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BrE{%$% (Section Modulus List) g8 A% Calculation of Section Modulus
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B3R (ZTE/\1 ) Section Modulus List

FEUMR Nominal dia | 4442 OD SGP 4T 2=l Sch20 | R T 2—IL Sch40 | R T 2—IL SchB0 | R4 T 2—IL Sch 80 | A4 ¥ 2—Jb Sch 120|473 2—JL Sch 160
A B ¢o:mm  |EE tmm| BiEfE#eni|  tmm Zcm tmm Zcm tmm Zcm tmm Zcm tmm Zcm tmm Zcm
6 1 10.5 20 0.097 1.7 0.09 22 0.10 2.4 0.10
8 1 13.8 2.3 0.207 22 0.20 24 0.21 3.0 0.23
10 2 17.3 2.3 0.367 23 0.36 28 0.40 32 0.43
15 3 21.7 2.8 0.700 28 0.70 32 0.75 37 0.84 47 0.90
20 - 27.2 28 1.190 29 1.22 3.4 1.35 3.9 1.46 55 1.72
25 1 34.0 32 2.180 3.4 227 3.9 249 45 273 6.4 327
32 11 427 35 3.910 36 3.98 45 4.67 49 4.94 6.4 5.79
40 15 486 35 5.220 37 5.44 45 6.29 5.1 6.86 71 8.43
50 2 60.5 3.8 9.033 32 7.82 39 9.21 49 11.00 55 11.98 87 16.11
65 2% 76.3 42 16.26 45 17.19 52 19.31 6.0 2158 7.0 2419 95 29.69
80 3 89.1 42 2270 45 24.04 55 28.40 6.6 32.82 76 36.52 111 | 47.29
90 3% 101.6 42 30.10 45 31.86 57 38.93 7.0 45.98 8.1 51.48 127 | 7027
100 4 114.3 45 41.00 49 44.09 6.0 52.43 71 60.25 8.6 7012 | 111 | 8465 | 135 | 9654
125 5 139.8 45 62.70 5.1 70.00 6.6 87.68 8.1 10416 | 95 | 11848 | 127 | 14770 | 159 | 172.39
150 6 165.2 5.0 97.80 55 | 10643 | 7.1 13342 | 93 |167.82 | 110 | 19238 | 143 | 23528 | 182 |27857
200 8 216.3 5.8 196.3 6.4 | 21474 | 82 |26827| 103 |32719| 127 |390.02 | 182 |517.18 | 230 |610.65
250 10 267.4 6.6 3435 64 |33383| 93 |469.44| 127 |61678 | 151 | 71357 | 21.4 | 95763 | 286 |115827
300 12 3185 6.9 514.1 6.4 | 47913 | 103 | 74307 | 143 |99306 | 17.4 [1173.09| 254 |1586.12| 333 |1927.42
WFUYE Nomnalda | V0D |  EHEHEDA FFUYE Nomnalda | SV OD | SEAIBAREDU =1 [ di—di ] di: 5442 op

G B ¢:mm tmm Zcm C(E) B ¢:mm t:mm Zcm 82 d de: % D

16 3 21.0 2.3 0.64 % 12.7 1.2 0.11

22 2 26.5 2.3 0.98 15 2 15.9 1.2 0.19

28 1 333 25 1.61 19 s 19.1 1.6 0.35

36 1+ 419 25 244 Z 222 1.6 0.49

42 15 47.8 25 3.25 25 1 25.4 1.6 0.68

54 2 59.6 28 6.82 31 11 31.8 1.6 1.11

70 2k 752 28 11.1 39 15 38.1 1.6 1.60 . L .

