


ABOUT SEGA. M

Our Vision

Sega-m is an advanced engineering company for electrical products and

low voltage switchboards established by experiences of its founders that

exceeds 40 years in industry �eld

Fully equipped factory with the latest machines for making moulds with an
Engineering team working in development of the products, and giving new
creative solution

Our factories are found in the industrial area of the 10th of Ramadan City Egypt It's
located on an area 30.000m

Sega-m factories are equipped with the latest production lines, from the large
manufactures in Europe    

Is to provide the market with High quality Products, that serve the electrical
installations sector, with all its installations requirements, that ful�ll all our
customers’ needs

Serving the society and our beloved country through raising the standards of 
business and customer satisfaction.Saving the planet and cutting carbon emis-
sions by providing energy e�cient solutions in both production and distribution 
of electric power

Our Mission

ABOUT SEGA.M
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SEGA.M Factories

Roll Forming Machine
Plastic Injection
Plastic Injection

Powder Coating

Sega-m factories are equipped with the latest production lines, from largest manufactures in Europe,
             specially built for this industry Computerized Punching, bending, cutting machine
   

        Welding robots. 
        Large plastics injection machines.
        Electro static powder coating equipped with the latest curing line  
         Robot powdering.   
Laser Cutting Machine
Sanding Machine
Die Casting Machine

Gasket Robot

Punching Ermaksan bendingCNC Milling Machines

Routine Test

Welding Robot
Welding Robot

SEGA.M FACTORIES
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SEGA.M FACTORIES AND LABS

SEGA.M Factories

SEGA-M Labs

IP- FLUIDS IP - DUST CHAMBER SALT SPRAY 

DIE CASTING MACHINE LASER CUTTING
 MACHINE

SANDING MACHINE
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but are not limited to, dropout, cover, conduit adapter, hold-down device, and divider.
Cable tray support span: The distance between the centerlines of supports.
Cable tray system: A section or assembly of sections, and associated fittings, forming a mechanical system
used to support cables and raceways.
Channel cable tray: A fabricated structure consisting of a one-piece ventilated-bottom or solid-bottom
channel section.
Connector: A component that joins any combination of cable tray straight sections and fittings. The basic
types of connectors include rigid, expansion, adjustable, and reducer.
Fasteners: Screws, nuts, bolts, washers, rivets, spacers, pins, and other items used to connect and assemble
cable tray systems.
Fitting: A component that is used to change the size or direction of a cable tray system.
Horizontal cross: A fitting that joins cable trays in four directions at 90° intervals in the same plane.
Horizontal elbow: A fitting those changes the direction of cable tray in the same plane.
Horizontal tee: A fitting that joins cable trays in three directions at 90° intervals in the same plane.
Horizontal wye: A fitting that joins cable trays in three directions at other than 90° intervals in the same plane.
Ladder cable tray: A fabricated structure consisting of two longitudinal side rails connected by individual
transverse members (rungs).
Reducer: A fitting that joins cable trays of different widths in the same plane.
Left-hand reducer: A reducer having, when viewed from the large end, a straight side on the left.
Right-hand reducer: A reducer having, when viewed from the large end, a straight side on the right.
Straight reducer: A reducer having two symmetrical offset sides.
Single-rail cable tray: A fabricated structure consisting of a longitudinal rail with transversely connected 
members (rungs) that project from one side (side-supported) or both sides (center-supported), which may 
be single- or multi-tier.
Solid-bottom or noventilated cable tray: A fabricated structure consisting of a bottom without ventilation
openings within integral or separate longitudinal side rails.
Straight section: A length of cable tray that has no change in direction or size.

Support: A component that provides a means for supporting a cable tray, including, but not limited to,
cantilever bracket, trapeze, and individual rod suspension.
troughor ventilated cable tray: A fabricated structure consisting of integral or separate longitudinal rails and
a bottom having openings sufficient for the passage of air and utilizing 75% or less of the plan area of the
surface to support cables where the maximum open spacing between cable support surfaces of transverse
elements do not exceed 100 mm (4 in.) in the direction parallel to the tray side rails.

NOTES
(1) On horizontal bends only, the maximum distance between transverse elements is measured at the 
centerline of the bend.
(2) A ladder cable tray having rung spacing such that the cable tray meets the definition described above
is considered to be a ventilated cable tray.
Vertical elbow: A fitting those changes the direction of cable tray to a different plane.
Insidevertical elbow: A fitting that changes the direction of cable tray upward from the horizontal plane.
Outside vertical elbow: A fitting that changes the direction of cable tray downward from the horizontal

plane.
Vertical tee: A fitting that joins cable trays in three directions at 90° intervals in different planes.
Wire mesh cable tray: A manufactured wire mesh tray consisting of steel wires welded at all intersections.
Longitudinal wires located on the exterior of the tray are spaced at a maximum of 50 mm (2 in.) and transverse
wires are spaced at a maximum of 100 mm (4 in.).
Wiremesh cable tray fitting:  A fitting for wire mesh cable tray systems, fabricated from wire mesh cable
tray straight sections. The fitting is field-constructed and attached to the adjacent sections using splice
connectors in accordance with the manufacturer’s instructions.

