawa Levanto and how we can help you to improve 
print production, please contact us today.  
 
 

 

1.1. Producer 

YASKAWA Nordic AB 
Box 504, 385 25 Torsås 
Address: Verkstadsgatan 2 
  
Telefon +46 480-41 78 00 Fax +46 486-414 10 
www.motoman.se 
www.yaskawa.eu.com 
 

1.2. Sales representative  

Cool Graphics Aps 
+45 31 33 20 12 
 
hch@coolgraphics.dk 
www.coolgraphics.dk  
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Yaskawa Nordic AB introduces the 4th industrial revolution to 
the printing industry: 
 
Robotization 
 
Yaskawa Levanto for sheet-cutter lines: 
 
1) Eliminates heavy and unhealthy lifts and improves the operator working 
environment 
2) Maintains important operator knowledge, experiences and productivity with 
improved operator working environment 
3) Allows operators to focus on central working tasks 
4) Introduces production control and optimized production planning 
5) Increases the production capacity 
6) Increases the operator productivity 
7) Increases the overall profitability 
 
All in all making sheet-cutting easier, faster, better and more profitable 
 
 
 

2. THE PERFORMANCE OF YASKAWA LEVANTO 
 

2.1.  Production capacity at a sheet-cutter 
line 

Five independent activities set the constraints of 
the production capacity of sheet-cutter lines: 
 

• Parameter settings and checks for new jobs 
(make-ready) 

• The speed of the cutting knife 
• The use of the cutting table capacity 
• The filling time of the vibration table 
• Collecting and delivering of pallets in the 

cutting process 
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2.2. 1 vs. 2 operators 

If the sheet-cutter line is 1-man operated all activities must be performed in sequence, 
while adding a 2nd operator allows sheet cutting and vibration table filling to be 
performed parallel, which increases the production capacity. 
 
Sheet cutting cannot be performed during parameter settings and checks, and if the 
cutting process takes longer than filling the vibration table, the table cannot be emptied 
and refilled before the cutting is ended, which makes a 2nd operator standing idling. If 
sheet cutting is faster than the table filling process it is the 1st operator standing waiting 
for new stacks to cut, something which also happens, if the 2nd operator performs a 
pallet change or if he is procuring a new pallet another place in the plant. So even though 
sheet cutting and vibration table filling can be performed parallel, there are a lot of 
situations where doubling the manning does not give the expected increase in the return – 
the main reason being that the time for sheet cutting and vibration table filling is not the 
same. (In real-life none of the two operators will stand idling, but adjust their individual 
working speed to the process’ requirement). 
 
Adding a 2nd operator can at its best double the production capacity, but in situations 
where one of the operators has to wait for the other, the production capacity does not 
even double. If the objective is to speed up the cutting process, a 2nd operator will secure 
this, but if the objective is to make more money, the situation is much more complex, 
because adding a 2nd operator at the sheet-cutter line only makes sense if the potentially 
increased profit on the finished product excesses the added salary costs. 
 

2.3. Sheet cutting vs. vibration table filling 

The sheet cutting time is more or less proportional to the number of cuts across the sheet 
while the stack height under the knife has a negligible impact. The vibration table filling 
time depends on how fast at stack of sheets can be build on the vibration table and is 
more or less proportional to the stack height while the required number of cuts is without 
impact. 
 
The optimal performance of the sheet-cutter line is obtained in the rare situations, where 
the time for sheet cutting and table filling is the same. In all other situations one of the 
two activities will be waiting for the other to be finished. Few cuts across the sheet make 
the vibration table the bottle-neck, while many cuts make the sheet-cutter the bottle-neck. 
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2.4. Increased production capacity & productivity 

Yaskawa Levanto increases the production capacity of the vibration table so its impact on 
the total sheet-cutter line’s production capacity is strongest in connection with jobs where 
the vibration table filling is the bottle-neck – i.e. 
with a few cuts across the sheet. In situations where 
the vibration table idles a lot (many cuts) a logical 
conclusion could be to use only 1 operator, which 
reduces the production capacity, but if capacity is 
required, especially in installations with several 
sheet-cutter lines, an additional operator could 
service more sheet-cutter lines. The logical 
approach here would be to configure Yaskawa 
Levanto and its vibration table to supply more than one sheet-cutter line and in this way 
increase the production capacity of the combined sheet-cutter lines. 
 
