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The Vision of SHIEYU

In the industry of thermoplastic valves, pipes, and fittings, Shieyu is your

partner and first choice when it comes to excellent quality products.

COMPANY
PROFILE

.‘\‘

Shieyu Valve Company Ltd. was found in 1973, is the first self-developed and the
largest plastic valve and pipe manufacturer in Taiwan. For the past 40 years, we have
market and distribute our products to over 30 countries worldwide.

Shieyu developed more than 30 kinds of valve products including Diaphragm Valve,
Butterfly Valve, Ball Valve and Check Valve from a broad range of materials such as
UPVC, CPVC, HDPE, PPH, PPS, and PVDF. We are also the leading manufacturer of 60"
plastic valves and up to 24" pipes and fittings.

SH people, committed to the five beliefs all the time---HONESTY, RELIABLITY,
RESPONSLIBILITY, COURTESY AND HONOUR---working together as a responsible and
reliable team, are leaded by a group of resilient and determined leaders, and dedicated
to design, innovation, and quality increase with business growth. In order to ensure
high quality products, we have been successfully certified by NSF(American National
Sanitation Federation) and approved by UK Lloyd 's and BSI quality management
system certification, special equipment manufacturing license (TS), Certification of New
Hi-tech Enterprises,ISO9001 and related to drinking water hygiene license, to provide
global customers with high quality and reliable industrial products.

Self-encouraged SH people are always in pursuit of excellence for the sole purpose
of total customer satisfaction. Besides, you are always welcome at our company at
any time and we prize your highly valued opinions. We continue to be devoted to the
R&D and innovation in this industry to win customer approval and receive customer
compliments.
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1973
1980
1983

1988

1994

1997
1999

2001
2002
2003

2005

2007
2008
2012

2013

2013
2015
2015
2016
2016
2016

2017
2017

Founded in Chin-Shui town, Taichung County, Taiwan, covering an area of 1,600 square meters.
Set up the export division and Taipei branch operation for north Taiwan and overseas markets. \

Signed long-term supply contracts with Formosa Plastic Group (FPG), the biggest industrial
group in Taiwan.

Established Kaohsiung 1st plant, located in DA FA Industrial Zone, covering an area of 20,000
square meters.

Achieved American Health Association standard #14/61 certification, the first manufacturerin
Taiwan to have the NSF listing on the PVC ball valves.

Obtain I1ISO9001 certification.

Established Kaohsiung 2nd plant, located in DA FA industrial Zone, covering an area of 8,000
square meters.

Set up Shanghai Branch office.
Established a manufacturing facility in Kunshan, Jang-Su, China.

Established a pipe plant in Taichung Harbor Export Processing Zone for production of UPVC,
CPVC, HDPE, PP, ABS, PVDF pipes and fittings, covering an area of 34,000 square meters.

Kunshan factory has developed full size ANSI (SCH80), ISO (DIN) pipe and pipe mould,
able to produce 16” UPVC and CPVC pipe.

Taiwan factory purehased 5000T injection molding machine, produced 24” integrated value.
Kunshan factory.has successfully developed 24” UPVC/CPVC pipe.

Kunshan factory has successfully developed 12” UPVC/CPVC ANSI & DIN Products mould, able
to efficiently produce 12” UPVC/CPVC ANSI & ISO DIN Products.

Kunshan factory has successfully developed PPH and HDPE products, able to efficiently
produce 20-400mm PPH and HDPE pipe and fitting.

Kunshan factory obtained 1ISO9001 certification.

Kunshan factory obtained special equipment manufacturing license

Kunshan factory obtained related to drinking water hygiene license.

Kunshan factory has successfully developed 14” UPVC/CPVC ANSI & ISO DIN Products.
Kunshan factory has successfully developed High tech enterprise honor.

Kunshan factory has successfully developed clear (CLEAR-PVC) pipe and fitting, able to
efficiently produce 1/2” -- 8” pipe and fitting.

Kunshan factory has successfully developed 16” UPVC/CPVC ANSI & ISO DIN Products.

Kunshan factory has successfully developed 450mm -- 630mm PPH/HDPE pipe and fitting.
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HD-PE PIPES AND FITTINGS

HD-PE 100-PIPE %
DIN 8074/8075 1SO 4427

(Special lengths on request)
HE HD-PE100

OD

Weight Weight

(kg/m) (kg/m)
20 - - 2.0 0.115
25 - - 23 0.171
32 2.0 0.187 2.9 0.272
40 2.4 0.295 3.7 0.430
50 3.0 0.453 4.6 0.666
63 3.8 0.721 5.8 1.050
75 4.5 1.020 6.8 1.470
90 5.4 1.460 8.2 2.012
110 6.6 2.170 10.0 3.140
125 7.4 2.760 11.4 4.080
140 8.3 3.460 127 5.080
160 9.5 4.520 14.6 6.670
180 10.7 5.710 16.4 8.420
200 11.9 7.050 18.2 10.400
225 13.4 8.930 20.5 13.100
250 14.8 11.000 227 16.200
280 16.6 13.700 25.4 20.300
315 18.7 17.400 286 25.600
355 211 22.100 322 32.500
400 237 28.000 36.3 41.300
450 26.7 35.400 40.9 52.300
500 29.7 43.800 45.4 64.500
560 332 54.800 50.8 80.800
630 374 69.400 57.2 102.00
710 42.1 88.100 64.5 130.00
800 414 112.00 728 169.00
900 533 141.00 818 212.85
1000 59.3 175.00 = -
1200 70.6 255.00 - -
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HD-PE PIPES AND FITTINGS

HD-PE TEE g
Reinforced R z
for butt welding molded from PE100 = 83 —
IHEIE =& e

20 38 76 15 40 21.0 1.8 2.0
25 42 84 15 50.0 26.0 1.8 2.3
32 46 92 17 55.0 33.4 2.0 29
40 51 102 15 715 45.2 2.4 3.7
50 58 116 23 76.0 54.0 3.0 4.6
63 66 132 27 96.0 65.0 3.8 5.8
75 75 150 28 120.0 76.8 4.5 6.8
90 90 180 32.5 117.0 93.5 54 8.2
110 110 220 345 148.5 114.0 6.6 10.0
125 119.5 239 35 169.0 133.0 7.4 11.4
140 140 280 35 182.0 150.0 8.3 12.7
160 160 320 35 204.0 170.0 9.5 14.6
180 158.5 317 35 247.0 190.0 10.7 16.4
200 168 336 35 266.0 210.0 11.9 18.2
225 220 440 40 260.0 235.0 13.4 20.5
250 209 418 45 328.0 262.0 14.8 22.7
280 318 636 70 374.0 284.0 16.6 254
315 353 706 70 410.0 331.0 18.7 28.6
355 348.3 696.56 152.1 392.4 371.5 21.1 32.2
HD-PE TEE i
(Fabricated) | | T
for butt welding molded from PE100 & J__ NN
FTE=E °