2.2 ABBREVIATIONS
The following abbreviations apply in this standard:
A — ampere
ac — alternating current
°C — degrees Celsius
dc — direct current
°F — degrees Fahrenheit
ft—foot
in. — inch
kg — kilogram
lb — pound
lin ft — linear foot
lin m — linear meter
m — meter
min — minute
mm — millimeter
Ω — ohm
51 — International System of Units (metric)

NEMA Standards Publication VE 1-2002

Canadian Standards Association Publication CSA C22.2 No. 126.1-02 Met-
al Cable Tray Systems

Section 1
SCOPE
This Standard specifies the requirements for metal cable trays and associated fittings designed for use in
accordance with the rules of the Canadian Electrical Code (CEC), Part /, and the National Electrical Code
(NEC).

Section 2
DEFINITIONS AND ABBREVIATIONS

2.1 DEFINITIONS
The following definitions apply in this Standard (see also Figure 1):
Accessory: Components used to supplement the function of a straight section or fitting. Examples include,
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GENERAL

3.1 REFERENCE PUBLICATIONS
Where reference Is made to other publications, such reference shall be considered to refer to the latest

edition and au amendments published to that edition up to the time when this Standard was approved. 

Canadian Standards Association (CSA)
5060 Spectrum Way, Suite I 00 Mississauga, ON. Canada L4W 5N6 

C22. I -02 Canadian Electrical Code, Part I 

CAN/CSA-Gl 64-M92 (Rl998) Hot Dip Galvanizing of ,regularly Shaped Articles 

National Electrical Manufacturers Association (NEMA) 
1300 North 17th Street Rosslyn, Virginia Z22f'J9 

VE 2-2000 Cable Troy Installation Guidelines 

American National Standards Institute (ANSI) 
11 West 42nd Street New Yoo, NY 10036 

ANSI/NFPA 70-2002 National Electrical Code 

American Society for Testing and Materials (ASTM) 
1916 Race Street Philadelphia PA 19103 

A 123/A 123M-01 a Standard Specification for Zinc (Hot-Dip GalvoniZed) Coatings on Iron and Sleet Products

A 653/ A 653M-02 Standard Specification for Steel Sheet. Zinc-Coated (Golvanlzed) or Zinc-Iron Alloy-Coated

{Galvanneoled) by the Hot-Dip Process 

B 633-98el Standard Specification for Eteclrodeposlted Coatings of Zinc on Iron and Steel 

3.2 UNITS OF MEASUREMENT 
The values given in SI (metric) units ore mandatory. Any other values given are for information only. 
NOTE - Lengths are shown in millimeters or meters (inches or feel). Widths, deflections. and similar measurements
are generally defined in millimeters (fractions of inches), and load-bearing capacity in kilograms/meter
(pounds/foot). 

Section 4 
CONSTRUCTION 

4.1 MATERIALS 
Coble troy systems shall be mode of either corrosion-resistant metal, such as aluminum a< stainless steel, or

metal with a corrosion-resistant nnish. 

4.2 FINISHES 

4.2.1 Carbon steel used for cable trays shall be protected against corrosion by one of
the following processes: 
(a) Type l ---  Hot-dip galvanizing af1er fobrico1ion In accordance with CAN/CSA-G164 or ASTM A 123/A 123M;

section 3 roughness and variations of thicknesses can be expected as a result of the hot-dipping process. Because the
galvanizing process takes place at the low end or the stress-relieving temperature range, some stress relief
occurs. and some distortion or warping may result.
(b) Type 2- Hot-dip mill gotvanlzlng In accordance with ASTM A 653/ A 653M, coating designation G90; 
NOTE - Hot-dip mill galvanized coatings are produced by continuously rolling steel sheets or strips in coils
through a bath of molten zinc. The process Involves prelreoting the steel lo make the surface react readily
with mollen zinc as the strip moves through the bath al high speeds. During fobricaflon, where slitting forming,
cutting, or welding Is performed. the cut edges and heot-affected zone of welding are subject to superficial
oxidation.  These areas are then protected through electrolytic action of the adjacent zinc surfaces. The
coating is smooth, ductile, and adherent. 
NOTE-For corrosive or wet locations, other coolings may be more suitable. 
(c)Type 3- Electrodeposiled Zinc in occa<dance with ASTM B 633 (SC 2 minimum); or 
NOTE-Fabricated products that ore lo receive electrodeposited zinc tzinc plated) coolings ore thoroughly
cleaned and then a thin layer of Zinc is deposited by electrolysis. A conversion coating can then be
applied to the Zinc surface, resulting in a colored (typically yellow) or colorless (clear-blue)appeoronce.
E!ecfrodeposiled zinc is o common indoor finish for wire mesh cable troys. for corrosive or wet locations,
other coo tings or materials may be more suitable. 
(d) Other coolings os oppropriole for the application. Where a nationally recogniZed standard exists. the
coating shall be applied In accordance with that standard.

4.2.2 For installations in highly corrosive environments, such as alkaline or acidic con-
 ditions, different or additional protective coatings may be provided, as agreed to be-
tween the end user and the manufacturer. 

4.2.3 Carbon steel nuts and bolts shall be protected against corrosion by one of the fol -
lowing processes: 
(a) Zinc electroplating in accordance with ASTM B 633; or 
(b) Other coatings as appropriate for lhe opplicaflon. Where o nolionolly recognized standard exists. the
cooling shall be applied in occordonce wilh that standard.

4.3 TYPICAL DIMENSIONS 

4.3.1 General
Clauses 4.3.2 lo 4.3.7 provide the typical dimensions used in the industry. other dimensions shall also be

acceptable. Dimensions are based on rotionolized conversions. 