A sheet-cutter line equipped with Yaskawa Levanto is basically 1-man operated, so 
Yaskawa Levanto eliminates the need for a 2nd operator to increase the production 
capacity. This also implies that the operator productivity increases because much more 
sheets per time are now cut by a single operator. 
 
 
Tests and experiences show the following performances of sheet-cutter lines 
without and with Yaskawa Levanto: 
 
1 sheet-cutter line + 1 operator:  around 1½ pallets/hour*) 
1 sheet-cutter line + 2 operators: around 3 pallets/hour 
1 sheet-cutter line + 1 operator + Yaskawa Levanto: around 4 pallets/hour 
 
*) 64*92 cm sheets holding 4 magazine covers (7 cuts) and a pile height of 
around 90 cm 
 
 
Compared to a 1-man operated sheet-cutter line, Yaskawa Levanto improves the 
production capacity with more than 265%, while the increase compared to a 2-man 
operated line is around 33%. For both alternatives the operator productivity increases 
with more than 265%. 
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Production capacity is required to be able to perform a certain production, but it is the 
productivity, which is the key to being able to make money on the production, so 
Yaskawa Levanto is a core tool to improve the operating profitability. 
 

2.5. Parameter settings and checks 

Every time a new job arrives to the sheet-cutter line some 
parameter settings have to be entered into the cutting computer. It 
is possible to receive these settings via a CIP4 or other workflow 
systems, but experience shows that this rarely happens in 
conventional printing plants. Besides, all entered settings are often 

manually checked to secure that the settings corresponds to the facts on the sheet. 
 
These preparations can be eliminated by the use of appropriate software, but if this 
option is not used, settings and checks can easily take 5 minutes As the time consumption 
for shorter- and longer-runs is the same, it is a topic of minor importance for runs with 
10-20,000 sheets, but for run lengths of, say 500-1,000 the loss of valuable production 
time is dramatic. 
 
 
Performance impact: Yaskawa Levanto has no direct impact on the time for 
parameter settings and checks, but used in the optimal way with its conveyor 
feeding system and intermediate stack storing table, it can start the table filling 
and vibration process while the single operator keys in the settings. When the 
operator is satisfied with his preparation the first perfectly vibrated stack is 
immediately at hand just next to the sheet-cutter. 
 
 
2.6. The speed of the cutting knife 

The speed of the cutting knife is basically the same for each cut. 
Neither the height nor the width of the stack under the cutting knife 
has any measureable impact ct on the cutting time. The time to move 
the stack in position for the next cut has a marginal impact on the 
cutting time, and cutting-waste has in some cases to be removed 

manually. Finally the stack has to be turned 90ᵒ when the cutting direction has to be 
changed, and this also takes a little time. All in all the average time for a cut is often 
stipulated to around 15 seconds. 
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Prior to cutting, the stack has to be collected by the operator from the side table, and this 
might take 5 seconds, and after cutting, the cut stacks have to transported to the side 
table, which might take another 5 seconds, so cutting 4 magazine covers (7 cuts) out of a 
40” sheet takes around 2 minutes. 
 
 
Performance impact: While Yaskawa Levanto has no direct impact on the 
cutting speed, it has (see below – table filling) a significant impact on 
minimizing the number of stacks to be cut by maximizing the stack height at 
the vibration table – and under the knife. A 900 mm pile can be divided into 6 
stacks of each 150 mm. If the pile turns out to be 910 mm or if each stack is 
145 mm, 7 instead of 6 stacks have to be cut, increasing the cutting time with 
around 16%! 
 
 
2.7. The use of the cutting table capacity 

Trimming a poster at its 4 sides is a simple exercise. Cutting 4 
magazine covers out if a 40”/3B sheet is also rather simple, but 
already here the smart operator cuts two stacks parallel to use as 
much of the cutting table’s capacity as possible to reduce the number 
of cuts and the cutting time. With a lot of different images of various 
sizes distributed over the sheet, the initial job distribution in the pre-
press division turns into a sophisticated mathematical exercise, 
especially when the optimal cutting sequence also has to be taken into 
consideration. This job can only be performed with very sophisticated 
computer programs. It is not enough to take the optimal image 
distribution into consideration, because it is also extremely important 
that the distribution is performed in a managerial way for the operator 
at the sheet cutter. A modular and logical approach to image 

distribution is required. 
 
