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i. mopmiTion 

We propose a production plant for the manufacture 
of pressure pipes from nominal diameter (¡ÍD)  50 
to 200 ma with a nominal working pressure of 
10 kg/cm    (KM) mainly consisting of two twin-screw 
extruders with 86 and 107 mm screw diameter resp. 

2.  LAYOUT OF THE  PLAUT 

'•*• Production proorara 
Tha following production program la 
recommended j 

(MM) 
distensions of the pipes 
(ottside «l«H|er x waHthicHncBs) 

SO S3 ii 3,0 
*$ 75 x 3,6 
•0 §0 x 4,3 
100 110 x 5,3 
125 140 x i,7 
if» 160 x 7,7 
20O 225 xl0t8 
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2.2.   CAPACITY_ 
2.2.1.  Extruder 

For the production the following 
extrusion line is provided! 
1 Twin-Screw-Extruder 

with 86 mm screw diameter 
capacity i  140 - 175 kg/h (NO 50 ~ ND 100) 
average capacitys   160 kg/h 

1 Twin-Screw-Extruder 
with 107 mm screw diameter 
capacity»  250 - 300 kg/h;<HD 100 - No 200> 
average capacity i  275 kg/h 

Due to experience the output of first 
«¡ality pipes is appr.  20% lower than 
the gross capacity. The decrease of 
capacity depends on changing of tools, 
cleaning,  arising of reject material, 
maintenance, and other inactivity tiroes. 

Therefore the effective capacity of 
the 2 extruders amounts toi 
Twin-Screw-Extruder    86 irn - 128 kg/h 
Twin-Screw-Extruder 107 mm - 220 «eg/n 

The following table »hows the appr. 
capacities! 

kg/h    tons/     toils/ 
month     year 

Extruiion line 1      128 
Extrusion line 2      220 

76,8 

132,0 

922 
1584 

total: 348       203,8      2506 
|(|«MIIIIII!I 

The capacity per month as well as per year 
ia calculated on the basis of 7.200 working 
hours per year,  resp.  600 working hours per 
month. 



-5- 

The following table shows the capacities oí 
tho different diameters of the pipes: 

Extruder with screw diameter 
06 «ira        107 mm 

m . — —— _ 
fcg/h kg/h 

50 140 .» 
65 155 „» 
SO 165 «, 
100 175 2*0 
12 S a» 270 
ISO «• 280 
200 - 300 

averages 1Ô6 275 

The production programme is attached to the 
different extrusion lines as follows: 

Extrusion line no. A 
tons/ 
month 

tons/ 
year 

ND §0 3,5 42,0 
NO 65 2,0 24,0 
ND 80 11,3 255,6 
WD 100 50|0 §00,0 

totali 76,8       921,6 
• •••tti*tmtitiMsiai»Kiii«((3gstRRfals 

# 

Extrusion line no. 2 
ions/  tonn/ 
month  y-*r 

ND 100 7,6 91,2 
KD 125 24,1 289,2 

ND 150 57,7 692,4 
NO 200 42 f 6 511,2 

totali 132,0 1584,0 

On the basis of the a.m. range of capacity 
the following lengths oi" pipes of the 
different nominal diameters from 50 up to 
200 mm will be produced: 
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îtg/meter tons/year me ter/year 

m 50 0,854 42,0 49.200,0 

ND 65 1,210 24,0 19.8O0,0 

NO 80 1.Ï40 255,6 147.000,0 

ND 100 2,600 691,2 266.000,0 

, ND 125 . 4,16© 289,2 69.5OO.0 

ND 150 5,460 692,4 128.000,0 

ND 200 10,800 SU, 2 47.300,0 

* 2.505.6 726.»©0,0 
total ; 

««••m««*) (»•»•»»«»»•'••»»••*",*,i**1" i **»»»•» »*»<*•** •* 

2.2.2.     ynxer* 
ïi«e» on Inactivity effected »y Ranging of 
tools,  cleaning, ••^•«•»«•J0^'/SîrtîET city ând have to be considered by a certain 
safety factor. Furthermore the peak loads 
which occur sometimes are protected by a 
safety factor, 

the regulrad safety factor amount» up to 21** 

therefore a mixing capacity of 
435 kfl* 1,25 « 544 kg/h is required 

The following type of mixer is previiadt 
1 Heated Hixer - Cooled Mixer 350/IOS© 1 

capacitys  appr. 700 kg/h @ St a cooling-water temperature of 15    C 
(appr. SOO kg¿h at a cooling-water taupe- 
rature of 25    C) 

therefor« .n •""*«;£ "Sf^STESl exista for further increases of tne «ota* 
capacity of the points. 
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2.2.3.       KH-Sockot-formino Eouipncnt 
(for rubber ring scaled  joints) 
(only for pipes  íroir. *ÍD  50  to KD 2i)0) 
The folìovinc; tabic shov.-s the rato oí 
utilization oí  the equipmentj 

y «ai 
length/ 
pipe/ 

meters 

required no!;i- 
ber oí sockets 
/yfeât(pieceî) 