— —

355 362.5 725 21.1 32.2
400 410 820 23.7 36.3
450 460 920 26.7 40.9
500 510 1020 29.7 45.4
560 570 1140 33.2 50.8
630 640 1280 37.4 57.2
710 720 1440 42.1 64.5
800 810 1620 47.4 72.8
900 910 1820 53.3 81.8
1000 1020 2040 59.3 -

1200 1220 2440 70.6 -
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HD-PE PIPES AND FITTINGS

HD-PE REDUCED TEE
for butt welding molded from PE100

WiERE=E _

B
OD1 |

S./S,
(mm)

63-32 68.5 124 26 72 26 65.0 334 3.8/2.0 5.8/2.9

63-50 68.5 124 26 72 26 65.0 52.0 3.8/3.0 5.8/4.6

75-50 74.5 127 26 75 26 76.8 52.0 4.5/3.0 6.8/4.6

75-63 74.5 127 26 75 26 76.8 65.0 4.5/3.8 6.8/5.8

90-63 85.2 153.8 26 101.8 26 93.5 65.0 5.4/3.8 8.2/5.8

90-75 85.2 153.8 26 101.8 26 93.5 76.8 5.4/4.5 8.2/6.8
A 110-32 140 346 - - - - - 6.6/2.0 10.0/2.9
A 110-40 140 346 - - - - - 6.6/2.4 10.0/3.7
A 110-50 140 346 - - - - - 6.6/3.0 10.0/4.6
110-63 140 346 94 123.5 65 114 65.0 6.6/3.8 10.0/5.8
A 110-75 155 346 - - - - - 6.6/4.5 10.0/6.8
110-90 155 346 94 123.5 84 114 93.5 6.6/5.4 10.0/8.2
A 125-40 106 214 - - - - - T1.4/2.4 11.4/3.7
A 125-50 106 214 - - - - - 7.4/3.0 11.4/4.6
A 125-63 106 214 35 144 26 130 65.0 7.4/3.8 11.4/5.8
125-75 106 214 35 144 26 130 76.8 7.4/4.5 11.4/6.8
125-90 106 214 35 144 26 130 93.5 7.4/5.4 11.4/8.2
125-110 106 214 35 144 30 130 114 7.4/6.6 11.4/10.0
A 140-50 114 214 - - - - - 8.3/3.0 12.7/4.6
A 140-63 114 214 35 144 26 130 65.0 8.3/3.8 12.7/5.8
140-75 114 214 35 144 26 130 76.8 8.3/4.5 12.7/6.8
140-90 114 214 35 144 26 130 93.5 8.3/5.4 12.7/8.2
140-110 114 214 35 144 30 130 114 8.3/6.6 12.7/10.0
A 140-125 114 214 - 144 26 146 93.5 8.3/7.4 12.7/11.4
160-63 165 436 110 144 30 146 114 9.5/3.8 14.6/5.8
A 160-75 191 436 - - - - 9.5/4.5 14.6/6.8
160-90 191 436 110 216 65 167 65.0 9.5/5.4 14.6/8.2
160-110 198 436 110 - - - - 9.5/6.6 14.6/10.0
160-125 198 436 - 216 84 167 93.5 9.5/7.4 14.6/11.4
160-140 198 436 - 216 94 167 114 9.5/8.3 14.6/12.7
A 180-63 144 220 35 - - - - 10.7/3.8 16.4/5.8
A 180-75 144 220 35 - - - - 10.7/4.5 16.4/6.8
180-90 144 220 35 150 26 188 65.0 10.7/5.4 16.4/8.2
180-110 144 220 35 150 26 188 76.8 10.7/6.6 16.4/10.0
180-125 144 220 35 150 26 188 93.5 10.7/7.4 16.4/11.4
A 180-140 144 220 - - - - - 10.7/8.3 16.4/12.7
A 180-160 144 220 - - - - - 10.7/9.5 16.4/14.6

A %35 (Transition)
13
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HD-PE PIPES AND FITTINGS

~Tood—
HD-PE REDUCED TEE = !T;
for butt welding molded from PE100 7 0=
SHERZ=E T,
- —1‘ ! L2 L
\ L

S\/S,
(mm) (mm)
A 200-63 157 273 35 203 26 208 65.0 11.9/3.8 18.2/5.8
A 200-90 157 273 35 203 26 208 93.5 11.9/4.5 18.2/8.2
200-110 157 273 35 203 30 208 114 11.9/5.4 18.2/10.0
200-125 157 273 35 203 35 208 130 11.9/6.6 18.2/11.4
200-140 157 273 35 203 35 208 146 11.9/7.4 18.2/12.7
200-160 157 273 35 203 35 208 167 11.9/8.3 18.2/14.6
A 200-180 157 273 - - - - - 11.9/9.5 18.2/16.4
A 225-75 171.5 306 40 226 26 235 76.8 13.4/4.5 20.5/6.8
A 225-90 171.5 306 40 226 26 235 93.5 13.4/5.4 20.5/8.2
A 225-110 171.5 306 40 226 30 235 114 13.4/6.6 20.5/10.0
225-125 171.5 306 40 226 35 235 130 13.4/7.4 20.5/11.4
A 225-140 171.5 306 - - - - - 13.4/8.3 20.5/12.7
225-160 171.5 306 40 226 35 235 167 13.4/9.5 20.5/14.6
225-180 171.5 306 40 226 35 235 188 13.4/10.7 20.5/16.4
A 225-200 171.5 306 - - - - - 13.4/11.9 20.5/18.2
A 250-110 188 325 45 235 30 260 114 14.8/6.6 22.7/10.0
A 250-125 188 325 N - - - - 14.8/7.4 22.7/11.4
A 250-140 188 325 45 235 35 260 146 14.8/8.3 22.7/12.7
250-160 188 325 45 235 35 260 167 14.8/9.5 22.7/14.6
A 250-180 188 325 - - - - - 14.8/10.7 22.7/16.4
250-200 188 325 45 235 35 260 208 14.8/11.9 22.7/18.2
250-225 188 325 45 235 40 260 235 14.8/13.4 22.7/20.5
*280-140 230 440 - - - - - 16.6/8.3 25.4/12.7
*280-160 240 460 - - - - - 16.6/9.5 25.4/14.6
*280-180 240 480 N N - - - 16.6/10.7 25.4/16.4
*280-200 250 500 - - - - - 16.6/11.9 25.4/18.2
*280-225 260 525 - - - - - 16.6/13.4 25.4/20.5
*280-250 275 550 - - - - - 16.6/14.8 25.4/22.7
*315-160 257.5 500 - - - - - 18.7/9.5 28.6/14.6
*315-180 257.5 520 - - - - - 18.7/10.7 28.6/16.4
*315-200 267.5 540 - - - - - 18.7/11.9 28.6/18.2
*315-225 277.5 565 - - - - - 18.7/13.4 28.6/20.5
*315-250 292.5 595 - - - - - 18.7/14.8 28.6/22.7
*315-280 307.5 620 - - - - - 18.7/16.6 28.6/25.4