Some sophisticated cutting programs advice cutting 
more stacks coming from the vibration table in one 
direction first and then increase the number of 
stacks with the same cutting pattern next to each 
other in the secondary cutting direction. This 
working method increases the use of the sheet-
cutter’s cutting capacity, because of the maximized use of cutting knife’s full width. This 
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working method requires that all stacks coming from the vibration table have the same 
uniform height, something which is very difficult for the operator to secure in a manual 
cutting process – but easy for Yaskawa Levanto! 
 
Another approach to optimize the cutting time is to have more sheet-cutters linked 
together. In this way the first sheet-cutter takes care of cutting in one direction while 
others cut in the second direction. This eliminates the down-time for turning the stack on 
a single sheet-cutter and increases the flow speed through each sheet-cutter, and it opens 
up for at better usage of the full width of the sheet-cutter’s capacity by cutting more 
uniform layouts parallel.  
 
 
Performance impact: Yaskawa Levanto has no impact on how the operator 
performs his cutting. But in case of cutting more stacks in sequence, Yaskawa 
Levanto can secure that all stacks coming from the vibration table have exactly 
the same height – thus making this way of productive operating possible. 
 
 

2.8. Filling the vibration table 

Optimal vibration table filling is nearly an artistic 
performance by the operator, because he has to 
minimize both table filling time and sheet-cutting time 
by maximizing the stack height, while he, at the same 

time, must minimize the number of table fillings by minimizing the number of stacks on 
the table in relation to the pile height on the pallet and minimize the number of rims he 
moves from the pile to the stack in order to minimize the stack creation time. And this he 
must do without knowing the exact pile height on the pallet and without being able to 
neither calculate nor measure the thickness of each rim or height of each stack on the 
vibration table. In fact nearly impossible challenges, which only the most skilled operators 
can perform decent efficiently. Less skilled and/or inexperienced operators will use much 
more time to perform the same job in spite of working very hard and trying their best. 
 
All this changes with Yaskawa Levanto, because it easily calculates the optimal stack 
height on the vibration table so the minimal number of stacks will be produced from a 
given pile height while the minimal time for the stack creation is obtained by minimizing 
the number of rims. 
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Filling the vibration table is heavy manual work. The weight of a 90 cm pile out of a 
40”/3B press weights around 750 kilos, so lifting 2-3 such piles per hour (1½-2 tons) is 
an extremely heavy work which wears out even strongest operator over the day. Applying 
Yaskawa Levanto eliminates these heavy and unhealthy human lifts. 
 
 
Performance impact: While it is easy to see that Yaskawa Levanto eliminates 
the heavy and boring psychical, manual work of filling the vibration table, the 
robotizing of the same working element suddenly makes it possible to 
measure, control and optimize this previously immeasurable process. This is 
Yaskawa Levanto’s invisible, but most powerful strength, with a significant 
impact on both production capacity and operator productivity. How much 
impact is difficult to establish as nobody knows the productivity loss due to the 
lack of operator skills and experiences as this part of the process has been, 
and still is, immeasurable at a manually operated sheet-cutter line. 
 
 
 

2.9.  Separating- and airing capability 

The dual-arm humanoid Motoman SDA20 robot is, with its 
two arms, the only robot in the world, which can copy the 
operator’s highly skilled diagonal separation and airing 
patterns required for the efficient separation and airing of the 

sheets. Without a proper airing, the separation will not be perfect, and it will be 
impossible for the vibration table to vibrate the stack of sheets into perfect register. 
 
Based on the operator’s skills and experiences the angle of twisting the rim can be 
controlled from the touch-screen. Some operators prefer to let a twist of the rim in one 
direction be followed by a twist in the opposite direction, and Yaskawa Levanto can also 
perform this working pattern – controlled from the Cockpit HMI PC. 
 
The quality of the vibration depends on an appropriate quantity of air between the sheets 
after they are positioned on the vibration table. The vibration table is equipped with a 
back-plate which allows a strong air supply through segmented air-nozzles. The air 
management is controlled from the Cockpit HMI PC. 
 
It is important that the vibration process stops in a soft and controlled way, so all sheets 
are in the correct position when the vibration stops. This is obtained by letting Yaskawa 
Levanto control the vibration process. 
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Performance impact: Based on the operator’s skills and experiences Yaskawa 
Levanto airs and vibrates stacks on the vibration table into perfect register 
without and human interference. A stack is created on the vibration table with 
a known and optimal height, vibrated into register and removed automatically 
in the shortest possible time without any human interference. 
 