TOTALI 

50 19.200 6 S. 200 es 19.300 6 4.300 
80 147.G0C G 24.500 

100 266.CCO 44.333 
125 69.500 u 11.600 
110 120.000 . 6 21.333 
200 47.300 6 7.803 

cyclir.fj for 
socket £or dio. 
ttdrit} (.*. in) (h) 

»ft 0 ,0317 
1,9 0 ,0317 
2,0 0 0333 
2,2 0, 0367 
*,o 0, 05 
4,1 0, Gó S 4 
7,6 0, 12 7 

mutm*mm*!tnmmanumim: i t ti -. - r. s « s ¡ ; a a t. --ttu*mti¿««xaf»ttvt>iiua.*£i>    SE = 

t im-   for 
f orini nq 

_ ih) 
2 GO 
105 
Cl¿ 

1625 
530 

1455 
1000 

§04 4 h 

Therefore only ©no socket forming device in 
necessary« 

In case the range of the programme vili  be 
chanced,   the time for socket forming  also changes, 

S. mmmsim 
The process engineering which is the har.is of 
this project starts with the- supply of the raw 
mate-rial in bags, and finishes With the pressure 
pipe, ready for dUpateh. 

It has to be consideri«! thf.t, at least, in the 
first stage of production the required flttinçs 
and rubber ringt will have to be 'pruchosed 
externally. If you viah, you can procure such 
accessories from us. 

Furthermore it has to be considered that the 
experiences concerning the production of 
Gebr. Anger are practised as far as possible. 

The process is briefly described as follows« 

The PVC-povder vhich is supplied in L»ags has to 
be conveyed by a siiiall conveying system to the 
mixer. Dosing of the- required additives 
(stabilizers, lubricants and piumcntL) ai» well 
as feuding of tiicie additives to the mixer are 
manuellv effected. 



-8- 

At the discharge of the cooled mixer a sieving 
machine  is  fitted. 

The finished dry-blend is conveyed into trans- 
port-containers. In these transport-containers 
the dry-blend is stored for a certain-lapse of 
time in order to remove the electro-static 
charging which arises from the mixing procedure 
and to give the dry-blend time to cool down to 
a fixed   temperature of operation. 

The  transport-containers arc carried by lift 
trucks to the extruders and conevators are 
conveying  the dry-blend  into  the extruders. 

In the extruders»   the dry-blend is compressed, 
homogenized and  formed  to a  pipe by the forcing; 
die and calibration sleeves.  The pipe  is then 
cooled  in  the bath. With measuring and embossing 
device» which are  located between water bath 
and cater pillar haul-off the pipes are embossed 
with the different data    of  the product. 

The haul-off  serves for  taking the pipes out of 
the die,   the pipes are cut  in the desired length 
by the circular cut-off saw combined with 
chamfcrring  equipment. 

During the extrusion process  the KM-pressure 
pipes "with HD from 50 up to  200 mm obtain at 
the a OB which ht •. later to be formed  to a joint 
a wallthickcning   In order to equalize the 
diminution of the wallthickness during the pro- 
cess of   forming  the joints. 

From the automatical tip of  the circular saw 
the pipes  are transported manually to the socket 
forming   equipment.  The wall thickened  ends of  the 
pipes are heated  and provided with socket  joints 
on  «pecial  equipment. 

The pressure-pipe  joints at  the  pipes  from ÎID  50 
up  to ND 200 are made by the so-called collapsing 
core process. 