A 3% (Transition)  * F &5 (Fabricated)
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HD-PE PIPES AND FITTINGS

HD-PE 90° BEND

for butt welding molded from HD-PE

3HE90° 2 3k st L@%

OD

(220~2110 , 140, 160,225,280) (125,180,200, 250, 315)

H

(mm)

20 15.5 37.0 - 2.0
25 15.5 42.5 - 2.3
32 17.5 48.0 2.0 2.9
40 12.0 49.0 2.4 3.7
50 14.0 56.0 3.0 4.6
63 18.0 72.6 3.8 5.8
75 15.0 80.5 4.5 6.8
90 38.5 111.0 5.4 8.2
110 49.0 130.0 6.6 10.0
125 102.0 164.5 7.4 11.4
140 90.0 185.0 8.3 12.7
160 92.0 190.0 9.5 14.6
180 136.5 226.5 10.7 16.4
200 119.5 219.5 11.9 18.2
225 100.0 240.0 13.4 20.5
250 148.0 402.5 14.8 22.7
280 196.0 336.0 16.6 25.4
315 214.5 372 18.7 28.6
355 152.2 348.3 21.1 32.2
HD-PE 90° ELBOW N .
(Fabricated) %
~ a

for butt welding molded from HD-PE
FI90°Tk s }

355 185 280 375 615 21.1 32.2
400 210 317 424 697 23.7 36.3
450 235 356 476 781 26.7 40.9
500 260 394 528 865 29.7 45.4
560 290 440 589 966 33.2 50.8
630 325 494 663 1084 37.4 57.2
710 365 555 745 1219 42.1 64.5
800 410 625 838 1370 47.4 72.8
900 460 701 942 1539 53.3 81.8
1000 520 788 1058 1731 59.3 -

1200 620 942 1263 2067 70.6 -
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HD-PE PIPES AND FITTINGS

HD-PE 45° ELBOW »

for butt welding molded from HD-PE v
3HE45 Tk n Y

L PN10 PN16
(mm)
S S

20 15.5 36 1.8 2.0
25 15.5 41 1.9 2.3
32 17.5 47 2.0 2.9
40 12 46 2.4 3.7
50 14 53 3.0 46
63 18 68 3.8 5.8
75 15 78.5 45 6.8
90 38.5 108 5.4 8.2
110 28 123 6.6 10.0
125 35 97.5 7.4 11.4
140 35 130 8.3 12.7
160 35 133 9.5 14.6
180 46 136 10.7 16.4
200 38 138 11.9 18.2
225 40 180 13.4 20.5
250 45 299.5 14.8 22.7
280 90 230 16.6 25.4
315 90 2475 18.7 28.6

HD-PE 45° ELBOW
(Fabricated)

for butt welding molded from HD-PE
FIMHE45°Ek

355 185 256 326 359 21.1 32.2
400 210 289 370 407 23.7 36.3
450 235 325 413 455 26.7 40.9
500 260 360 458 504 29.7 45.4
560 290 402 512 563 33.2 50.8
630 325 450 576 631 37.4 57.2
710 365 506 648 710 42.1 64.5
800 410 569 729 798 47.4 72.8
900 460 639 818 895 53.3 81.8
1000 520 719 918 1009 59.3 -

1200 620 858 1099 1204 70.6 -
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HD-PE PIPES AND FITTINGS

L11
12
(@]
o
n

HD-PE REDUCER T
CONCENTRIC
for butt welding molded from HD-PE

L7

L8

Lo

Lo
“%j

Le

F
Ls
4

L2
L1

IHEIBRI Kk f

L,
(mm)

50/20 30.8 27.3 215 18.5 135 11.0 6.0 4.0 - - - -
63/16 70.5 62.5 53.5 46.5 385 33.0 25.0 21 15 12 7 5
75/32 62.5 54.5 45.5 375 285 215 135 8 - - - -
110/50 60.8 51.6 41.6 351 25.6 211 10.6 6.3 - - - -
110/63 57.0 47.0 36.0 28.0 17.0 9.0 - - - - - -
125/75 63.0 53.0 40.0 30.0 19.0 11.0 - - - - - -
160/110 74.0 62.0 48.0 37.0 23.0 13.0 - - - - - -
180/110 101.5 90.5 75.5 65 50 39.5 24.5 15 - - - -
225/160 87.0 71.0 55.0 42.0 26.0 14.0 - - - - - -
315/180 112.5 101.5 86 65 50 395 24.5 15 - - - -
315/225 109.0 89.0 70.0 54.0 35.0 19.0 - - - - - -
450/315 148.0 118.0 92.0 68.0 44.0 24.0 - - - - - -
630/450 214.0 178.0 132.0 100.0 62.0 32.0 - - - - - -
PN10 | 16 20 25 32 40 50 63 5 90 110 125 140 | 160 | 180 200 225 250 | 280 | 315 | 355 | 400 | 450 | 500 | 560 630
S - 1.8 1.8 2.0 2.4 3.0 3.8 4.5 5.4 6.6 7.4 8.3 95 | 10.7 | 119 | 134 | 148 | 16.6 | 187 | 21.1 | 23.7 | 26.7 | 29.7 | 32.2 | 374
PN16 | 16 20 25 32 40 50 63 75 90 110 125 140 | 160 | 180 200 225 250 | 280 | 315 | 355 | 400 | 450 | 500 | 560 630
S 20 20 2.3 2.9 3.7 4.6 58 6.8 82 100 | 114 | 12.7 | 146 | 16.4 | 182 | 20.5 | 22.7 | 254 | 286 | 32.2 | 36.3 | 409 | 454 | 50.8 | 57.2
0D,/0D, L
(mm) (mm)
50/20 37.140.2
63/16 79.5+2
75/32 73.5+2
110/50 72.8+0.2
110/63 70.0+2
125/75 77.0+2
160/110 88.0+2
180/110 116.5+1
225/160 106.0+3
315/180 128+1
315/225 133.0+3
450/315 180.0+4
630/450 276.0+4
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HD-PE PIPES AND FITTINGS