82 3 879 28 15.4 51 2 50.8 16 s0s EMREHE, I?;%ﬁ,.ﬁ:.E 15N/mmi,

92 3% 100.7 35 251 63 24 63.5 20 575 §|3E0§§3'379N/ mrﬁ (DE@ET?;O

104 4 1137 35 319 75 3 76.2 20 8.48 tset:;?ea;?rztnegilh?'g?osﬁ}frlﬂﬁ?o'nt:215 N/mm,
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Push%# 1 7TEPRER (90 MIFHA) P-type bend limits

FFUM2 Nominal dia | 444 OD SGP Z4$2—)b Sch20 | 24T 2—Jb Sch.40 | R4 ¥ 2—Ib Sch.60 | R4 2—JL Sch.80 | R4 1—Jb Sch.120| X4 2—JL Sch.160
o ] e o [ S PR bbb | e b i 8 P e |
6 & 105 | 20 25 1.7 30 22 25 2.4 25
8 ¥ 13.8 23 30 2.2 30 24 30 3.0 25
10 2 173 | 23 40 23 40 28 35 32 30
15 > 217 28 55 2.8 55 3.2 50 37 45 47 40
20 3 272 238 80 29 80 34 70 3.9 60 5.5 55
25 1 34.0 32 105 34 95 3.9 90 45 80 6.4 70
32 15 427 35 130 36 125 45 115 4.9 100 6.4 80
40 1% 486 35 165 37 155 45 120 5.1 115 7.1 90
50 2 60.5 38 210 32 260 39 205 4.9 170 55 150 8.7 110
65 2% 76.3 42 320 45 300 52 260 6.0 220 7.0 190 95 150
80 3 89.1 42 425 45 400 55 330 6.6 290 7.6 260 1.1 190
90 37 1016 | 42 550 45 520 57 410 7.0 350 8.1 310 127 | 220
100 4 1143 | 45 650 49 600 6.0 500 7.1 430 8.6 360 1.1 290 | 135 | 250
125 5 1398 | 45 980 5.1 870 6.6 680 8.1 560 95 480 127 | 370 | 159 | 300
150 6 1652 | 5.0 1250 | 55 150 | 741 900 9.3 700 11.0 | 600 143 | 470 | 182 | 400
200 8 2163 | 58 1800 | 6.4 1650 | 8.2 18300 | 103 | 1050 | 127 | 850 182 | 700 | 230 | 520
250 10 | 2674 | 66 | 2400 | 64 | 2500 | 93 | 1650 | 127 | 1300 | 151 | 1090 | 214 | 800 | 286 | 630
300 12 | 3185 | 69 | 3300 | 64 | 3550 | 10.3 | 2200 | 143 | 2200 | 17.4 | 1300 | 254 | 950 | 3833 | 720
FEUM4Z Nominal dia 414 ob ERASEHEE DA EEUME Nominal dia 444% oD SENELRE DU
G B ¢$:mm Ei ﬂéﬁ‘:\& C(E) B $:mm Eﬁ] ﬂéﬁ‘;ﬁ
16 + 21.0 23 60 + 12.7 1.2 40
22 3 26.5 2.3 90 15 5 15.9 1.2 60
28 1 333 25 120 19 s 19.1 16 70
36 11 419 25 190 & 222 16 90
42 1% 47.8 25 250 25 1 25.4 16 120
54 2 59.6 28 330 31 11 31.8 16 170
70 2% 752 2.8 500 39 1+ 38.1 16 220
82 3 87.9 238 600 51 2 50.8 16 400
92 3% 100.7 35 650 63 21 635 2.0 440
104 4 1387 35 850 75 3 76.2 2.0 600

WECEARERIHE (SGP) WS EECERRRHE (STS)

NENEERRFENE(STPG) MEERERRKINE(STPT)
EBEEE FAR215N/mmillE. 5103RDMEE : 370N/mmill k. U= : 30%LE
Bt EHDRM fEFEERE~8%. NEZELE10~15%

+ Carbon-steel pipe (SGP) for piping
+ Carbon-steel pipe (STPG) for pressure line piping. - Carbon-steel pipe (STPT) for high pressure line piping

- Carbon-steel pipe (STS) for high pressure line piping

+ Material quality standard --- Yield point: 215N/mm? or more, tensile strength: 370N/mm2 or more, elongation rate: 30% or more
« Finish conditions --- Oblateness: 5~8%, wall thickness change: 10~15%
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Draw4 4 7EHREZR (FO—3X) D-type bend limits

