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Table 1 Relationship between out diameter and thickness

Pipe size  Out diameter (mm)  Thickness (mm) DIT

6inch 168.3 711 23.7

8inch 216.3 8.2 26.4

12inch 3185 6.9 46.2
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Fig. 1 Finite element analysis model
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Fig. 2 Pipe thickness reduction variation according to pipe D/T

Table 2 Process parameters for the FE analysis of pipe bending

process
Pipe Heattemperature ~ Temperature  Reverse moment Feeding velocity
size (C) gradient(C) (MPa) (mm/s)
12inch 1015 75 15 1
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Fig. 3 Pipe thickness reduction variation according to increasing
bending angle
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Fig. 4 Relationship between reverse moment and bending angle
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Fig. 5 Pipe thickness reduction according to the transient reverse
moment

Fig. 6 Analysis result of pipe bending according to the transient
reverse moment
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