1
HD-PE REDUCER i | T
concentric, elongated g‘ ! ” a
for butt welding molded from HD-PE | l °
SHEA K Pl
L1 i ‘ L2
L

(o
25-20 50 20 20 1.8/1.8 2.7/2.5
32-20 50 20 20 2.1/1.8 3.0/2.5
32-25 50 20 20 2.1/1.8 3.0/2.7
40-20 55 20 20 2.4/1.8 3.7/2.5
40-25 55 20 20 2.4/1.8 3.7/2.7
40-32 55 20 20 2.4/2 3.7/3.0
50-20 60 24 20 2.9/1.8 4.6/2.5
50-25 60 24 20 2.9/1.8 4.6/2.7
50-32 60 24 20 2.9/1.9 4.6/3.0
50-40 60 24 20 2.9/2.3 4.6/3.7
63-25 65 25 20 3.6/1.8 5.8/2.7
63-32 65 25 22 3.6/1.9 5.8/3.0
63-40 65 25 22 3.6/2.3 5.8/3.7
63-50 65 25 22 3.6/2.9 5.8/4.6
75-40 68 25 24 43/2.3 6.9/3.7
75-50 68 25 24 4.3/2.9 6.9/4.6
75-63 68 25 24 43/3.6 6.9/5.8
90-50 75 30 26 5.1/2.9 8.2/4.6
90-63 75 30 26 5.1/3.6 8.2/5.8
90-75 75 30 26 5.1/4.3 8.2/6.9
110-63 90 35 30 6.3/3.6 10.0/5.8
110-75 90 35 30 6.3/4.3 10.0/6.9
110-90 90 35 30 6.3/5.1 10.0/8.2
125-110 100 40 35 7.1/6.3 11.4/10.0
140-125 110 45 40 8.0/7.1 12.7/11.4
160-110 130 60 40 9.1/6.3 14.6/12.8
160-140 130 60 40 9.1/8.0 14.6/12.7
180-160 130 60 40 10.2/9.1 16.4/14.6
200-160 140 60 40 11.4/9.1 18.2/14.6
225-160 150 60 40 12.8/9.1 20.5/14.6
225-200 150 60 50 12.8/11.4 20.5/18.2
250-225 170 70 60 14.2/12.8 22.8/20.5
280-250 180 80 60 15.9/14.2 25.5/22.8
315-280 220 90 80 17.9/15.9 28.7/25.5

18

SHIEYU




HD-PE PIPES AND FITTINGS

!
HD-PE REDUCER A —%
(Fabricated) concentric, elongated é é
for butt welding molded from HD-PE
FIaHERNE ~— .
L

355-180 318 180 110 21.1/10.7 32.2/16.4
355-200 328 180 120 21.1/11.9 32.2/18.2
355-225 328 180 120 21.1/13.4 32.2/20.5
355-250 338 180 130 21.1/14.8 32.2/22.7
355-280 358 180 150 21.1/16.6 32.2/25.4
355-315 368 180 160 21.1/18.7 32.2/28.6
400-200 358 210 120 23.7/11.9 36.3/18.2
400-225 358 210 120 23.7/13.4 36.3/20.5
400-250 368 210 130 23.7/14.8 36.3/22.7
400-280 388 210 150 23.7/16.6 36.3/25.4
400-315 398 210 160 23.7/18.7 36.3/28.6
400-355 418 210 180 23.7/21.1 36.3/32.2
450-225 398 250 120 26.7/13.4 40.9/20.5
450-250 408 250 130 26.7/14.8 40.9/22.7
450-280 428 250 150 26.7/16.6 40.9/25.4
450-315 438 250 160 26.7/18.7 40.9/28.6
450-355 458 250 180 26.7/21.1 40.9/32.2
450-400 488 250 210 26.7/23.7 40.9/36.3
500-250 438 280 130 29.7/14.8 45.4/22.7
500-280 458 280 150 29.7/16.6 45.4/25.4
500-315 468 280 160 29.7/18.7 45.4/28.6
500-355 488 280 180 29.7/21.1 45.4/32.2
500-400 518 280 210 29.7/23.7 45.4/36.3
500-450 558 280 250 29.7/26.7 45.4/40.9
560-280 478 300 150 33.2/16.6 50.8/25.4
560-315 488 300 160 33.2/18.7 50.8/28.6
560-355 508 300 180 33.2/21.1 50.8/32.2
560-400 538 300 210 33.2/23.7 50.8/36.3
560-450 578 300 250 33.2/26.7 50.8/40.9
560-500 608 300 280 33.2/29.7 50.8/45.4
630-315 538 350 160 37.4/18.7 57.2/28.6
630-355 558 350 180 37.4/21.1 57.2/32.2
630-400 588 350 210 37.4/23.7 57.2/36.3
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HD-PE PIPES AND FITTINGS

HD-PE REDUCER
(Fabricated) concentric, elongated
for butt welding molded from HD-PE
FIXHEKRNME

OD1

S2

OD2

=
630-450 628 350 250 37.4/26.7 57.2/40.9
630-500 658 350 280 37.4/29.7 57.2/45.4
630-560 678 350 300 37.4/33.2 57.2/50.8
710-355 608 400 180 42.1/21.1 64.5/32.2
710-400 638 400 210 42.1/23.7 64.5/36.3
710-450 678 400 250 42.1/26.7 64.5/40.9
710-500 708 400 280 42.1/29.7 64.5/45.4
710-560 728 400 300 42.1/33.2 64.5/50.8
710-630 778 400 350 42.1/37.4 64.5/57.2
800-400 688 450 210 47.4/23.7 72.8/36.3
800-450 728 450 250 47.4/23.7 72.8/40.9
800-500 758 450 280 47.4/29.7 72.8/45.4
800-560 778 450 300 47.4/33.2 72.8/50.8
800-630 828 450 350 47.4/37.4 72.8/57.2
800-710 878 450 400 47.4/42.1 72.8/64.5
900-450 778 500 250 53.3/26.2 81.8/40.9
900-500 808 500 280 53.3/29.7 81.8/45.4
900-560 828 500 300 53.3/33.2 81.8/50.8
900-630 878 500 350 53.3/37.4 81.8/57.2
900-710 928 500 400 53.3/42.1 81.8/64.5
900-800 978 500 450 53.3/47.4 81.8/72.8
1000-500 858 550 280 59.3/29.7 -
1000-560 878 550 300 59.3/33.2 -
1000-630 928 550 350 59.3/37.4 -
1000-710 978 550 400 59.3/42.1 -
1000-800 1028 550 450 59.3/47.4 -
1000-900 1078 550 500 59.3/29.7 -
1200-560 928 600 300 70.6/33.2 -
1200-630 978 600 350 70.6/37.4 -
1200-710 1028 600 400 70.6/42.1 -
1200-800 1078 600 450 70.6/47.4 -
1200-900 1128 600 500 70.6/53.3 -
1200-1000 1178 600 550 70.6/59.3 -
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HD-PE PIPES AND FITTINGS