FEUME Nominal dia | 444% OD SGP Z4Y 21—l Sch.20 | R4 ¥ 2—Ib Sch.40 | R4 1—Jb Sch.60 | R4 1—Jb Sch.80 | R4 2—JL Sch.120| X4 ¥ 2—JL Sch.160
A | B | omm | B2 (BITE e || e || M M| Be | T | o |BTTE) e |
6 & 10.5 2.0 20 1.7 20 22 20 2.4 20
8 T 13.8 2.3 25 22 25 24 25 3.0 20
10 3 17.3 2.3 30 2.3 30 2.8 25 32 25
15 + 21.7 2.8 40 28 40 32 35 37 35 47 30
20 3 27.2 2.8 45 29 45 34 40 3.9 40 55 35
25 1 34.0 3.2 55 3.4 55 3.9 50 4.5 40 6.4 40
32 1 17 427 35 65 3.6 65 4.5 60 4.9 55 6.4 50
40 1% 486 35 80 37 80 45 70 5.1 65 7.1 55
50 2 60.5 38 100 32 140 39 100 4.9 90 55 80 87 65
65 2% 76.3 42 150 45 150 5.2 125 6.0 120 7.0 110 9.5 100
80 3 89.1 42 240 45 220 55 185 6.6 155 7.6 135 1.1 110
90 3% 101.6 42 310 45 270 57 230 7.0 190 8.1 175 12.7 130
100 4 114.3 45 330 4.9 300 6.0 260 7.1 225 8.6 200 1.1 165 135 150
125 5 139.8 45 490 5.1 440 6.6 355 8.1 300 9.5 260 12.7 210 15.9 185
150 6 165.2 5.0 600 55 550 74 440 9.3 360 11.0 320 14.3 260 182 220
200 8 216.3 5.8 800 6.4 700 8.2 520 10.3 450 12.7 370 182 330 23.0 260
250 10 267.4 6.6 1050 6.4 1050 9.3 720 12.7 550 15.1 450 21.4 400 28.6 300
300 12 3185 6.9 1400 6.4 1450 | 10.3 900 14.3 700 17.4 550 25.4 500 33.3 400
IEUME Nominal dia 414% op EARELRE DA IEUME Nominal dia 414% op EAEIRE DU
G B ¢:mm E i ﬁézﬁ& C(E) B ¢:mm E‘ i ﬁézﬁ&

16 > 21.0 2.3 45 + 12.7 1.2 30
22 s 26.5 2.3 50 15 5 15.9 1.2 35
28 1 33.3 25 65 19 3 19.1 1.6 35
36 1+ 41.9 25 95 & 222 1.6 45
42 1% 47.8 25 100 25 1 25.4 1.6 50
54 2 59.6 25 130 31 11 31.8 1.6 80
70 2% 752 2.8 210 39 1% 38.1 16 100
82 3 87.9 2.8 275 51 2 50.8 1.6 170
92 3% 100.7 35 300 63 21 63.5 2.0 200
104 4 113.7 3.5 400 75 3 76.2 2.0 280

WECEARERIHE (SGP)

BENEERKRREHE (STPG)
ETBEEE FAR215N/mmillE. 5103RDMEE : 370N/mmill k. U= : 30%LE

=8

=]/

Bt EHDKME HEMEERE%. REZE{LFE20~25%

+ Carbon-steel pipe (SGP) for piping
+ Carbon-steel pipe (STPG) for pressure line piping.

WS EECERRGRIMHE (STS)
CERARRMIE (STPT)

- Carbon-steel pipe (STS) for high pressure line piping
- Carbon-steel pipe (STPT) for high pressure line piping

+ Material quality standard --- Yield point: 215N/mm? or more, tensile strength: 370N/mm? or more, elongation rate: 30% or more

- Finish conditions --- Oblateness: 5%, wall thickness change: 20~25%
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B4541 7JIBMBREZR Angle pipe bend limits

