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JAPANESE [INDUSTRIAL STANDARD JIS

General rules for fittings of C 8359-1991
metal conduits and underfloor ducts

Scope

This Japanese Industrial Standard specifies the common items of fittings for

and JIS C 8351, hereinafter referred to as the "fittings".
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Remarks 1. The applicable standards to this Standard are llsted in Attached

Table 1.

2. The units and numerical values given in { } in this Standard
are in accordance with traditional units, and are the values for
reference.

| 1

' use with the conduits and underfloor ducts specified in JIS C 8305, JIS C 8309
|

|

Definitions

For the purpose of this Standard the following principal definitions apply:

threaded joint A system of joint in which a fitting is connected to a

threaded conduit.

threadless joint A system of joint in which a fitting is connected to a

threadless conduit.

conduit end-stop A device by which the end of the conduit is stopped
at the correct position when a conduit is introduced into a fitting.

knockout A portion of a steel box which is so processed that a hole to
introduce conduit and the like is easily prepared.

synthetic resin coating  Synthetic resin coating given to the surface of

fitting by means of fluid dipping process, extrusion molding method or other
method.

coating  Generic term of powder coating, electrodeposition coating and
zinc dust chromic acid coating.

powder coating  Method of adhering the synthetic resin powder coating
material including neither water nor solvent on the surface of fitting by
means of static electroricity or heating to make coated film by heat settmg

electrodeposition coating  Method of adhering the coating on the surface
of fitting by means of electrophoresis making the water soluble paint
charged with D.C. to make coated film by heat setting.

zinc dust chromic acid coating  Method of adhering the paint contalnmg
flake zinc dust chromic acid on the surface of fitting to make zinc dust
chromic acid coated film by heat setting.

Nominal sizes of fittings

The nominal sizes of fittings shall be as follows:
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(1) The nominal sizes of fittings used for steel conduits and underfloor ducts
shall be expressed by the same nominal sizes as those of conduits applicable
for the fittings, respectively, and shall be as given in Table 1. The nominal
sizes of threadless fittings shall be the same as those of threadless conduits.

Table 1. Nominal size of fitting

Applicable conduit Nominal size of fitting

Steel conduit Thin steel conduit C19, C25, C31, C39, C51, C63, C75

Thick steel conduit | Gl6, G22, G28, G36, G42, G54, G70,
G82, G92, G104

Threadless conduit E19, E25, E31, E39, E51, E63, E75

Underfloor duct Fb, F7, FCé6

Remarks: Suffix L to those given the synthetic resin coating and T to those
painted.

(2) The nominal sizes of fittings used for flexible metal conduits shall be ex-
pressed by the nominal size of applicable flexible conduit and the nominal
size of conduit tube thread provided for connection, and shall be as given
in Table 2. '

Table 2. Nominal size of fitting for flexible conduit

Applicable flexible

metal conduit Applicable steel conduit Nominal size of fitting
Class 1 flexible For thin steel conduit 13-19, 15-19, 19-25, 25-31,
metal conduit 31-39, 39-51, 51-63, 63-75
For thick steel conduit 13—16; 15-16, 19-22, 25-28,
31-36, 39-42, 51-54, 63-70, Q
75-82

For thin steel conduit 10-15, 10-19, 12-15, 12-19,
' 15-15, 15-19, 17-19, 24-25,
30-31, 38-39, 50-51, 63-63,

76-75

Class 2 flexible For thick steel conduit |10-16, 12-16, 15-16, 17-16,

metal conduit 24-22, 30-28, 38-36, 50-42,
63-54, 76-70, 83-82, 101-92,
101-104

For threadless conduit 10-E15, 10-E19, 12-E15, 12-E19,
15-E15, 15-E19, 17-E19, 24-E25,
30-E31, 38-E39, 50-E51, 63-E63,
76-E75
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Remarks: In the nominal size of fitting 13-19, 13 in the left indicates the
nominal size of flexible metal conduit and 19 in the right indicates
the nominal size of steel conduit. The symbols specified in
JIS B 0204 are omitted.