HD-PE STUB FLANGE
acc. DIN 16962/16963

for butt welding molded from PE100
WEE=%

<
he)

25 52 32 58 27 1.8 9.2 2.3 9.0
32 54 40 68.0 28 1.9 10.0 2.9 10.0
40 56 49 78 25 2.3 11.0 3.7 11.0
50 62 60 88 32 4.3 12.2 4.6 12.0
63 68 75 102 38 3.6 14.0 5.8 14.0
75 80 88 122 43 4.3 16.1 6.9 16.1
90 80.0 104.0 138 41.0 5.1 17.0 8.2 17.0
110 80.0 124 158.0 40 6.3 18.2 10.0 18.0
125 175.0 135.0 158 102.0 7.1 25.5 11.4 25.5
140 89 155.0 188 39 8.0 27.4 12.7 25.0
160 90 175.0 212.0 45 9.1 26.2 14.6 25.0
180 180.0 186.0 217.0 127.0 10.2 26.5 16.4 26.5
200 213.0 229.0 268.0 144.0 11.4 315 18.2 315
225 100 235.0 268.0 35 12.8 33.0 20.5 32.0
250 273.0 275.0 320.0 205.0 14.2 34.0 22.7 34.0
280 110.0 291.0 320.0 35 15.9 32.0 25.5 35.0
315 379.0 334.0 371.0 35 17.9 35.0 28.7 35.0
355 175.0 373.0 430.0 - 21.1 40.0 323 40.0
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HD-PE PIPES AND FITTINGS

BACKING RING

With steel insert for steel beadings
acc.to DIN PN10 mold

from PP grey PP black 4
E=%hR

n

Number
20 28 65 95 12 14 4
25 34 75 105 12 14 4
32 42 85 115 16 14 4
40 51 100 140 20 18 4
50 62 110 150 20 18 4
63 8 125 165 20 18 4
75 92 145 185 20 18 4
90 108 160 200 20 18 8
110 128 180 220 20 18 8
140 158 210 250 24 18 8
160 178 240 285 24 22 8
180 188 240 285 22 23 8
200 235 295 340 24 23 8
225 238 295 340 27 22 8
250 288 350 390 26 23 12
280 294 350 395 30 22 12
315 338 400 445 34 22 12
A 355 376 460 505 28 30 16
A 400 430 515 565 28 30 16
A 450 517 620 670 30 30 20
A 500 533 620 670 30 30 20
A 560 618 725 780 30 30 20
A 630 645 725 780 30 30 20
AT10 740 840 895 30 30 24
A 300 840 950 1015 36 33 24
A 900 950 1050 1115 38 33 28
A 1000 1050 1160 1230 40 36 28
A 1100 1155 - 1403 40 36 -
A 1200 1260 1380 1455 40 39 32
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HD-PE PIPES AND FITTINGS

HD-PE END CAP [

elongated
for butt welding molded from PE100
*HEEE

oD

20 52.0 1.8 2.0
25 52.0 1.8 2.3
32 54.0 2.0 2.9
40 57.0 24 3.7
50 70.0 3.0 4.6
63 65.0 3.8 5.8
75 80.0 4.5 6.8
90 90.0 54 8.2
110 98.0 6.6 10.0
125 110.0 7.4 11.4
140 136.0 8.3 12.7
160 120.0 9.5 14.6
180 192.0 10.7 16.4
200 181.0 11.9 18.2
225 148.0 13.4 20.5
250 230.0 14.8 22.7
280 257.0 16.6 25.4
315 262.0 18.7 28.6
355 130.0 21.1 32.2
400 130.0 23.7 36.3
450 130.0 26.7 40.9
500 130.0 29.7 45.4
560 130.0 33.2 50.8
630 160.0 37.4 57.2
710 160.0 42.1 64.5
800 160.0 47.4 72.8
900 180.0 53.3 81.8
1000 180.0 59.3 -

1200 180.0 70.6 -

23

SHIEYU




HD-PE PIPES AND FITTINGS

HD-PE (BEEERZHE )T mER:

BKEERER: KIS0 12622 BIEARE. EAWMET, FESEHATIMA, 50 Lk,

REETHEASaE . B DBERE Ao, BT S L2 BB T B LS i,

(RS EIHEE S TERIEE BB, HD-PE MO ESIRIE SRS Ll L, BRER FTEEE KBNS BEN 1.3 18,

T EEIIMESE M HD-PETESIENITHY, RIS BRMYS K ERER, MELEEELIER, Rt A5, aEg,

BB M RS,

5. WSFROMHEASIE: HD-PE $146%, HIFAEE PES0>T00% PE100>600%. M/ 25kg/cm2 LlL, fithitaess, &
YE BT RS S ER R,

> w e

6. TISEEOVEREM: HD-PE ARBRERE, NENBESTEEAR, HELTEETIBEHEUERR R TR,
7. BOBBEEEESN, TN 2.5% MBS EMER (Master-batch) 8 HD-PE, ESEIIRITEING MRS, TEREHER,
8. BIFMMEIMAEE: HD-PE BEHEER, BAERMETIZYS, BEHIIEGE.
9. ZFHIBNRESR: HD-PENOREMTEBRKESEMBE, HNEESMIRIEE
& F5FR:

 BRKBERAS - EHTHEE R

B EEERE CfE BAAETE

EKEEE R B TAGERE

. SRR KRR

A ABHD-PEF~ Mm@ BYIAEM T :

Y3 =B R
CNS 2456 BRKARZIFELERE (HD-PE 100)
CNS 12835 IRSHARZHERE (HD-PE 80)
CNS 2458 HETIR—RAEEERZFERE
@B
MRAREIAE BRKARZIFLERE (DFP-103)
WEITIR—RASEERZESE (DFP-102)
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HD-PE PIPES AND FITTINGS