~—BIFHER

f
A

— | |[—t

TR Shﬁ;ﬁ;ﬁirel ‘Bgalil&rrglr%%
AXAXt:mm BT EE Rimm B EE Rmm
9X9x1.0 30 25

11X 11 xX12 40 35
13X 13 %X 1.2 45 40
13X 13X 16 40 35
14x14x1.2 45 40
14X 14X 1.6 40 35
16 X 16 X 1.2 55 45
16 X 16 X 1.6 50 40
19X 19X 1.2 70 60
19X 19X 1.6 65 55
21 X221 xX1.2 75 65
21 X21 X1.6 70 60
24 X 24 X1.2 110 100
24 X 24 X 1.6 100 90
25 x25%x1.2 120 100
25 X 25 X 1.6 105 95
26 X 26 X 1.2 130 115
26 X 26 X 1.6 110 110
28 X 28 X 1.2 140 120
28 X 28 X 1.6 115 105
30x30x%x1.2 155 140
30 X 30 X 1.6 135 115
31 X 31 X1.2 155 140
31 x31%x1.6 135 114
32x32x1.2 170 150
32X 32X1.6 140 120
35x35x1.2 220 200
35X 35 X% 1.6 180 170
38X 38X1.6 220 200
38 X 38 %23 180 170
45 X 45 X 1.6 270 240
45 X 45 X 23 200 170
50 X 50 X 1.6 300 250
50 X 50 X 2.3 220 200
50 X 50 X 3.2 180 160
60 X 60 X 1.6 400 360
60 X 60 x 2.3 300 250
60 X 60 X 3.2 250 220
75X 75 %x 2.3 550 470
75X 75 % 3.2 420 360
80 X 75X 23 580 500
80 X 80 X 3.2 450 380

A —

%S

BHIRGE

A Shell mandrel Ball mandrel ~EITHER
AXBXtmm EFEE Rmm | @ Rmm | Tﬁ -t
20X 10X 1.2 60 50 A
25X 12 % 1.2 70 60 ' LJ
25 %12 X 1.6 60 50 -5
28X 18 X 1.6 90 75
30 X 20 X 1.6 100 90
32x12x1.2 110 100
32x14%X16 80 65
40 X 16 X 1.6 85 75
40 X 20 X 1.6 90 80
40X 25 X 1.2 125 115
50 X 26 X 1.6 150 140
50 X 30 X 1.6 160 150
60 X 30 X 1.6 200 180
60 X 30 X 2.3 150 140
75 X 45 X 2.3 340 300
80 X 40 X 2.3 340 300
80 X 40 X 3.2 260 220
HFIA e e TR
AXBXt:mm #iLF $2 Rimm B $42 Rimm YT At
10x22x12 55 50 ol \
12X 25x 1.2 70 60 b8 —
12 X 25 X 1.6 60 50
18 X 28 X 1.6 90 80
20 X 30 X 1.6 100 90
14X 32X 1.2 90 80
16 X 40 X 1.6 110 100
20 X 40 X 1.6 130 120
30 X 60 X 1.6 200 180
30 X 60 X 2.3 180 170
45 X 75 X 2.3 340 320
40 X 80 X 2.3 360 340
40 X 80 X 3.2 320 300

WA EE#E Material quality standard

S ERAE (STKMR)

f&Rm - 215N/mnillE

5|oaRDEE 1 290N/mmill E

HUE : 15%UE

& SEIESOHZBF DR TT EHREE L. WRDH FELUICEETZHEN» HUET,
Notes : The specifications are subject to 50Hz for all models.
The specifications are subject to change without prior notice for improvement.

TPIOAMMG—TBHMPREZR Asist-pipe bend limits

Angle steel pipe (STKMR) for machine structure

Yield point : 215N/mm?2or more

Tensile strength : 290N/mm?or more

Elongation rate : 15% or more

INMTE 1DR 1.5DR 2DR
D(4+2)mm | 90°t(FE)mm [180°t(FIE)mm| 90°t(FIE)mm [180°t(F8/E)mm| 90°t(/E)mm |180°t(B8E) mm

