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Result of Draw Bend

Material |Outer Dia|Thickness|Bend. Radius|Bend. Angle |Note
A5056-0 ¢ 65 3.0 R100 90°

A5083-0 @65 3.0 R100 90°

A5154-0 ¢ 80 4.0 R120 90°

A6061-0 @65 3.0 R100 45° 90° failed

Aluminum
( sub frame )
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