HD-PE (EXZEEIM) MR

Specific properties (technical data sheet) for polyethylene (reference values)

Property Standard
(4515) (TAE)
Density at 23°C DIN 53 479 3
(BE) y ISO/R 1183 g/cm 0.953 0.96
Melt flow index (JAREEEK)
MFM 90/5 Code T DIN 53735 110 min 0495 0305
MFI230/5 Code V 1SO 1133 & To0s T005
MFl range
Tensile stress at yield DIN 53 455 2
(TR ISO/R 527 N/mm 21 2425
Elongation at yield DIN 53455
(TR ) ISO/R 527 % 10 8
Tensile stress at break DIN 53 495 2
(M B B3R ISO/R 527 N/mm 30-33 37
Elongation at break DIN 53 455
(b o) ISO/R 527 % ~600 ~600
o .
Mechanical F}Sgggflg)tress at 3.5% strain I[)slgl/i?)lt%z N/mm? 19 23
Properties i
(HURRASAE) Modulus of elasticity (314 % %) DIN 53 457 N/mm? 800 1000
(tensile test frA33it) ISO/R 178
Modulus in shear DIN 53 455 )
(BHRE) ISO/R 537 N/mm 500-600 :
Ballindentation hardness DIN 53 456 2
(REERE) 150 2039 N/mm 40 46
Charpy impact strength at 23°C notched DIN 53453 12 ~
(b3 /A O) IS0 179/2C kj/m 10 17-26
Charpy impact strength at -30°C DIN 53453 S .
(BEhERE) IS0 179/2D Kj/m 16 13
Cristallity B
melting temperate (#55) DIN 53736 C 128-133 128-135
Vicat softening point (4R 1k ) DIN 53 460 . 127
VST-A/50 ISO/R 306 ¢ o7 68-77
VST-B/50
Deflection temperature under load (ZF % 8E) DIN 53 461 0 M
Thermal Methode A 150 75 °c 73 61
Properties Methode B
(%)
I%?;%?&§°“d”°t'v'ty (at20°C) DIN 53612 W/mk 0.43 0.43
'(I;I:L%%a%eg))ansion coefficient DIN 53 752 1/°C 2.0*10* 2.0%10%
L DIN 4102 part 1
Flammability B2 B2
() SP&RM B 3800 part 1 - B By
Specific volume resistivity DIN 53 482, part 1 15 15
(Fb ) IEC Publ. 243 Ohm cm 10 10
Electrical
Properties Dielectric strength DIN 53481
(sBt) (th53REE) IEC Publ. 93 KV/mm 3 22-53
Surface resistivity DIN 53 482 15 15
(FEBERL) IEC Publ. 167 Ohm >10 >10
(C%'%‘)' - - black black

SHIEYU
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HD-PE PIPES AND FITTINGS

The flange connecting type for HD-PE pipe with different material of fittings,

electric sockets flanges.
HD-PES%=

=~

MRNESEASTEYHEHS. BIRESE=2ES

/— STEEL FLANGE PIECE(S21%) H TS ODIETEE
THE OLD PIPE IN VARIOUS MATERIAL GASKET(i2%) /— HD-PE TEE HD-PERZZE
W R | NUT+WASHER /) toeeza HD-PE ELECTRIC SOCKET
COMPRESSION COUPLING / (2B ) — (HD-PEBEE)
($HBE=VIRER) / 7/ HD-PE PIPE | |
/ N /o == O ‘
B S & 1% st | \ )
Py 2 Y
L \7 ;a 7777 12 727 A7
= 5 M ! I M \_/ J
| il | | i {
| | I _— R
i | |
| < ] I Hii |
| <
A, THE JOINT POINT OF
g BUTT WELDING

(€535

Flange welding connection type

The flange welding connection type is used to connect
with different material convey pipeline, valves, pumps,
compressors, etc equipment's with HD-PE pipes, or
use on pipeline is designed for the future dismounting
purpose.

Prepare a backing ring and a HD-PE stub flange for
joint with steel flange.

Welding HD-PE stub flange on the HD-PE pipe end,
please align the two pipelines which are going to
connect with each other, put gasket between the
backing rings, use bolt/ nuts to connect the flanges.
Please be noted the bolts are not circular alignment,
should be the corresponding alignment to tighten
the bolts. Please be careful not to drag the pipeline
when tighten the bolts to avoid the big electric charge
occurrence.
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EZIREERGE
HEZIBEIEAEMAT HD-PE B S FRMKIZIEE &, @I,
RA. REENSWEZES, RERTRREHFEN
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BEE BN RHD-PEERE=XEWNE=EG, §
HD-PE SEELE = K184 F HD-PE BEZ —if, IBRNES
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HD-PE PIPES AND FITTINGS

WELDING INSTRUCTIONS

Processing guidelines-heating element socket welding

Preparation of welding place ( J2iZth S HHES )

Assemble welding equipment (Prepare tools and machinery), control welding
device. Install welding tent or similar device

HFEIRFGE (TEKRNEE) , £HaR

RRIFEIKES MRS

Preparation of welding seam
(at any rate immediately before starting the welding

process) JRIZiEIPRAYES (RTLAIZEMIRIETN(E)

Cut off pipe faces at right angles and remove flashes on the inside with a knife.
Work the pipe faces with a scraper until the blades of the scraper flush with I A\ NV
the pipe face. Thoroughly clean welding area of pipe and fittings with fluffless l‘;r """ T ‘B -
paper and cleansing agents (acetone or similar). If peeling is not necessary, 0 N
work pipe surface with a scraper knife and mark the depth (t) on pipe.
REFERBEDT, BIORERNBRER, BEITIREFREEFR.

EFREEREAREAENREE, NRTFEFRE, BETIBEFREMBR d—i:' '''''''' _""""B'
Ei2s () e 0

Preparations before welding ( 12ZrIBES) ﬁ M

Check temperature of heating element (on heating spigot and on heating
socket). Thoroughly clean heating spigot and heating socket immediately |

before each welding process (with fluffless paper). At any rate be careful that L
possibly clogging melt residues are removed.