 

2.10. Floating clap-trees 

A fundamental draw-back of all conventional vibration tables is 
that the stack is only pushed into position from two sides (back- 
and side-plate), while two sides are without control. At manual 
operated vibration tables this requires that the operator from 
time to time elaborates the stack on the two open sides with a 

manually held clap-tree to be sure that all sides are pushed properly into position. 
 
It is impossible for the operator to interfere in an automatic vibration process, so 
Yaskawa developed the automatic floating clap-tree concept, where clap-trees mounted 
on the vibration table automatically push the sheets into position from the two open 
sides. 
 
 
Performance impact: The floating clap-trees allow a fully automatic, perfect 
vibration process on the vibration table without any human interference. 
 
 

2.11. Sheet pile topography 

The topography of the printed pile is a real challenge for all automatic systems. An 
unprinted pile of sheets has normally an even surface, but as soon as the sheets are 
printed, the pile topography changes in an unpredictable way. This depends on the 
conditions in the pressroom, the quantity of inks in one area of the sheet compared to 
another, the drying process and how the printer put the wedges under the pile. 
 
Yaskawa Levanto performs a dynamic scan of the pile topography every time it begins to 
feed a new stack to the vibration table. There are limits to the quality of piles, which 
Yaskawa Levanto can handle (see specifications), but the dynamic check of the pile 
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topography secures that Yaskawa Levanto can handle a wide variety of piles with 
fluctuating topography – even if it fluctuates down during the pile! 
 
 
Performance impact: The sheet pile topographic scanning system makes it 
possible for Yaskawa Levanto to handle a wide variety of printed piles with 
fluctuating qualities. 
 
 

2.12. Segmented piles 

Every new job generates normally some start-up waste at the press. 
Some jobs generate, unfortunately, also running waste. This waste 
must be removed either at the press or at the sheet-cutter, and to 
minimize the down-time at the expensive press it is often removed 

at  the cheaper sheet-cutter. Areas with waste are often indicated with taps inserted to 
indicate start and stop of waste areas. 
 
Taps can also be used to indicate that a new job starts, if the printer decides to run 
different jobs in the same pile. 
 
Yaskawa Levanto’s scanner detects inserted taps and can remove waste to a waste 
container or inform the operator about a new job now starts. 
 
 
Performance impact: The tap-reading system makes Yaskawa Levanto able to 
change between different jobs on the same pallet in a fragment of time, while it 
at the same time is capable of removing indicated waste out of a printed pile. 
 
 
2.13. Yaskawa Levanto is strong and never gets exhausted 

Yaskawa Levanto can lift more than human operators, and it never gets exhausted, 
something that even the strongest human operators do. A typical 90 cm pile from a 
40”/3B press weights around 750 kilos, so handling 3 pallets per hour implies lifting more 
than 2.2 tons per hour – something, which will exhaust even the strongest operator over 
the day. 
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A stronger operator can for obvious reasons lift more than a 
weaker one, but it does not change the fact that all human 
operators get more or less exhausted over the day from all the 
heavy lifting. How exhausted the operator gets depends also 
on his way of working. Lighter (and thinner) rims are obviously 
less exhausting to handle than heavier ones, but very light rims 
will reduce the production capacity just as well as too heavy 

rims will do. 
 
Even if this topic never has been studied professionally, one must assume that changing 
from an optimal rim weight to a very light one will not reduce the rim airing and 
movement cycle time significantly, so very thin rims will reduce the production of stack 
height per time at the vibration table. On the contrary, going from the optimal rim weight 
to a heavier one will slow down the rim airing and movement cycle time, probably 
exponential proportional to the increase in rim weight and again slow down the time for 
producing a stack on the vibration table. So there will be an optimal balance between rim 
weight and cycle time for each individual operator. Increasing the rim weight beyond a 
specific, individual limit for each operator will increase the exhausting process 
dramatically, because the rims simply are getting too heavy for the operator. 
 
Experience shows that the best balance between rim weight and cycle time is obtained 
with a rim weight of around 8 kg for the average operator. Yaskawa Levanto has a limit in 
the area of 30 kg - but it must be taken into consideration that the ability to handle thicker 
rims depends very much on the quality of the sheets, the printed image, coatings, drying 
method and the resting time for the pile prior to processing. 
 
 
Performance impact: The exhausting process is not a topic for Yaskawa 
Levanto, which always and continuously can lift the heaviest rims 24/7, subject 
to the airing process can be performed perfectly, which depends on each 
individual job. 
 