4.3.2 Lengths of Straight Sections 
Typicol lenglhs. not including connectors ore: 
(a) 3 m ± 5 mm 110 f1 ± 3/16 in.J; 
(b) 3.66 m±5 mm (12 ft ±3/16 in.); 
(c) 6 m ± 9 mm (20 ft± 5/16 in.); and 
(d) 7.32 m ± 9 mm (24 f1 ± 5/16 In.). 

4.3.3 Widths 
4.3.3.1 For sections other than channel coble trays or wire mesh coble troys. typical widths are:
(a)  150mm (61n.)· 
(b)  225 mm 19 in.):
(cl 300 rnm ( 12 In.);
(di 450 mm II81n.);
(e) 600 mm (24 ln.).
(fl 750 mm {30 in.); and 
(gl 900 mm 136 in.). 
NOTE - The lotemnce of the widths Is within+ 6 mm ( I /4 In.) for inside dimensions.
Overall width shall not exceed lhe inside width by more than 100 mm (4 in.).  05
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both of molten Zinc, where they react to form o metallurgic oily bonded zinc cooling. Normal oxldotlon of
the galvanized surfaces will. in o short period or time, appear os a dull gray or white coo ting. Some degree of



4.3.3.2 For channel cable trays, typical widths are:
(a) 75 mm (3 in.):
(b) 100mm(4 in.); and
(c) 150mm (6 in.).

NOTE- The tolerance of the widths Is within + 6 mm ( 1 /4 In.) for Inside dimensions.

4.3.3.3 For wire mesh cable troys, typical widths are:
(a) 50 mm (2 in.);
(b) 100 mm (4 in.);
(c) 150mm (6 in.);
(d) 200 mm (8 in.):
(e) 300 mm ( 12 in.);
(f) 400mm (16 in.);
(g) 450mm (18 in.):
(h) 500 mm (20 in.); and
(I) 600 mm (24 in.).
NOTE- The tolerance of the widths Is within ± 3 mm (1/8ln.) for inside dimension.

4.3.4 Depths
4.3.4.1 For other than channel cable trays or wire mesh cable troys, typical depths for sections ore:
(o) 75 mm (3 in.);
(bl 100 mm (4 in.):
(c) 125 mm (5 in.): and
(d) 150 mm (6 in.).

NOTE - The tolerance of the depths Is within + l O mm (3/8 in.).

4.3.4.2 For channel cable trays. typical depths ore 30-50 mm (1-1 /4·2 In.) outside dimensions.

4.3.4.3 For wire mesh coble trays. typical depths are: 
(a)  25 mm (I in.); 
(b)  50 mm (2 in.): 
(c)  75mm (31n.J; 
(d)  100 mm (4 In.); and 
(e) 150 mm (6 In.). 
NOTE - The tolerance of1he depths ls within ±10 mm (3/8 in.). The measurement is thelill depth. 

4.3.4.3 For single-rail coble trays. typical depths are:
(a)  75 mm (3 in.): 
(b)  100 mm (4 in.); 
(c)  125 mm (5i n.):and 
(d)  150 mm (6 in.). 
NOTE- The tolerance of the depths Is within ±10 mm (3/8 in.). The measurement is the fill depth.
Outside depths shall not exceed inside depths by mare than 30 mm (1-1/4 in.).

4.3.5 Nominal Rung Spacings on Straight Sections 
Typical rung spacings ore:

(a)  150 mm (6 in.); 

(b)  225 mm (9 in.); and 

(c)  300 mm (12 in.).  

4.3.6 Inside Radii 
Typical inside radii or curved sections are:

(a) 300 mm (12 in.): 

(b) 600 mm (24 in.); and 

(c) 900 mm (36 in.),

4.3.7 Degrees of  Arc for  Elbows 
iypical degrees of arc for elbow sections ore:
(a) 30°: 
(b) 45°; 
(c)60°.and
(d)90°.

4.4 QUALITY OF WORK
Cable fray systems shall be free from burrs or other sharp projections that could cause damage to the coble
jacket during installation. 

4.5 FITTINGS
Attlngs shall not be required to be subjected to the load tesf described ln Clouse 5.2. 
NOTE - Since fittings ore not load-tested. !hey will not meet the strength requirements of straight sections
unless supported os shown In NEMA YE 2. or In accordance with the manufacturer's Instructions. 

4.6 FASTENERS
Fasteners used far connection and assembly  of  a  coble  troy system  shall be  supplied  according  to  the
manufacturer's instructions and shall comply with the requirements of Clause 
4.2.3. 

4.7 BONDING

4.7.1 Cable tray systems shall be provided with connection means meeting the require-
 ments of Clause 5.1. 

4.7.2 Where paint or additional coatings are applied to components of the cable tray
system, means shall be provided to ensure a measured resistance in accordance with
Clause 5.1. 

4.8 LOAD CAPACITY 

4.8.1 Straight sections of cable tray shall meet the requirements of the test specified in
Clause 5.2. See also Clause 5.3. 

NOTES 
( l) The load ratings in Table 1 ore these most commonly used. 

(2) See Clause 5.3 for Interpolation or test data when determining lhe load rating of spans shorter than the
tested span.     