MEBRRECEE (EREH. KIMED) , ABENREEEINBTAERE
EREONIMED, ER AR ERIREARES R

Performing of welding process ( {#Ei3128912(E)

Quickly push fitting and pipe in axial direction onto the heating spigot or into
the heating socket until the end stop (or marking). Let pass by pre-heating

time according to table values. After the pre-heating time, pull fitting and F
{
\

pipe off the heating element with one heave and immediately fit them into

each other without twisting them until both welding beads meet. Let the joint z
cool down, than remove clamps. Only after the cooling time, the joint may be 1 L H
stressed by further laying processes. On manual welding, adjust the parts i

and hold them fast under pressure for at least one minute.

RREVKE FANEAF UG BEHRNERIIEOEIELEL (FiES) .

RIBROEELI AR BREEN, EFBABRRIIMFEEREHBEGE—
e, BERIEMAFERE, LBRREELNE, BHXE, #ilE, B-EHkXMHE

[ai%, FLRENNA. ABZHHENTEDRFE—DH. )
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HD-PE PIPES AND FITTINGS

Heating element socket welding
(following to DVS 2207, Part 1 for HD-PE)

Welding method ( 1875 3%)

On heating element socket welding, pipe and fittings are lap-
welded. The pipe end and fitting socket are heated up to
welding temperature by means of a socket-like or a spigot-like
heating element and afterwards, they are joined.

EREEERED, EFNIRGERENIRE ERNEGHBORRNE
RINEBHMRITA R RE B F MR HEEE.
The dimensions of pipe end, heating element and fitting socket

are coordinated so that a joining pressure builds up on joining
(see schematic sketch).

EmR. BAMRMEHIEOREAERZEN, FILUSEENTRE
NEIER (ZEEE) .

Heating element socket weldings may be manually performed
up to pipe outside diameters of 40mm. Above that, use a
welding device because of increasing joining forces.
PHEEIRTT LB FohNIRMEIE FIME 40mm, LI ERSTERAEE
TR REMBSENE,

The guidelines of the DVS are be adhered to during the whole
welding process!

EENEFEIEPFRKIE DVS BIME,

Welding temperature (T)

(JRERE)

HD-PE 80 250/270°C

Welding parameters( {#ER )

Reference values for the heating element socket welding of PP-H pipes and fittings at an outside temperature of

about 20°C and | ow airspeed rates

LUT #5484 HD-PE B, ECHHEZEIMNEE 20°CUUERNEIRSEHIE

Pipe out5|de dlameter

Welding temperature

Schematic sketch of the welding process

1A

AN

—

AN

4

N

77777)

SN

PREPARATION OF THE WELDING

H N
- / /7
_ \
< 7
A N ]

ALIGNMENT AND PRE-HEATING

N

7
\

7

N

JOINING AND COOLING

Pre-heating time AW

(sec)
PN6

Adjusting time

Cooling time tAK

w« 1;%,@!#) e (ﬂ”ﬁjlﬂ) (420edia)
-m- i

16

20 250/270 5 4 2
25 7

32 8

40 250/270 12 6 4
50 18

63 24

75 250/270 15 30 8 6
90 22 40

110 250/270 30 50 10 8

* not recommended because of too low wall thickness ( RN, RANEBELTE)
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HD-PE PIPES AND FITTINGS

WELDING INSTRUCTIONS Requirements on the welding device
use for heating element butt welding (following do DVS 2208: Part!)(f&

AR EH T IR R EEED)

Clamping device

In order avoid high local stresses in the pipe and deformations,
the clamping devices should surround at least the pipe casing as
parallel as possible to the welding plane. By their high stability, it
must be provided that the geometric circular from of the pipes will
be maintained. They must not change their position in relation to the
guide elements, even under the highest working force. For fittings,
such as stub flanges and welding neck flanges, special clamping
devices which prevent deformations of the workpiece have to be used.

The pipe clamped at the mobile machine side has eventually to be
supported and exactly adjusted by means of easy-running dollies so
that the working pressures and conditions required for welding can be
maintained.

It is recommendable to use clamp elements adjustable in height to
allow a better centering of the workpieces.

Guide elements

Together with the clamping devices,the guide elements have to ensure
that the following maximum values for gap width (measured on cold
joining surfaces) are not surpassed due to bending or beaming at the
least favourable point in the respective working area of the machine at
max. operating pressure and with wide pipe diameters:

Pipe outside diameter da[mm] Gap width a[mm]

<355 0.5
400+<630 1.0
630+<800 13

800-+<1400 1.5

The gap width is measured by inserting a spacer at the point opposite
to the guide while the plane-worked pipes are clamped. Guide elements
have to be protected against corrosion at the sliding surfaces, e.g. by
means of hard chrome plating.

Heating elements

The heating element has to be plan-parallel with its effective area.
Permissible deviations form plane-parallelity (measured at room
temperature after heating the elements to maximum operating
temperature at least once):

RERE
ATERENBESTEHN AN, KEXENEDSRER
EWE. MERXZEXENSREN, ERRER BFTER
FER, FRENEEARSELED, £RFLEF. B,
S5RIEMERES55ISTHNEXRUE: RECHmS, MER
EZARERBIVEAZNES LT, REXRBELIARERIFE
THRER . REAXET TSN EFRERIAS TH5
ZREXESE BRBEIRERTZIEEN SR AERT—
TEEEA . BUEAFAESEZREEEETFMHFERFER
HEZENL

5127

E5XREEERNEA, SNRFILKELTFESEESMT
ARTEFH, SISTHBARABRRAEBRBTBEE (TEREX
EAHNE ) FIREM A SHEEN A SRED.

EOIME da[mm]

AIFEIPRTEE a[mm]

<355 0.5
400-+<630 1.0
630-+-<800 1.3

800 +=< 1400 15

EREERESISTHSEFZBEBN—EEENERFNE LK,
SIS BHTELMEBINEMR, MEZRELBRRAL
S5HEH.

I

MATHLME EER XN TETT, BIFREEBZH T
EFITENKE (BMATHENAZERATHEEEED—RE,
FREDNEEERTNE) .

BRENKELESEOR AIRVFIRE
-+ 250mm <0.2mm
-+ 500mm < 0.4 mm
>500mm <0.8mm
>500 mm <0.8mm

resp. Edge lengty deviation
+250mm <0.2mm
+500mm <0.4mm
>500 mm <0.8mm

For processing in a workshop, the heating element is in general
permanently mounted to the device. In case of a not permanently
attached heating element, adequate devices have to be provided for its
insertion (e.g. handles, hocks links).

If size and nature of the heating elements necessitates its machine-
driven removal from the joining surfaces, adequate equipment has to
be provided too. The power supply has to be protected against thermal
damage within the range of heating elements. Likewise, the effective
surface of the heating element has to be protected against damage.

Protecting devices are to be used for keeping the heating element during
the intervals between the welding processes.