After jointing  and  testing   the pipes  are ready 
for dispatch. 
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4. BQÜIWUWT 

*•**     Orvbl cnd-proeeäsli| 

ï««.?2ÏÎpWînt im Proee*»in9 in« dryblend vwiUi 191 »   Ost 

1 Feeding Device 

equipped with bagqod wm 
handling unit, 
blower station, 
conveying pip© conduit» 

si;¿1ca2kr^n^Alr,<?ir8 with fiuw •««»»*- 
conduits  to mixer end control  instruments 
to be installed in the control panol of 
the nix er« 

% Heated and cooled mixer combination 
©utput capacity appr.  ?00 kg/h in 4-5 charges 
total container volume i ,s 

heating mixers   350 1 
cooling mixers  10SO 1 
completo withi 
feeding device for additives 
stage of  installation, 
driving by electron-motors and 
control panel 

% Bloving machina,output capacity appr.1500 xg/h 

9 transport containers 
contenti  each 1,S cbm 

1 Manual operated lifting devices 
for handling the transport containers 

total price for the dry-blend-proceasina 
equipment * 

DM 20?.C40,— 
«•••»««»»¡SJBSS.« 
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4,2. Extrusion  equipment 

4.2.1       Extrusion  line no.   1 
1 fwiri-Screvz-Extruder K86-0-16 D with 

86 mm sc rev; diameter 
compieve with 
1 pair of  screws 
1 Vcicuum system 
1 support for fixing  the conveyor 
3 breaker plates 
3 screen platos 
1 horizontal dosing device 
1 heating unit for heating and cooling 

the screws 
1 Control cabinet with thyristor device 

complote with 10 regulators 
t conveyor fixed at the feeding hoppar 

of the extruder 
1 Extrusion head K  2 
1 Set of Dies KD SO 
1 Set of Diea ND 6§ 

• 1 Set of Bies FD SO 
1 Extrusion head K3 
1 Set of Dies MD  100 
<all  sets of dies compi with calibrating 
sleeves and plugs) 

1 Water Bath for pipes up to 120 mm 0 

1 Embossing device 
1 Caterpillar-Haul-Off for pipes up to 

315mm 0 (haul-off incl. additional gear 
units for wallthickening) 

1 Circular Saw for cutting off»   suitable 
for pipes up to  160 mm 0 
(with parting tool,  chamferring  tool 
and  the corresponding clamping   jaws). 

1 Discharge Table  for pipes of  6 m  length. 

Total price of Extrusion Line no.   1 

DM 421.468,— 

EMM 
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4,2,2      Extrusion line* no.  2 

Î Çwln-Scrcw-Extruder K  107-0-16 D 
with 107 mm serf w diameter 

complete with 
1 
Î 
% 

3 
3 
î 

pair of screws 
vacuum system 
support for fixing the conovator 
breaker plates 
screen platos 
horizontal dosing dovieo 
heating unit for heating and 
cooling the screws 

1 22ÎÏ0.1 Cab*nöt wit* thyritfcor device complote with 

12 regulators 

1 Conevator, fixed at thai horizontal 
dosing device on the extruder 

1 Extrusion head K 4 
1 Support Carriage 
1 Set of Dies ND 125 
1 Set of Dies ND 150 
1 Extrusion head K 5 
1 Support Carriage 
1 Set of Dies ND 200 

'¡U^äMS píu,\)0,,,p1'with e«*»»""«9 
1 Water Bath for pipes up to 225 mm $ 

* Embossing Device 

1 Caterpillar-Haul-Ofi for pipes up to 
?î?tïï!Awiïh actional gear unit for 
wailthickening 

Ï Circular Saw for cutting off, suitable 
for iftpes up to 225 mm 0 with parting 

1 Discharge Table for pipes of 6 m length. 

Total price of the extrusion line no. 2: 

DM 585.620.— 
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4.3.        fockct forming equipment for lires iure 

4,3.1       Equipment   for   tubbiuijig  sealed piper, 
consisting  oís 

1 basic equipment ty*>e I/200/É for ÎJ0 SO - 200 
corisibting of  caring,  hydrajUc,  ;;il«Jing 
supporte,  electric» I  control panol donk 

1 sot of lnl>.*rchana«ahla  jaws fjr 
t NO SO,   G5,  30,   100,   125,   150,  200 
1 set of  KM socket forming  tooln with compression 

shaft and mechanical clamping .device and limit 
switch  io:   th~ sliding  support, NO 50,CS, 80, 
100,  125,   150,  ?00 

1 set of odíjitioml tools  for double  racket 
(MM-KS)   M J  50,   65,   80,   100,  1?5,  lSOy 200 
and  take  off  device mount««" on the sliding 
suopoft 

1  set of additional  tools  tor nlccvo  joint U-KS 
NO 50,  05,  SO,  100,   125,   150,  20* 