12.7 0.5 0.6 0.3 0.4 0.25 0.3

13.8 0.5 0.7 0.35 0.5 0.25 0.35

15.9 0.6 0.8 0.4 0.5 0.3 0.4

17.3 0.7 0.9 0.5 0.6 0.35 0.5

19.1 0.7 0.9 0.5 0.6 0.35 0.5

21.7 0.8 1.2 0.5 0.7 0.4 0.6

22.2 0.8 1.2 0.6 0.7 0.4 0.6 N
25.4 0.9 1.2 0.6 0.8 0.5 0.6 _+
27.2 1.0 1.5 0.7 0.9 0.5 0.7

31.8 1.2 1.5 0.8 1.0 0.6 0.8

34.0 1.2 1.6 0.8 1.2 0.6 0.8

38.1 1.5 1.9 0.9 1.2 0.7 0.9

42.7 1.5 2.0 1.0 1.5 0.8 1.0

48.6 1.9 2.3 1.2 1.6 0.9 1.2

50.8 1.9 2.5 1.2 1.6 0.9 1.2

60.5 2.3 3.0 1.5 1.9 1.2 1.5

63.5 2.3 3.0 1.5 1.9 1.2 1.5

76.3 3.0 4.0 1.9 2.5 1.5 1.9

89.1 3.5 4.5 2.3 3.0 1.9 2.3
101.6 4.0 5.0 2.5 3.5 2.0 2.5
114.3 4.0 55 3.0 4.0 2.3 3.0

1. IITMEOBURE EBHES50% U EREE
BNETOTHEEESZ,

2. PN TRRR DR TKIE . IREXFE TIZO0E #A
1FBEK>0.035. 180 #FRFK>0.047ELT
WET,

3. BRFLLE DKE I3t fE, NEVERIFIC DN T
IFFEARERSIZE

Notes : 1. Be noted that more than 50% elongation

rate is required theoretically.

2. The K-value which defines a bending limit
will be larger than 0.035 at 90-degree
bend, and larger than 0.047 at 180-
degree bend.

3. Contact us for the information on the bend-
ing whose K-value or t-value is smaller
than the limit.
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D1IE =%.: D Value able D=Y{X = =

t 6.35 | 800 | 953 | 127 | 169 | 191 | 21.7 | 222 | 264 | 272 | 31.8 | 340 | 38.1 | 427 | 48,6 | 50.8 | 60.5 | 635 | 76.3 | 89.1 |101.6|114.3|139.8|165.2|216.3
0.25 | 0.039 | 0.031 | 0.026 | 0.020 | 0.016 | 0.013 | 0.012|0.011 | 0.010 | 0.009 | 0.008 | 0.007 | 0.006 | 0.006 | 0.005 | 0.005 | 0.004
0.3 |0.047|0.038 | 0.031 | 0.024 | 0.019|0.016 | 0.014 | 0.014 | 0.012 | 0.011 | 0.009 | 0.009 | 0.008 | 0.007 | 0.006 | 0.006 | 0.005
0.35 | 0.055|0.044 | 0.037 | 0.028 | 0.022 | 0.018 | 0.016 | 0.016 | 0.014 | 0.013 | 0.011 | 0.010 | 0.009 | 0.008 | 0.007 | 0.007 | 0.006
0.4 |0.063|0.050 | 0.042 | 0.032 | 0.025 | 0.021 | 0.018 | 0.018 | 0.016 | 0.015 | 0.013 | 0.012 | 0.011 | 0.009 | 0.008 | 0.008 | 0.007

0.5 |0.079|0.063 | 0.052 | 0.039 | 0.031 | 0.026 | 0.023 | 0.023 | 0.020 | 0.018 | 0.016 | 0.015|0.013 | 0.012 | 0.010 | 0.010 | 0.008
0.6 |0.094|0.075 | 0.063 | 0.047 | 0.038 | 0.031 | 0.028 | 0.027 | 0.024 | 0.022 | 0.019 | 0.018 | 0.016 | 0.014 | 0.012 | 0.012 | 0.010
0.7 |0.110|0.088 | 0.073 | 0.055 | 0.044 | 0.037 | 0.032 | 0.032 | 0.028 | 0.026 | 0.022 | 0.021 | 0.018 | 0.016 | 0.014 | 0.014 | 0.012
0.8 |0.126|0.100 | 0.084 | 0.063 | 0.050 | 0.042 | 0.037 | 0.036 | 0.032 | 0.029 | 0.025 | 0.024 | 0.021 | 0.019 | 0.017 | 0.016 | 0.013