Standardization
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4.8.2   A concentrated static load is not included in Tobie 1.Some user applications
may require that a given concentrated static load be imposed over and above the
working load. Depending on concentrated load value and locoHon of load, some
coble troy systems may not be suitable for support.When considering a concentrated
load applied other than described below, consult the manufacturer.
A concentratd static lood represents o static weight oppled on the centerline of the tray at midspan. When

so specified, the concentrated static Ioad may be converted to an equivalent uniform load (We) in kg/lin m

(lb/lin ff), using the following formula, and added to the static weight of cables in the tray: 

5.2.3 Type and length of Span 
The test specimen shall be a simple beam span, with free unrestrained ends. Trays shall not have side restrolnts.
Span lengths shall be as specified, with a tolerance of +38 mm (1-1/2 in.). 
Side-mounted single-rail cable trays shall have restrained ends.

5.2.4 Orientation of Specimen 
Specimens sholl be tested In the horizontal position. the total length of the test specimen shall be not more
than the specified span length+ 20%. Any overhang shall be equally distributed beyond both supports. 

5.2.5 Supports
Each end of the specimen shall be supported by a steel bor(s) of 30 mm (1-1/8 in.) width and 19 mm (3/4 in.)
height,  with a 120° V-notch cut in its bottom to a depth of 5 mm (3/16 in.). the V-notch shall rest on a 25 mm 
(1 in) solid round steel bar fastened to a rigid base. or the specimen shall be supported directly on a 65 mm
(2-1/2 in.) diameter round steel bar or heavy wall steel tube fastened to a rigid base. 
At the supports, single-rail trays may have side restraints that do not constrain vertical movement.
Side-mounted single-roil coble tray specimens shall be supported to the woll os recommended by the
monufacturer at both ends and at mid-point. 

5.2.6 loading Material 
Loading material shall be steel strips, leadingots, or other loading matertals meeting the following requirements:
(a) Individual steel strips shall have rounded or deburred edges, a maximum thickness of 3 mm ( 1 /8 in.), a
maximum width of 100 mm (4 in.). and a maximum length of 7.32 m (24 ft). 
When load testing wire mesh cable tray with strips havlng a thickness of 3 mm (1/8 In.) and a maximum width
of 100 mm (4 in.). the length of the strips shall not exceed 50% of the length of the test span. When full span
strips are used, the maximum thickness shall be 1.6 mm ( l /16 in.), and the maximum width shall be 100 mm
(4 in.). 
(b) Five lead ingots. each weighing approximately 2.3 kg (5 lb), shall be interconnected ocross corners into
a string of five ingots approXimately 550 mm (22 in.) long. Individual ingots shall be hexagonal. approximately
75 mm (3 in.) in diameter, and 38 mm (1-1/2 in.) deep.
(c) Other loading materials shall have a maximum weight of 4.5 kg (10 lb), a maximum width of 125 mm (5 
in.), and a maximum length of 300 mm ( 12 In.).

5.2.7  Load Application
5.2.7.1  The load shall be opplied in at teost 10 increments that are approximately equal in weight. 
5.2.7.2  Loading shall be unfformly distributed for the length and breodlh of the specimen, except that the
loading material sholl not be closer than 13 mm (1/2 in.) nor further than 25 mm (1 In.) from the Innermost
elements of the sides. II shall be orronged ocross the tray with a minimum of 10 mm (3/8 in.) between stacks
so that the loading material does not bridge transversely. All loading malefials shall be placed between
supports without overhanging. in multi-tier cable trays, the loading shall be uniformly distributed among the
tiers. 
5.2.7.3  For loading weight in troys with rungs. the bottom of the tray between supports may be covered with
flat sheet of No. 9 gauge. flattened expanded malerial not more than 900 mm (3 ft) long and With o wire
hole size of 19 mm (3/4 In.). ore flat sheet of No. 16 gouge sheet steel not more than 900 mm (3 ft) long. The
expanded metol or sheet steel (dunnoge) shall not be fastened to the tray ond shall be no closer than 13 mm
(l/2 in.) to the side rails. The lengths shall not overtop by mare than 50 mm (2 in.). The weight of expanded
metal or sheet steel shall be added to the total weight of the loading material.  

4.8.3 Channel coble troy straight sections not exceeding 150 mm (6 in.) in width and 50
mm (2 In.) In depth need not be load-tested In accordance with Clouse 5.2. 

Section 5 

5.1 ELECTRICAL CONTINUITY OF CONNECTIONS
5.1.1  Each specimen shall consist of two 600 mm (24 in.) minimum lengths of standard spliced or coupled
sections.
5.1.2   A current of 30 A dC shatl be passed through the specimen and the resistance measured between
two  points  locoted  1.6 mm (1/16 in. )  from each side of the splice or coupling. The net resistance of the
connection shall be not more than 0.00033 Q as computed from the measured voltage drop and current
pdssing through the specimen, at an ambient temperature of 15-35°C (60-95°F).The current source shotl be
applled ot least 300 mm (12 in.) on either side of the splice or coupling. 

5.2 LOAD TESTING

Cable troy specimens shall be subjected to either loading to destruction (Method A). as specified in Clause
5.2.8. or loading to residual deflecllon (Method B). os specified In Clouse 5.2.9.

5.2.2 Test Specimen  

For each design of cable tray. two specimens shall be tested. An unspliced straight section of the greatest
width shall be used in each test. 
For troys with rungs. rung spacings shall be the lorgest in a porticular class. 
Differences in gauge. Wire diameter, height of rail(s), rung design, rung spacing greater than the tested
spacings, bottom to raail connection, or in the configuration of any part shall constitute a different design.
Coated trays need not be tested, provided that bare or pregalvanized trays of the some doss have been
tested. 