1 KM-Hmtinr¡ ecuiomont with electrical 
regulation device nnd the toilowing 
heating  uüitrt W) 50 • 125 combined 

HO CS • ISO combined 
HD CO • 200 combined 
NO 100 

1 Electrical hoated oil  tank for U-KS with 
control  panel  and exhiunt cover suitable 
for nil   nominal di ¿.rw ter s 

Total price of  the* socket  foiffiimj ecuipment: 

,141.030,— 
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*•*'      Sontrol  nnd teafri m 

ÎïrSÏÏIS o? XÌVh0  £oll~i"9 tests  the 
Snded?he «•»P«*ing device«  is 

4#4#1    Raw material 

a) determination ©f 
fe) determination ©f 
c) determination ©f 
dì determination of 

of particle sise 
e) determination of 
f Ì determination of 

4.4.2 

the flowing speed 
the bulk density 
the Jolting volume 
the distribution 

the k-value 
volatile ingredients 

littl príCe of thft required testino 
devices for the raw. material» * 

¿inished producta 

*> measurement of the wallthickness 
M measurement of the circumference 
C) SÎ*ÎJÎIe!;ent 0f the lns4d* diameter or the grooves 

d) measurement of the dimensions of 
socket at pressure pipes with inter. 
**ee calibrated mandril 

e) impact strength test 
t> testing of water absorption 
0 heit'Sfe^r1119 ***mee* ""- 
W prM*£re* CrCep *fer<m«th bv ¿«Vernal 

W-ilfSüi- 

lSÎÎÎ„EfÎîe ;f the re<*«***d testing 
pîedSctsî feestin*  the finished 

DM    84.710.-- 



p 
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4.5. Relect material processing 

As it happens with each plastic proceeding also 
during production of PVC-pipes a certain amount 
of a so called reject material han to be considered. 

The reject material arises during starting th© 
extrusion Drocess, pipes which do not correspond 
to the standards of dimensions, Quality, as well 
Is off cuts. 

The reject material amounts to 3 - 12 % of the 
production. Considering „ capacity of two ex- 
trusión lineo with appr. 340 kg/h reject material 
of approx. 40 kg/h has to be grinded. 

Bue to the big nominal diameters of the pipes 
a grinding mill is provided, which effects a 
higher capacity. The grinded reject material 
has to be sieved and again transmitted to the 
production process, this is effected by transport- 
containers. 

The installation for processing the reject material 
consists oft 

%  manual operated cut«of f-M* 

1 grinding null 
2 conveying eeuipments for the transportation 

of the grinded reject material at the sieving 
machine 

%  sieving machine 
3 Transport-Container 
content 1,5 corn 

Total price for the equipmentï      |Ç»„lïslîf1*1 



.15. 

s*  Piiec scqspüLc MID COMMERCIAL COHOITIOHS 

***• Prig» fsehrdulft 

The total price of the em*ip»*?nt As 
componed as follows i 

item 4.1. Dryblonc) processing 
equipments 

ite« 4.2.1 Extrusion lin« Wo»ti 

ite« 4,2.1 Extrusion lin« Mo»2t 

ite« 4*3« Socket f omina 
equipment: 

ite« 4.4.1 Testing r nu i p mo rit 
for raw materialt 

iten 4.4*2 Tenting couipment 
for finished products: 

ite« 4«S. Reject material 
processings 

TOTAL PRICEi 

DM 202,040,-«. 

m 421.468,-- 

m 569.620,— 

m 241.030» — 

m 24.556,-- 

m 84,710,— 

SM 5?«210,-- 

DM î, .620.636,— 
a«a«**m s**•tatt 

mmm prices win bo increased toy lo* fro» Jyiy it im. 

These quotes can then be held valid subject to the 
development of costs end wages in Germany. 
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$.2    Commercial Conditions 

Prices:      The prices arc to toe understood 
f.o.b. European seaport of our cholea, 
seaworthy packing included» 

Delivery:  approx.  7 rconthc after receipt of 
order and  settlement of all  technical 
and commercial  details* 

Payment»     50 % against confirmation of order 
50 % against an irrevocable letter 

of credit to be confirmed in 
our favour* 
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6' ^gch»ie^ assi s tance and Kno^-Mow 

Oeer* Anger grants the fol lowing technical 
assistance for the plants 

•> Set  up and starting of the plant executed by 
* specialists after having agreed upon in a se- 
parate contract* 

