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BAE B Aoz Aq5H3An

Abstract: In this study, tensile tests were performed on specimens that simulated the cold-bending and
heat-treatment of pipe bends to understand the mechanical properties of pipe bends manufactured by
cold-bending followed by heat-treatment for relieving residual stress. The strength and ductility of cold-worked
materials were respectively found to be higher and lower than those of the parent material although
heat-treatment was carried out to relieve residual stress. In addition, the increase in strength and decrease in
ductility were proportional to the applied strain levels for cold-working. It was thus inferred that the intrados
and extrados regions of pipe bends that were cold-bended and heat-treated show higher strength and lower
ductility compared to the parent straight pipe and that the mechanical properties at the crown region are
nearly the same as those of the parent straight pipe.
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