TESTS

5.2.1 General

2 x(concentrated static Ioad, kg (lb))
We = ---------------------------------------------------
                    Span length, m (ft) 
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5.2.8 Loading to Destruction (Method A)
The total weight of the loading material on the coble tray. plus dunnoge if used, prior to addition of the
Incremental weight that causes the destruction, shall be considered to be the destruction load. The rated
load capacity of the cable tray shall be the destruction load divided by a safety factor of 1.5. For multi-tier
troys, failure of any of the tiers shall be considered as failure of the whole cable tray. 
5.2.9 Loading to Residual Deflection (Method Bl 
5.2.9. l Minimum Test Lood 
The minimum test load to be applied shall be determined In accordance with the following formula: 
Total minimum test load = 1.5 x L x w 
Where: 
t .5 = safety factor 
L = span length, m (ft) 
w = roted load, kg/m (lb/ft)

5.2.9.2 Load Application
Each specimen shall first be loaded to 10% of the minimum test load. The vertical defleclion of the tray 
shall be measured at three points along the line midway between the supports and at right angles to the
longitudinal axis of the tray. The three points of measurement shall be under each side rail and at the center
of the troy. In troys where there ore no side roils. the three points of measurement shall be under the outer
edges and under the center. This measurement shall be known as the initial deflection. The loading shall
then be continued until all of the rated load is applied. The deflection shall be measured in the same manner as
theinitial denection. The loading shall then be continued until the total minimum test load has been applied.
The total load shall then be removed from the tray. After 15 min the vertical deflection shall be measured
In the some manner as previously used. This measurement shall be known as lhe residual deflection. The
specimen may then be reloaded until it collapses, and the values of the load at collapse shall be recorded.
This information concerning the load at collapse point Is optional, but some users may require iIt to obtain
product acceptance. 

5.2.9.3 Measurement of Residual Deflection 
The residual deflection at each point of measurement of the two specimens shall be averaged. Where a
residual deflection for either specimen Is equal to or exceeds 80% of the Initial deflection and, in addition, 
deviates from !he overage by more than 10%. two more specimens shall be tested. The overage of the three 
highest values at the point of measurement of the four specimens shalt be regarded as the final result. 
In multi-lier trays, the maximum deflection ln any of the tiers shall be considered the maximum deflection, of
the whole tray. 

5.3 INTERPOLATION OF TEST DATA
When allowable load and deflecllon data ore determined by the load test, destruction load capacity for
span lengths less than the tested span shall be interpolated with the formula shown below. When interpolating
in this manner, ensure that the rung strength is also sufficient to support the load. 
W2 = W1 X L12 lL22 
Where: 
W2 = calculated load, kg/m lib/ft) 
Wl = tested food, kg/m (lb/ft) 
L1 = tested span length. m [fll 
L2 = new span length. m (fl) 

5.4 RUNG LOAD CAPACITY (OPTIONAL)

5.4.1 General
If rung load capacity is to be specified by the manufacturer. the capacity shall be determined In accordance
with Clauses 5.4.2 to 5.4.8. 

5.4.2 Test Equipment
All load-bearing surfaces shall be not. with edges rounded lo a maximum radius of 3.2 mm {1/8 in.). An
example of the oppUcotion of the load Is shown In Figure 2. 

5.4.3 Test Specimen 
For each rung design. two separate tests of the greatest rung length shall be mode. 

5.4.4 Span Length and Supports 
Test spans shall be simple beam spans with free, unrestrained ends. Rungs shall not hove side restraints. Each
end of lhe specimen shall be supported by o flol steel bar at a span teng1h as specified ±38 mm ( 11 /2 in.).

5.4.5 Orientation of Specimens 
Specimens shall be tested in the horizontal position. The total length of the tes1 specimen shall be the specified
span length+ 150 mm (6 In.) maximum. Any overhang shall be equally distributed beyond both supports. 

5.4.6 Loading 
All specimens shalt be loaded to destruction. The loading shall be a concentrated food. applied to the 25
mm ( 1 in.) central length of the span.

5.4.7 Load Capacity 
The maximum load applied to the rung shalt be considered 1he destruction lood capacity of the rung. The
roted load capacity shall be the destruction food divided by o safety factor of 1.5. 
NOTE - The roted load may be expressed as a uniform food by multiplying the concentrated load by a factor
of two.

5.4.8 lnterpolatlon of Rung Load Test Data 
When the roted load doto ore determined by Clouse 5.4.7, the roted load capacity for span lengths less
than the tested span shall be Interpolated with the following formula: 
W2 = WT x L12 IL22 
Where: 
W2 = calculated load, kg/m (lb/ft) 
Wl = tested food, kg/m llb/fl) 
LI= tested span length, m (fl) 
L2 = new spon length. m (ft)

Section 6
MARKINGS AND PRODUCT INFORMATION
NOTE - In Canada, there are two official languages, Engfish and French. Annex A lists French translotions of
the markings specified in this Standard. 

6.1 MARKING ON PRODUCT 

6.1.1 Dimensions and measurements marked on the product shall include SI units. Mark -
ings expressed in Inch-pound units shall be optional. 

