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0.250 =+ 0.003 - 0.008 0.004
0.375 + 0.003 0.008 0.004
0.500 =+ 0.004 0.008 0.004
0.625 + 0.004 0. 008 0. 004
0.750 =+ 0.004 . 0.010 0. 005
1.000 =+ 0.005 0.010 0. 006
1.250 =+ 0.005 0.015 0.008
1.500 =+ 0.005 0.018 0.009
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2 2} LK wEvE 7w T o T
n n in in

0.250 0.258 0.254 &+ 0.002
0.375 0.383 0.379 -+ 0.002

0. 500 0.508 0. 504 =+ 0.002
0.675 0.683 0.629 -+ 0.002

0. 750 0. 760 0. 755 -+ 0.002
1.000 1.010 1.006 =+ 0.002
1.250 1.265 1.258 =+ 0.002
1.500 1.518 1.509 =+ 0.003

* A.P. Fraas and M.N. Ozisik, Heat Exchanger Design, John Wiley Son, Inc. 1965
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