 
2.14. Eliminating unhealthy working conditions 

Lifting tons of sheets over the day is extremely unhealthy for the operators, and many 
operators are, unfortunately, forced to leave their job due health problems with back, 
shoulders, arms, hands and fingers. 
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Apart from it, on a general level, is unacceptable to expose employees to such jobs, the 
managerial consequences is that valuable sheet handling knowhow disappears, when the 
skilled and experienced employees are forced to leave their jobs. To educate and train new 
employees can easily take 6 to 12 months, and during this time the productivity drops and 
costly mistakes might occur, so apart from the human aspect of wearing out employees 
with unhealthy heavy working activities, this is, from an economic point of view, a very 
stupid managerial decision. Proper human knowhow is an invaluable asset. 
 
 
Performance impact: The exhausting process is not a topic for Yaskawa 
Levanto, which always and continuously can lift the heaviest rims 24/7, subject 
to the airing process can be performed perfectly, which depends on each 
individual job. 
 
 
2.15. Pile turning 

A lot of printed jobs are today coated with a gloss coating, 
which always leaves the printing press or off-line coater with 
the coated surface upwards. As the coated side normally has to 
face downwards in saddle-stitchers and collecting machines the 
pile has to be turned between printing and finishing. This job is 
often performed in a pile turner before or after sheet-cutting. A 
pile turning at a pile-turner takes around 1½ minutes, but it 
depends also of the distance between the sheet-cutter and the 
pile turner. 
 
A pile turning takes the same time for high and low piles, so 
pile-turning has, in fact, a much stronger negative impact on 
the production capacity in connection with short run jobs with low piles. As the runs are 
getting shorter and shorter, the negative impact of pile-turning will continue to increase 
proportionally to the reduction in run lengths. 
 
(An alternative is of course to run several individual jobs on the same pallet, which 
requires an ability to detect when a new job starts and an ability to remove generated 
start-up waste between the jobs. This makes Yaskawa Levanto’s tap-detection system 
highly interesting).  
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Performance impact: Yaskawa Levanto can perform an integrated pile (rim) 
turning in the sheet-cutting process. This converts the non-productive 
stipulated 1½ minutes for the pile turning into efficient production time. 
Targeting around 4 pallets/hour this corresponds to 6 minutes/hour – 10% of 
the production time at disposal. 
 
 

2.16. Automatic pallet feeding 

A lifting table of a kind must always be used to lift the top of the 
pile to a level, where the operator can get an easy and convenient 
access to the rim he wants to remove. If a lifting table or a forklift 
is used for this process is or minor importance. The important 
factor is, that there has to be performed a pallet change every 
time a pallet is empty. We stipulate that a pallet change takes 
around 1½ minutes. 
 
A pallet change takes the same time for high and low piles, so pallet changes have, in fact, 
a much stronger negative impact on the production capacity in connection with short run 
jobs with low piles. As the runs are getting shorter and shorter, the negative impact of 
pallet changes will continue to increase proportionally to the reduction in run lengths. 
 
 
 
Performance impact: With the optional conveyor system linked to the lifting 
table Yaskawa Levanto can perform automatic pallet changes without the 
presence of the operator, so the operator can do other things, while the pallets 
are changed. Yaskawa Levanto’s change over time between two pallets is less 
than 60 seconds, but as the change over time is done parallel to finishing the 
vibration sequence at the vibration table and the emptying of the vibration 
table, this is, in practical terms, a non-stop pallet change. 
 
Apart from evaluating what the operator can do while the pallets are changed, 
1½ minutes of an un-productive activity is changed into efficient production 
time. With a target of 4 pallets per hour this corresponds to 10% of the 
production capacity! 
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Conclusion: Yaskawa Levanto for sheet-cutter lines: 
 
1) Eliminates heavy and unhealthy lifts and improves the operator working 
environment 
2) Maintains important operator knowledge, experiences and productivity with 
improved operator working environment 
3) Allows operators to focus on central working tasks 
4) Introduces production control and optimized production planning 
5) Increases the production capacity 
6) Increases the operator productivity 
7) Increases the overall profitability 
 
All in all making sheet-cutting easier, faster, better and more profitable 
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3. SOMETHING ABOUT PRODUCTION CAPACITY & 
PRODUCTIVITY  

Production capacity defines a human being’s or a machine’s ability to produce something 
(goods or services) within a specific period. It is the mental, psychical or mechanical 
capacities, which defines the constraints in capacity. In question of machines, an 
additional operator might increase the machine’s capacity, and a machine’s capacity is 
normally always measured based on the use of the optimal number of the most skilled 
operators. 
 