Standardization
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Electro galvanized Zinc. (ASTM 8633) 
Electro galvanized Zinc (also known as zinc plated or electroplated) is the process by which a coating of
zinc is deposited on the steel by electrolysis from a bath of zinc salts. This finish is standard for cable tray
hardware and some accessones for aluminum and pre-galvanized systems. Provides a minimum zinc coating 
thickness of .5 mils when exposed to air and moisture. zinc forms a tough, adherent. protective Film consisting
of a mixture of zinc oxides. hydroxides, and carbonates. This film is in Itself a barrier coating which slows
subsequent corrosive 
Attack on the zinc. This cooling Is usually recommended for indoor use In relatively dry areas, as it provides
ninety-six hours protection in salt spray testing per 
ASTM B117. 

Pre-Galvanized Zinc. (ASTM A653)
(MIii galvanized, hot dip mill galvanized or continuous hot dip galvanized) Pre-Golvonized steel is produced
by coating colts of sheet steel with zinc by continuously roling the material through molten zinc at the mills.
This is also known os mill galvanized or hot dip mill galvanized. These coils are then slit to Size and fabricated
by roll forming, shearing. punching. or forming to produce SEGA.M pre-galvanized coble troy products. The 
G90 specification calls for a coating of .90 ounces of zinc per square foal of steel. This results in a coating of .
45 ounces per square foat on each side of the sheet. This is Important when comparing this finish to hot dip
galvanized ofter fabrication. During fabrication, cut edges and welded areas are not normally zmc coated:
however. the zinc near fhe uncooled metal becomes a sacrificial anode to protect the bare areas after a
short period of time. 

Hot Dip Galvanized After Fabrication (ASTM A123)
(Hof dip galvanized or botch hot dip galvanized) Hot Dip Galvanized affer Fabrication coble tray products
ore fabricated from steel and then completely immersed in a both of molten zinc. A metallic bond occurs
resulting in a zinc coating Ihat completely cools oil surfaces. including edges and welds. Another advantage
of this method is coating thickness, Cable trays hot dip galvanized after fabrication have a minimum thickness
of 1.50 ounces per square foot on each side, or a total 3.0 ounces per square fool of steel, according to
ASTM A 123. The zinc thickness is controlled by the amount of time each port is Immersed In the molten zinc
both as well as the speed at which ii is removed. The term "double dipping" refers to ports loo large to fit Into
the galvanizing kettle and.therefore. must be dipped one end at a Time. It does not refer to extra coating
thickness. The layer of zinc which bonds to steel provides a dual protection against corrosion. It protects first
as an overall barrier coating. If this cooling happens to be scratched or gouged. zinc's 
Secondary defense is called upon to protect the steel by galvanic action. 
Hot dip galvanized ofter fabrication is recommended for prolonged outdoor exposure and will protect steel
for many years In most outdoor environments and in many aggressive industrial environments 

Painting Cable Tray 
SEGA.M offers polnted coble troy to any color specified by the customer. It is important to note 
That there ore key advantages and disadvantages to ordering factory pointed coble tray. Pointed cable tray 
is often used In "open celling'' applications, where all the overhead equipment and structure is painted the
some color. In this type of application. additional pointing is otten necessary in the field, otter instollation, to
 ensure oll of the supporting components. such as hanger rods. clamps and attaching hardware have been
painted uniformly. Repainted cable tray interferes with common grounding practices. requiring the point to

Technical Data
Material

Steel cable trays are fabricated from continuous roll-formed structural quality steel. By roll-forming steel.
the mechanical properties are increased allowing the use of a lighter gauge steel to carry the required
load. This reduces the dead weight that must be carried by the supports and the installers. Using Structural
quality steel. sega.m  assures  that the material will meet the minimum yield and tensile strengths
of appficable ASTM standards. All coble tray side rails, rungs and splice plates are numbered for
material traceability. The corrosion resistance of steel varies widely with coating and alloy. 

 Stoinless Steel cable trays are fabricated from continuous roll-formed AISI Type 304 or AISI Type 316/316L
stainless steel. Both ore non-magnetic and belong to the group called oustenl!ic stainless steels. Uke carbon
steel, they exhibit increased strength when cold worked by roll-forming or bending. Several important
conditions could make the use of stainless steel imperative. These include long term maintenance costs.

corrosion resistance, appearance and locations where product contamination is undesirable. Stainless steel
exhibits stable structural properties such as
to ensure each weldment exhibits the same corrosion resistant characteristic as the base metal.
Localized staining In the weld area or heat affected zone may occur in severe environments. Speciofized
shielding gases and low carbon materials ore used to minimize carbon contamination during welding
and reduce staining and stress corrosion. Specify passivation ofter fabrication per ASTM A380 to minimize
staining. Improve aesthetics and further improve corrosion resistance.

Golvaizing also protects and ored dried edges.

Steel

Zinc protects steel in two ways. First it protects the steel as a coating
and second as a socr!flciol anode to repair bore areas such as cul
edges. scratches. and gouges. The corrosion protection of zinc Is
directly related to its thickness and the environment. This means a
.2 mil coating will lost twice as long as a . 2 MIi coating in the same 
environment.

Zinc Coatings

FINISH

or cut reforms the original protective film. Aluminum has excellent resistance to "weathering" in
most outdoor applications. Aluminum cable tray has excellent corrosion resistance in many
chemical environments. aluminum cable trays can perform Indefinitely, with fittle or no degradation
over lime. making ii Ideal for many chemical and marine environments. The resistance to chemicals.
indoor and outdoor, can best be determined by tests conducted by the user with exposure to the
specific conditions for which it is intended. For further information, contact SEGA.M. 