W SU;ìì^l*L<,Ut,fof f11 ••«"*"•• ««a equipments concerning the electrical power supply» supply 
with compressed air and cooling water which is 
necessary for the channels resp* conduits* 

ei  Mat about the type and guaitity of the spare 

which have to be on stock as well offers as con- 
cerning the spare parts. 

d) rorisulations concerning PVC dry-blends for the 
Manufacture of contractual objects 

•I Instruction for use as well as indications about 
ÍÍm ••int«naRc« «*<l lubrication for all machines 
and equipments. 

fí Indication concerning the assistance for the 
organisation of the plant* 

g) Indication about the erection of the buildings* 
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The production of pressure pipes with wallthickening 
according to system Gebr. Anger is only possible 
after htving concluded a license agreenent. 

On the Jwïia of this license agreement Gebr. Anger 
allows th« licensee to use the patent rights in the 
reap, country and remite the following documentation. 

aV workinj standards including all details (require- 
ment!, ôf Quality» dimensions, tolerances, etc.) 
for aJ  products. 

b) Training without charge of the staff In our 
work« (only the travelling costs and the costs 
for maintenance of the staff have to be paid 
by the licensee). 

c) Indication for a"» optimum program organisation. 

d) Laying instiactions. 

éì  Permanent exchange of experience concerning ail 
problems oí the manufacture, the selling and the 
application of the contractual objects. 

f) summary ûbout the required raw- and auxiliary 
materials, necessary for running the plant 
with a statement oi the sources of supply. 

9) Indication about testing and analysis methods for 
raw materials and finished products. 

hì  Indication about precautionary measures of w@Jfk 
and fire on the basis of the German laws. 
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7- g^^^^^l^LJTHSOWN'B!, AM» i^tv 

The rcqulroairnts of personnel and crorov is «*«« 
posed in th* follovina table:    C,X^Y ¿* cons* 

1 shift .* 7 persone 
2 sh|ftfi » 6 person* 

3 shift« * y  persons 

totalî íío perr.ans 

S5%lm° !nClU<lC"' °nly tce"ni.c(1l  ,uif for running 

Th«, eelum »electro-energy- in divided im 

total  connected  load 
duration of  sv.-itchirrç on 
effective consumption 

tot«îhîr«f.1C,,Îîtlon 0f  the inversion costs  the total conniption of  120 kl»,/h has  to be considered. 
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*• Scope of supply 

The following items are included: 

a) Coble conduits between machino reno, 
equipment and control panel 

hí Cable conduits bet*/een all machines of the 
production line. 

e) All required attachements to combine the 
«achines and the ecuipment» 

The following item'« are not included: 

a) Platforms, walkways,  stairs,  railings, guard:« 
as far as they are not mentioned in item 4 
of this project. 

fr) Conduits for water, waste w-iter and air, 

e) Compressor station fot the required compressed 
air.« 

#1 Lubricants for alt drivings, hydraulic oil 
and oil for heat transíer. 

©I Electric sables up to the control panels of 
the machines and instruments* 

fI All installations for the supply of electric 
energy. 

g) Spare parts as far as they are not mentioned 
in the extension of delivery. 
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9 • CALCULA TICK'  OF COSTS 

9.1.     Coc.tr,  of   raw material 

The  re niiircment of   raw material  to  increase 
by thf:  amount o;   scrap  which  cannot be used 

»any more  for  the production of pipes. 

An amount of 1 percent  ncrap has  to be con- 
sidered» 

For n net output of  208,0 tons - 211  tons of 
raw material  are  therefore required. 

The costs of material can be calculated by 
using a basis formulation as well as by means, 
of elf.  prices and  costs of duty. 

weight comportent  of 
formulation 

DM/t 
cif 

total price 
DM 

203,5 S-PVC 
k-value 70 

1.200,— 244.000,— 

3,40 3-basic lead 
sulphate 
(stabilizer) 

2.620,— S.70Ô,— 

*»? 51 % lead  stéa- 
rate  (stabil.) 