MELELAIEEL F, MATHERFESMARERER
—i2, MRAEFHEREE—EMATH, WA BHBHIR
BRBHEBAEL (0BF. DHEF)

MREABHARRTEMRRFEZANSBBEFIRERE , T
BRDMIRE. BIRHNILE BRI, BRARNEREHEET U
RIFRTFHIR.

MR EPREA IR R TR,
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HD-PE PIPES AND FITTINGS

Processing guidelines-HS-Heating element

butt welding( |23 2RVRE)

Performing of welding process( & NINZ4R)

Insert heating element.( B A\ N#1R)

Impose required alignment pressure. The alignment pressure is maintained
until the joining faces completely align onto the heating element. By
this moment, a bead must have been created surrounding the whole
circumference of both parts to be welded. Reduce adjusting pressure p=0.01
N/mm?2 and let pass by the pre-heating time according to reference values
table.

Remove heating element and join the surfaces to be welded-keep adjusting
time as short as possible. Continuously increase adjusting pressure for the
joining process until the required value is reached. Maintain the adjusting
pressure until the welding seam has cooled down (sudden cooling with the
help of cooling agents is not permitted). Remove clamps after the required
cooling time.

EHTITHNREES, FEEHAEFREIIEGHRETEMBARE—L, AN, 7T
FrERGARE LR BEREES (p=0.01 N/mm2 ), KEERZIHA
BfiEle KRB IR REERARNEREMREE, FEEMEARENEIIFEER
H(FATEREESERLNENR) . LHNEEEEFXE,

Visual control and finishing of welding joint
(MBI HI R R A RE)

After joining, a baed surrounding the whole circumference must have been
created. Furthermore, the welding bead has to be inspected with a view to the
following:

almost equally sized beads

smooth bead surface

Possible differences in the formation of the beads may be justified by different
flow behaviour of the joined materials. If the welding bead has to be removed
for special reasons, this has to be done without leaving notches.
HBERARGE= LR, FI, BEROTREUTIIAREE:
BRI LFE

*RBRREOR

BB RIE R 8] LU RAIE AR BE YRR BRI, RERREERTE
=bx, FEBTM S,

*

Performing of pressure test ( E/ilik)

Before the pressure testing, all welding joints have to be completely cooled
down (as a rule, 1 hour after the last welding process). The pressure test has
to be performed according to the relevant standard regulations (e.g. DVS 2210
Part 1, DVGW working sheet W210).

The hereby imposed maximum test pressure is 1.5x PN, whereby during the
test period (10 minutes at least) no pressure drop is allowed. The piping
system has to be protected against changes of the ambient temperature (UV-
radiation).

ENAE, FIENERESBETERH (MEXRR, RERSGE 1/NR) o EM
R ERIEMRXA54 (DVS2210 part 1,DVGW working sheet W210), Z /D7 5 N 1.5x
PN, BHEIZED 10 HHEEENTREAZA. ERAFABARIPFETERNEN (K
GhE) o
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HD-PE PIPES AND FITTINGS

HD-PE EZ{ZIEE
Support distances for pipes out of HD-PE

Conversion factors for pipes out of HD-PE HD-PE XX {2 BBt ET:
The in the table stated support distances may be changed for other pressure ratings as follows: Z"&®R=FEETFR.

SEBEBERERE:
PN3.2 -25%
PN6 -9%
PN16 1%

The support distances have to be reduced by 4% for fluids with a density of 1.0g/cm’ up to 1.25g/cm’ X BB AF
FALLETE 1.0g/cm® B 1.25g/cm® TR 4%

At the transportation of gases with a density of <0.01g/cm’, the support distances
can be increased as stated below: Bzt EEbEE/NFL 0.01g/cm’® ZIEEEE A LU M T :

PN3.2 +47%
PN6 +30%
PN16 +21%

Support distances for pipes out of HD-PE 80 (HD-PE 100) PN 10
HD-PE 80(HD-PE100)PN10EM IR E R

Support distances L in(cm) at °C

20 57 55 50 45 40
25 65 60 55 55 50
32 75 75 65 65 55
40 90 85 75 75 65
50 105 100 90 85 75
63 120 115 105 100 90
75 130 130 120 110 100
90 150 145 135 125 115
110 165 160 150 145 130
125 175 170 160 155 140
140 190 185 175 165 150
160 205 195 185 175 160
200 230 220 210 200 190
225 245 235 225 215 205
250 260 250 240 230 210
280 275 265 255 240 220
315 290 280 270 255 235
355 310 300 290 275 255
400 330 315 305 290 270
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Support distances for pipes out of HD-PE 80 (HD-PE 100) PN 16

HD-PE PIPES AND FITTINGS

HD-PE 80(HD-PE100)PN16& I 15IE B &R

da Support distances L in(cm) at °C
(mm) 20°C 30°C 40°C 50°C 60°C
16 53.5 48.15 48.15 42.8 37.45
20 60.99 58.85 53.5 48.15 42.8
25 69.55 64.2 58.85 58.85 53.5
32 80.25 80.25 69.55 69.55 58.85
40 96.3 90.95 80.25 80.25 69.55
50 112.35 107 96.3 90.95 80.25
63 128.4 123.05 112.35 107 96.3
75 139.1 139.1 128.4 117.7 107
90 160.5 155.15 144.45 133.75 123.05
110 176.55 171.2 160.5 155.15 139.1
125 187.25 181.9 171.2 165.85 149.8
140 203.3 197.95 187.25 176.55 160.5
160 219.35 208.65 197.95 187.25 171.2
200 246.1 2354 224.7 214 203.3
225 262.15 251.45 240.75 230.05 219.35
250 278.2 267.5 256.8 246.1 224.7
280 294.25 283.55 272.85 256.8 235.4
315 310.3 299.6 288.9 272.85 251.45
355 331.7 321 310.3 294.25 272.85
400 353.1 337.05 326.35 310.3 288.9
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KUNSHAN SHIEYU VALVE CO .LTD

obi ST BALTREL 0B 158 S

ADD:NO.158 CHENGGONG ROAD.KUNSHAN CITY.JIANGSU PROVINCE.CHINA

FBiE (TEL):+86-512-5777-5296

f&HE (FAX):+86-512-577-5299
HR#E (E-MAIL):sales@shie-yu.com (DOMESTIC)
export@shie-yu.com(OVERSEAS)
Pk (WEB SITE):www.shie-yu.com(KUNSHAN FACTORY)
www.shieyu-valve.com.tw(TAIWAN FACTORY)