Aluminum cable trays are fabricated from structural grade (marine grade) aluminum extrusions.
Aluminum's excellent corrosion resistance is due to its ability lo form an aluminum oxide film that when
scratched

Aluminum

Zn
Znfe

Fe ZnO
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Chemlcal corrosion toks place when metal comes in direct contact with a corrosive solution. Some factors
which affect the seventy of chemical corrosion include: chemical concentration level. duration of contact.
frequency of washing. and operating temperature. 

 Wet storage stain (White rust) Is caused by the entrapment of moisture between surfaces of closely packed
and poorty ventilated motenol for on extended penod. Wet storage stain is usually supertlcial, having no
affect on the properties of the metal. Light staining normally disappears with weathering. Medlum to heavy
buildup should be removed, in order to allow the formation of nonnal protective film. Proper handling and
storage will help to assure stain-free material. If product arrives wet, it should be unpacked and dried before
storage. Dry material should be stored in a well ventilated "low molslure" environment to ovoid condensation
formation. Outdoor storage is undesirable, and should be avoided whenever possible  

Atmospheric corrosion occurs when metal is exposed to airborne liquids, so6ds or gases. Some sources of
atmospheric corrosion 
ore moisture. salt, dirt and sulphuric acid. This form of corrosion Is 
Typically worse outdoors, especially near morfne environments. 

Chemical Corrosion

Storage Corrosion

Atmospheric Corrosion 

The welding procedures used in the fabrication of all SEGA.M cable trays and accessories are in accordance
with the latest American welding society standard. AWSDl,3. SEGA.M Steel, Stainless steel   &   Aluminum
cable trays are welded by the MIG (metal insert Gos) welding process producing smooth, clean. slog-free
weldments. 

All metal surfaces ore affected by corrosion. Depending on the physical properties of the metal and the
environment to which ii Is exposed, chemical or electromechanical corrosion may occur

Corrosion

be removed at splice locations, and/or the addition of bonding jumpers that were otherwise unnecessary.
This additional field modiflcolion not only increases lhe installation cost. but causes potential damage lo the
special pointed finish. We can paint cable tray in 2 cases ofter electroplating and after hot dip galvanizing
process.
- Electro static painting.
- Ploy urethane painting. 

Welding

Atmospheric corrosion occurs when metal Is exposed to airborne liquids. solids or gases. Some sources of
atmospheric corrosion are moisture, salt, dirt and sulphuric acid. This form of corrosion is typically worse
ouldoors, especially near marine environments. Chemical Corrosion Chemical corrosion takes place when
metal comes in direct contact with a corrosive solution. Some factors which affect the severity of chemical
corrosion Include: chemical concentro1ion level. duration of contact. frequency of washing, and operating
temperature. Storage Corrosion Wet storage stain (White rust) is caused by the entrapment of 
Moisture between surfaces of 
Closely pocked and poorly ventilated material for on extended period. Wet storage stain is usually superficial.
having no affect on the properties of the metal. Light staining normally dlsoppears with weathering. Medium
to heavy buildup should be removed, in order to allow the formation of normal protective film. Proper
handling and storage will help to assure stain-free material. If product arrives wet, it should be unpacked and
dried before storage. Dry material should be stored in a well ventilated "low moisture" environment to ovoid
condensation formation. Outdoor storage is undesirable. and should be avoided whenever possible
Galvanic Corrosion Galvanic corrosion occurs when two or more dissimilar metals are in contacts in the
presence of an electrolyte (I.e. moisture). An electrolytic cell ls created and the metals form an anode or a
cathode depending on their relative position on lhe Gotvonlc Serles Tobie. 
The anodic material will be the one to corrode. Whether a material is anodic depends on the relative position
of the other material. For example: 
If zinc ond steel are in contact, the zinc acts as the anode and will corrode; the steel acts as the cathode,
and will be protected. If steel and copper ore In contact. the steel is now the anode and will corrode. The
rate at which golVanic corrosion occurs depends on several factors.
1.  The amount and concentration of electrolyte present- An indoor, dry environment will have little or no
galvanic corrosion compared to a wet atmosphere.
2. The relative size of the materials- A small amount of anodic material in contact with a large catholic
molerial will result in greater corrosion. Likewise. a large anode in contact with a small cathode will decrease
the rate of oflock. 
3. The relative posltion on the Galvanic Series Tabie - The further apart in the Galvanic Series Tobie, the
greater the potential for corrosion of the anodic material

The weight of on aluminum coble troy is approximately half that of a comparable steel troy. Some factors to
consider include: shipping costs, material, handling, project weight restrictions and the strength of support
members. 

Aluminum cable tray Is easier to cut and drill than steel cable tray since it is a "softer" material. Similarly,
galvanized steel cable tray is easier to cut and drill than stainless steel cable troy. SEGA.M aluminum cable
tray uses a four bolt spfice, resulting in half as much drilling and hardware installation as most steel coble tray.
which uses an eight bolt splice. Hot dip galvanized and pointed steel cable tray finishes must be repaired
when field cutting or drilling. Failure to repair coatings will Impair the cable tray's corrosion resistance.  