09 |0.142|0.113|0.094 | 0.071 | 0.057 | 0.047 | 0.042 | 0.041 | 0.035 | 0.033 | 0.028 | 0.027 | 0.024 | 0.021 | 0.019 | 0.018 | 0.015
1.0 [0.157|0.125|0.105 | 0.079 | 0.063 | 0.052 | 0.048 | 0.045 | 0.039 | 0.037 | 0.032 | 0.029 | 0.026 | 0.023 | 0.021 | 0.020 [ 0.017 | 0.012| 0.013 | 0.011 | 0.010 | 0.009 | 0.007 | 0.006 | 0.005
1.2 [0.189|0.150|0.126 | 0.095 | 0.075 | 0.063 | 0.055 | 0.045 | 0.047 | 0.044 | 0.038 | 0.035 | 0.032 | 0.028 | 0.025 | 0.024 | 0.020 | 0.019 | 0.016 | 0.014 | 0.012 | 0.011 | 0.009 | 0.007 | 0.006
1.5 |0.236|0.188|0.157 | 0.118 | 0.094 | 0.079 | 0.069 | 0.068 | 0.059 | 0.055 | 0.047 | 0.044 | 0.039 | 0.035 | 0.031 | 0.030 | 0.025 | 0.024 | 0.020 | 0.017 | 0.015|0.013 | 0.011 | 0.009 | 0.007
16 |0.252|0.200|0.168 | 0.126 |0.101 | 0.084 | 0.074 | 0.072 | 0.063 | 0.059 | 0.050 | 0.047 | 0.042 | 0.038 | 0.033 | 0.032 | 0.026 | 0.025 | 0.021 | 0.018 | 0.016 | 0.014 | 0.011°| 0.010 | 0.007’
1.9 | 0299|0238 [0.199 |0.150 | 0.120| 0.100 | 0.088 | 0.086 | 0.075 | 0.070 | 0.060 | 0.056 | 0.050 | 0.045 | 0.039 | 0.037 | 0.031 | 0.030 | 0.025 | 0.021 | 0.019 | 0.017 | 0.014 [ 0.011°| 0.009
20 |0.315|0.250|0.210|0.158 | 0.126 | 0.105 | 0.092 | 0.090 | 0.079 | 0.074 | 0.063 | 0.059 | 0.053 | 0.047 | 0.041 | 0.039 | 0.033 | 0.032 | 0.026 | 0.022 | 0.020 | 0.018 | 0.014 0.012 | 0.009"
2.3 [0.362|0.288 |0.241 | 0.181 | 0.145|0.120 | 0.107 | 0.104 | 0.091 | 0.085 | 0.072 | 0.068 | 0.060 | 0.054 | 0.047 | 0.045 | 0.038 | 0.036 | 0.030 | 0.026 | 0.023 | 0.020 | 0.017 | 0.014 | 0.011
25 |0.394|0.313|0.262 | 0.197 |0.157 | 0.131 | 0.115 | 0.113 | 0.098 | 0.092 | 0.079 | 0.074 | 0.066 | 0.059 | 0.051 | 0.049 | 0.041 | 0.039 | 0.033 | 0.028 | 0.025 | 0.022 | 0.018 | 0.015| 0.012
3.0 |0.472|0.375|0.315|0.236 (0.119|0.157 | 0.138 | 0.135 | 0.118 | 0.110 | 0.094 | 0.088 | 0.079 | 0.070 | 0.062 | 0.059 | 0.050 | 0.047 | 0.039 | 0.034 | 0.030 | 0.026 | 0.022 | 0.018 | 0.014

