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¥ 1. International Robot Population

Ea Ty[{)e T)g)é T}(':pe T)i)pe Tépe Total
o & 6,899 7,347 | 53,189 67,435
0l 400 2,000 [ 1,500 200 4,100
A = 290 830 200 100 | 10,000 11,420
- P 120 500 | 2,000 6,000 | 30,000 38620
& ¥ 3,000
A9~ 10 40 8,000 8, 0%0
Eo -] 250 150 250 50 100 800
X a2go] 20 50 120 20 50 260
A = 150 50 100 30 200 530
g ZF 371
Zd = 60 115 15 50 120 360
TN 11 25 30 0 110 176
b 35 16 43 22 51 167
Wl 7] off 22 20 0 0 82 124
djslete 48 3 0 0 30 81
+ 2 3 5 0 15 25
g A 1,418 | 10,701 | 4,293 | 13,819 | 101,947 | 135519

Type A; Programmable, servocontrolled, continuous path

Type B ; Programmable, servocontrolled, point- to- point

Type C ; Programmable, ¥ & nonservo robots

Type D; Programmable, die casting-§ nonservo robots

Type E i 71414 o142 (pick- and- place)
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