Productivity defines the output of an activity (goods or services) in relation to the input, 
which normally is labor and capital (machines, or perhaps better tools). The objective is to 
maximize the output of both labor and capital by giving the operators tools, which make 
them able to produce more at a lower cost, thus improving the production capacity of 
each operator (productivity). Substituting a more expensive tool with a cheaper one (and 
maintaining the production line’s production capacity) is in reality increasing the 
productivity of capital, but is still considered as an increase in operator productivity as the 
overall production costs per operator are reduced. 
 
 
Productivity and not production capacity is the key to profitability. 
 
 
The machine is the tool, which allows the operator to produce more, and if the finance 
and running costs of the tool are higher than the costs of adding and additional operator, 
the investment in the tool is never made. 
 
 
Any investment in machinery (tools) is only made, if the cost of producing the 
output by the combination of machine and labor is lower than the output 
produced only by labor. 
 
 
It might be that adding an extra operator to a production line increases the output, but 
economically this activity only makes sense if the profit from the output (not the 
increased capacity) is bigger than the costs of the added operator. (This explains why the 
same machine might be one man operated in high salary areas, while it might be two men 
operated in areas with lower salary areas and why a product with a high profit margin 
justifies an additional operator while the low margin product does not). 
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The conventional sheet-cutter line can easily be operated by one man, but then it is never 
used to its maximum capacity, because the operator either cut sheets or fills the vibration 
table. To maximize the production capacity both activities must be performed parallel by 
two operators or increased automation. 
 
Adding a second operator does not always imply an increase in productivity. This 
depends partly on the capital cost of the sheet-cutter line and how much additional 
capacity the second operator adds, which again depends on the job structure. Adding a 
competitively priced tool will always improve the productivity (otherwise it is not added). 
 
If the times for vibration table filling and sheet-cutting match and a doubling of the 
production capacity can be reached, a minor productivity gain is within reach (because the 
output from the same machine (capital) is doubled while the output per operator does not 
increase). If the times do not match and one of the two operators stands idling from time 
to time, the production capacity will not double, and the productivity of each operator 
will probably decrease. 
 
Sometimes it might be better to run two parallel 1-man operated sheet-cutter lines instead 
of one 2-man operated line (this depends on the cost of the machine vs. the operator 
salary). In this case it might be a big advantage to let Yaskawa Levanto and its vibration 
table supply both sheet-cutter lines parallel. This increases the capital costs with one 
sheet-cutter line, but the production capacity and flexibility might increase significantly 
compared to running one line with two operators, resulting in a higher productivity per 
operator (assuming that the extra production capacity can be sold!). 
 
Increasing the productivity of a sheet-cutter line requires: 
 

A. Faster vibration table filling 
B. Faster sheet-cutting 
C. Faster emptying of the side table 

 
The processes A) and C) have constraints linked to the human working capacity. To 
increase the production capacity of sheet-cutter lines, A) and C) must be automated with 
robots with more capacity than humans. To justify this automation the finance costs must 
also be lower than the substituted salary costs, otherwise the substitution does not add 
productivity – and will consequently not be performed. 
 
The process B) requires faster sheet-cutters. This requires better operating software 
and/or improvements in the mechanical sheet-cutter construction with faster motors etc., 
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and/or a new approach to sheet-cutting with more sheet-cutters working together, which 
again requires automation. 
 
 
The only way to stay competitive in a tough environment is to constantly 
increase the productivity – which can only be done with automation! 
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4.  
 
Yaskawa Nordic AB  
Yaskawa Nordic is one of the largest system providers of robotized automation in the Nordic area. The 
company was founded in the Swedish town Torsås in 1976 and is today a subsidiary of Yaskawa 
Electric Corporation in Japan. 
Number of employees: around 150 
Production area: around 20,000 m² 
 
Yaskawa Europe GMBh 
Yaskawa Europe performs product development in Europe with global resources and controls 
Yaskawa’s European activities. 
Number of employees: around 1,000 
Offices in Europe: around 30 
Production sites in Europe: 5 
 
Yaskawa Electric Corporation 
Yaskawa is one of the world’s leading manufacturers of frequency converters, el- and servomotors, 
control systems and industry robots named Motoman. 
Company founded: 1915 
Number of employees: around 14,000 globally 
Installed units: 
Frequency converters: 16 million 
Servomotors:  9 million 
Industrial robots: 300,000 
Subsidiaries around the world: around 60 
 
 
 
 