35 0.438 | 0.367 | 0.276 | 0.220 | 0.183 | 0.161 | 0.158 | 0.138 | 0.129 | 0.110 | 0.103 | 0.092 | 0.082 | 0.072 | 0.069 | 0.058 | 0.055 | 0.046 | 0.039 | 0.034 | 0.031 | 0.025 | 0.021 | 0.016
4.0 0.420 | 0.315 | 0.252 | 0.209 | 0.184 | 0.180 | 0.158 | 0.147 | 0.126 | 0.118 | 0.105 | 0.094 | 0.082 | 0.079 | 0.066 | 0.063 | 0.052 | 0.045 | 0.039 | 0.035| 0.029 | 0.024 | 0.019
4.5 0.350 | 0.283|0.236 | 0.207 | 0.203 | 0.177 | 0.165 | 0.142 | 0.132 | 0.118 | 0.105 | 0.093 | 0.089 | 0.074 | 0.071 | 0.059 | 0.051 | 0.044 | 0.039 | 0.032 | 0.027 | 0.021
5.0 0.397 | 0.314 | 0.262 | 0.230 | 0.225 | 0.197 | 0.184 | 0.157 | 0.147 | 0.131 | 0.117 | 0.103 | 0.098 | 0.083 | 0.079 | 0.066 | 0.056 | 0.049 | 0.044 | 0.036 | 0.030 | 0.023
55 0.346 | 0.288 | 0.254 | 0.248 | 0.217 | 0.202 | 0.173 | 0.162 | 0.144 | 0.129| 0.113 | 0.108 | 0.091 | 0.087 | 0.072 | 0.062 | 0.054 | 0.048 | 0.039 | 0.033 | 0.025
6.0 0.377]0.314 | 0.277 | 0.270 | 0.236 | 0.221 | 0.189 | 0.177 | 0.158 | 0.141 | 0.124 | 0.118 | 0.099 | 0.095 | 0.079 | 0.067 | 0.059 | 0.053 | 0.043 | 0.036 | 0.028
6.5 0.407 | 0.340 | 0.300 | 0.293 | 0.259 | 0.239 | 0.204 | 0.191 | 0.171 | 0.152 | 0.134 | 0.128 | 0.107 | 0.102 | 0.085 | 0.073 | 0.064 | 0.057 | 0.047 | 0.039 | 0.030
7.0 0.440 | 0.366 | 0.323 | 0.315 | 0.276 | 0.257 | 0.220 | 0.206 | 0.184 | 0.164 | 0.144 | 0.178 | 0.116 | 0.110 | 0.092 | 0.079 | 0.069 | 0.061 | 0.050 | 0.042 | 0.032
8.0 0.252]0.235|0.210|0.187 | 0.165 | 0.158 | 0.132 | 0.126 | 0.105 | 0.090 | 0.079 | 0.070 | 0.057 | 0.048 | 0.037
9.0 0.283|0.265 (0.236 | 0.211 | 0.185 [ 0.177 | 0.149 | 0.142 | 0.118 | 0.101 | 0.089 | 0.079 | 0.064 | 0.055 | 0.042
10.0 0.315]0.294 | 0.263 | 0.234 | 0.206 | 0.197 | 0.165 | 0.158 | 0.131 | 0.112 | 0.098 | 0.088 | 0.072 | 0.061 | 0.046
120 0.377 1 0.353 |0.315| 0.281 | 0.247 | 0.236 | 0.198 | 0.189 | 0.157 | 0.135 | 0.118 | 0.105 | 0.086 | 0.073 | 0.056
14.0 0.440|0.412 | 0.368 | 0.328 | 0.288 | 0.276 | 0.231 | 0.221 | 0.184 | 0.157 | 0.138 | 0.123 | 0.100 | 0.085 | 0.065
15.0 0.441 1 0.394 | 0.351 | 0.309 | 0.295 | 0.248 | 0.236 | 0.197 | 0.168 | 0.148 | 0.131 | 0.107 | 0.091 | 0.069
16.0 0.420|0.375|0.329 | 0.315 | 0.265 | 0.252 | 0.210 | 0.180 | 0.158 | 0.140 | 0.114 | 0.097 | 0.074
18.0 0.422 | 0.370 | 0.354 | 0.298 | 0.284 | 0.236 | 0.202 | 0.177 | 0.158 | 0.129 | 0.109 | 0.083
20.0 0.412]0.394 | 0.331 | 0.315| 0.262 | 0.225 | 0.197 | 0.175 | 0.143 | 0.121 | 0.093
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Information on Data for Quotation

It's been heard in the market, "it is difficult to find a pipe bender whose model selections and system design satisfy us." For this reason,
Taiyo asks users to furnish us with the following information which enables us to propose an ideal system from selections to layout design.
1. Objects to bend
Steel pipe, copper tube, stainless steel pipe, aluminum pipe, L-section steel bar, I-section steel bar, channel steel bar
flat steel bar, round bar, angle pipe, ellipse pipe, variant shapes of steel bars and others.
2. Quality of material
3. Application
4. Quantity of bends (daily, monthly)
5. Bend shape (Please furnish us with the figures listed right.) A sample is required for special bending, continuous bending and 3-dimensional bending.