3»750f *-•"- 6.360,-- 

0,54 calcium stea- 2#25Ö,— 1.215,— 
rate (stabili- 
ser with  lubri- 
cant effect 

0,43 Stearine acid 
(lubricant) 

1.500, 

0,43 paraffin 
(lubricant) 

1 .'200, 

0,10 pigments $•600, 
1,00 calzlum carbo- 

nate 
300, 

645,— 

515,— 

560, — 

300,— 

211.00 262.295.— 

The costs concerning the raw material  for  the 
manufacture of 208,8 tons of pipes  per month 
amount  to DM 26?.295,— 

The raw material  costs   for 1  kg PVC-pipes  are 
calculated as  follows: 

2G?.?95 « 1,257  DH/t 
20U.Ü »1.26    D«M/kg  npprox. 
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9.2. Buildings 

For the installation of the production eouipment 
the following buildlngr, arc required: 

area hight 

Hix^ng  equipment 
Extrusion hall 
Processing of re- 
ject material etc. 
Raw material 
storage 
Logistic rooms 

$0x10 • 600 m2 5m 

33x 5 • 16S »2 s m 

ISxlO • 1$0 »2 4 m 

SOx S » 2$0 «2 4 m 

reconstructed 
area 
900 fai 

3.000 m3 

Ö25 m3 

600 «3 

1*000 i»3 

fotn1Ï 1*240 w2 
'»«»«•»»•»•••••«»*««»,H»«WI|,„S,| ««.«»*««*[„ M S3 (•*, 

6.325 m3 

> e i.' » .•• «aiiitir. 

the costs per »3 of a reconstructed area amount to DM 70»- 

2îeJ?*£îLof th® buildings are then amounting to 
tm 443.000,— 

for the further calculation an amount of OH 500.000» — 
for buildings is considered. 

for the necessary plot of lana of appr.  3000 n*2 the 
costs amount  to DM 75.000»— considering a price of 
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9.3.  Calculation of costs (summary) 

item kind of costs DM/month    DM/i:g 
(«Ri;li<E<st3as>8(a.~ cousue s su í;¿ — r¿ S= e S » :» Sí E. B(CRM*I>

S
  ? a ï J S 3 » S ï. « E 5 a i í • t S a ì 

(basis fob 
*•       CostR of  rav.» material European port)       262.295.-~      1,26 

2 »       Costs of. manui açturirig 
•——»•i    mmmmmumv. M»IW mu"»   ii i m   inni« im mmmEiEmmm** 

2.1. costs of wages 
20 persons x 1.200 DM/month 24.000,— 

2.2. costs of energv 
134 kWh/h    x 6Ô0 h/month 

x 0,10 DM/kWh 8.O40,— 

2»3. auxiliary materials #• fuels 2*000,— 

2.4* further operating costs 2*000,— 

2*5. maintenance of the production 
plant 10.000••• 

2*6. service of stock 

»achines DM 1.618.930,— 
freight and 
packing DM 162.000,— 
buildings DM 500.000,— 
plot of land DM 100.000.— 

total DM 2.380.900,— 

interest 7 %p.a.DM  166.700,—      13.900,— 

amortisation for machines for S years 
p.«. DH   324.000,—      27*000,— 

amortisation  for buildings for 
25 years 
p.a. DM 20.000,— 1*660,— 

2*7.   additional costs of   factory 6.000,— 

Costs of manufacturing  total 94.600,—      0,475 

3*       Cofttn  of  products  total   (item 1  »2) 356,895,—      1,735 
. ft m s is ¿. s :; B • m a = :.* :s r. s j. K S S. ¿¡ * - e — -•; -  - •; -; ss. w :; a '- - ta ;•. v a s. u e s a e; — z. K ¿ s.- e e ^ u ^ s r- s. K s i e e »¿ — 

The   figurer   occo'üing   t •->   item  2.3./P.4./2.5  as   well 
as   to   i I ein 2.7.are ba:u J   on our  experience's. 

The   ligure according   tr   item 2.6.   (freight   and  packing) 
is   o:;t i incited  and  ir;   different   for  every country. 

Fo;     m  cxnci  calcul .iti or:   the co;tr.  incurring   in   the country 
v/lief-   t?;f nl.Tit  i.s   to )>.-•   ins!..-: ud must be-  considered   by   you. 
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On the basis of  this calculation  th<   average  priccr; 
per m amount  toi 

ND 50 

NO 05 

NO 80 

NO 100 

NO 125 

ND 150 

ND 200 

DM/m: 1,4? 

DM/rns 2,03 

DM/m: 2,95 

DM/m: 4,47 

DM/mi 7,15 

DK/m: 9,40 

DM/m!13,60 

The a.m. prices are* quoted on thr basia of lengths 
of 6 m including the integral couplings. 

If th«ocprison are compared with pric«3 for asbestos 
cement pipm,  it hai io bo considered th.it aaber-tos 
Cement pipos normally aré quoted without coupling». 
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