4, Performance

4.1 Threadless joint property The threadless joint property of the threadless
joint part shall meet the following requirements: :

(1) First electrical resistance The first electrical resistance shall be not )
more than 0.001 Q@ when tested in accordance with 8.2 (1).

(2) Side pressure The resistance to side pressure shall be such that no
breakage of test specimen, nor slip or loosening at the joint with conduit
occurs when tested in accordance with 8.2 (2).

(3) Second electrical resistance The second electrical resistance shall be
‘ not more than 0.005 @ when tested in accordance with 8.2 (3).

(4) Tension The tensile strength shall be such that no damage of test
specimen nor slip or loosening at the joint with conduit occurs when
tested in accordance with 8.2 (4).

4.2  Rust prevention The rust prevention shall be as follows:

(1) Rust prevention by hot-dipped zinc coating or by zinc coating without
flux  The rust prevention by hot-dipped zinc coating or by zinc coating
without flux shall be such that the end point is not reached when tested
in accordance with 8.3 (1).

(2) Rust prevention by electrolytic zinc plating The rust prevention by
electrolytic zinc plating shall be such that no iron rust appears on the
surface when tested in accordance with 8.3 (2). -

(3)  Rust prevention by synthetic resin coating The rust prevention by
synthetic resin coating shall be such that no blister, peeling or iron rust
‘ appears on the surface when tested in accordance with 8.3 (2). :

(4) Rust prevention by coating The rust prevention by coating shall be
such that no blister, peeling or iron rust appears on the surface when
tested in accordance with 8.3 (2).

(5)  Rust prevention by painting applied on cut surface, thread and inside of
steel pipes  The rust prevention by painting applied on cut surface, thread
and inside of steel pipes shall be such that no iron rust appears on the
surface when tested in accordance with 8.3 (2). '

4.3  Coating performance The surface on which the synthetic resin coating
is applied shall comply with the following requirements: :

(1) Peel strength  Coating does not peel off when tested in accordance
with 8.4 (1). '
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(2) Burning resistance  Flame goes out within 30 seconds when tested in
accordance with 8.4 (2).

(3) Pinhole It is required to withstand the test carried out in accordarnce
with 8.4 (3).

(4) Weather resistance Coating is free from lifting, crazing or cracking,
or remarkable discoloration and fading when tested in accordance with
8.4 (4). -

4.4  Paint film performance The surface painted [except 4.2 (5)] shall comply
with the following requirements:

(1) Hardness No rupture nor flaw appears on the painted film when tested
in accordance with 8.5.1.

(2) Adhesive property The lattice pattern does not peel off when tested
in accordance with 8.5.2,

(3) Weather resistance Coating is free from lifting, crazing or cracking
when tested in accordance with 8.5.3.

5. Construction

5.1 Construction general Fittings shall comply with the following items:

(1) The part of fitting to which a cover, plate for leading-out wires, etc.
are mounted, and the part used for mounting apparatus by means of set
screws shall be threaded with the internal thread specified in JIS B 0205.

(2) Knockouts of boxes shall be formed by pressing down the material at
that part by about 1/2 of the material thickness or more. However,
those for one-gang and two-gang switch boxes (without cover) are excluded
from the above requirement.

(3) Metal plating or the like for rust prevention shall be applied on inside
and outside surfaces of the fittings the materials for principal parts of
which are steel pipes, steel sheets iron casting and malleable iron casting, O
in accordance with the following methods:

(a) In the case of hot-dipped zinc coating or zinc coating without flux,
the coating shall be uniform in thickness and not liable to flake off,

and if zinc coating without flux is employed the inside and outside

surfaces shall be coated with a transparent paint which will not show

tackiness at about 50°C.

(b) In the case of electrolytic zinc plating, chromate treatm'ewnt» shall be
applied.

(c) When zinc-coated steel sheets and strips are used, the cut surface
shall be covered with coating.

(d) When zinc-coated steel pipes on the outside are used, the inside the
threaded portion and the cut surface shall be covered with coating.
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