Atmospheric Corrosion

Installation Considerations

Weight

Field Modifications

Technical Data 



Technical Data 

The National Electrical Code, Article 392.7 allows cable tray to be used as an equipment grounding
conductor. All SEGA.M standard steel and aluminum cable trays are classified by Underwriter's Laboralories
per NEC Table 392.7 based on their cross-seclional area. The corresponding cross-seclional area for each
side rall design (2 side rails) is listed on a fade 
Resistant UV stabilized label, this cable tray label is attached to each straight section and fitting that is U.L.
classified. U.L. assigned cross-sectional area Is also stated in the loading charts in this catalog for each system
NEMA Installation Gulde 
7hH QHZ 1(0$ 9( � LV D FDEOH WUD\ ,QVWDOODWLoQ JXOGH�QH DQG ,V DYDLODEOH IUom 1(0$ 

Environmental Loads Wind Loads 
Wind loads need to be determined for all outdoor cable tray lnslallalions. Most outdoor cable frays are
ODGGHU W\SH WUD\V� WhHUHIoUH WhH moVW VHYHUH OoDGLQJ Wo EH FoQVLGHUHG LV LmSDFW SUHVVXUH QoUmDO Wo WhH FDEOH
tray side rails. 

$OXmLQXm� SUH�JDOYDQL]HG� VWDLQOHVV VWHHO DQG ILEHUJODVV FDEOH WUD\ FDQ QoUmDOO\ EH VhLSSHG IUom WhH IDFWoU\
LQ D VhoUW SHULoG oI WLmH� +oW GLS JDOYDQL]HG DQG SDLQWHG FDEOH WUD\ UHTXLUHV DQ DGGLWLoQDO FoDWLQJ SUoFHVV�
DGGLQJ VHYHUDO GD\V oI SUHSDUDWLoQ EHIoUH ILQDO VhLSmHQW� 7\SUFDOO\� 
A coated cable tray will be sent to an ouislde source for coating, requiring additional packing and shipping. 

Electrical Grounding Capacity 

Availability

V(MPH) P(IBS/FT2 P(IBS/FT2

V= Wind Velocity
P= Impact Pressure 

Side load for 6" side rail with 100 mph wind
25.6 x 6 = 12.8 lbs/ft 

:hHQ FoYHUV DUH LQVWDOOHG oQ oXWGooU FDEOH WUD\V� DQoWhHU IDFWoU Wo EH FoQVLGHUHG LV WhH DHUoG\QomLF HIIHFW
ZhLFh FDQ SUoGXFH D OLIW VWUoQJ HQoXJh Wo 6(*$�0 UHFommHQGV WhH XVH oI hHDY\ GXW\ ZUDSDUoXQG FoYHU
FODmSV ZhHQ FoYHUHG IUD\V DUH LQVWDOOHG LQ DQ DUHD ZhHUH VWUoQJ ZLQGV oFFXU�

Example Calculation:

Glaze Ice is the most commonly seen form of Ice build-up. It is the result of rain or drizzle freezing on impact
ZLWh oQ H[SoVHG oEMHFW� *HQHUDOO\� oQO\ �hH WoS VXUIDFH �oU WhH FoYHU� DQG WhH ZLQGZDUG VLGH oI D FDEOH
tray system is slgnificantly Coated with ice. The maximum Design load to be added due to Ice Should be
calculated as follows: 

&oYHV oQ ZLGH FDEOH WUD\ DQG�oU FDEOH WUD\ LQVWDOOHG DW HOHYDWLoQV hLJh oII �hH JUoXQG mD\ UHTXLUH DGGLWLoQDO
hHDY\ GXW\ FODmSV oU WhLFNHU FoYHU mDWHULDO

Ice Loads 

Special Notice:

Li =              x DI where; 

LI= Ice load (lbs/linear foot) 
W= Cable Tray Width (inches) 
Tl= Maximum Ice Thickness (inches) 
DI= Ice Density = 57 lbs/tt3 
7hH mD[LmXm OHH WhLFNQHVV ZLOO YDU\ GHSHQGLQJ oQ OoFDWLoQ� $ WhLFNQHVV oI O ��� FDQ EH XVHG DV D &oQVHUYDWLYH
standard. 
Example Calculation: 
tee loads for 24" wide tray with 1 /2" thick ice: 
24 X .5 X 57 = 4.75 lbs/fl 

144

144

$ JUHDO GHDO oI VHLVmLF WHVWLQJ DQG HYDOXDWLoQ oI FDEOH WUD\ V\VWHmV� DQG WhHLU VXSSoUWV� hDV EHHQ 3HUIoUmHG�
7hH FoQFOXVLoQV UHDFhHG IUom WhHVH HYDOXDWLoQV LV 7hDW FDEOH WUD\ LV VWUoQJHU ODWHUDOO\ WhDQ YHUWOFoOO\� VLQFH LW
acts as a Truss In the lateral direction. Other factors that contribute to the stability of cable tray are the energy
dissipating motion of the cables within the Irey. and the high degree of ducllllty of the cable fray and the
support material. These factors. working In conjunction with o properly designed cable tray system, should
DIIoUG UHDVoQDEOH DVVXUDQFH Wo ZLWhVWDQG HYHQ VWUoQJ moWLoQ HDUWhTXDNHV� :hHQ VHLVmLF EUDFLQJ LV UHTXLUHG
for a cable tray system, it should be applied to the supports and not the cable troy Itself. 

Seismic Loads

6QoZ LV mHDVXUHG E\ GHQVLW\ DQG WhLFNQHVV� 7hH GHQVLW\ oI VQoZ YDULHV DOmoVW DV mXFh oV LWV WhLFNQHVV� 7hH

additional design load from snowfall should be determined using lhe building codes which apply for each

installation. 

Environmental Loads Snow Loads

w x TI

12

P(IBS/FT2

15

20

25

30

35

40

45

50

55

60

65

70

75

80

0.85

1.02

1.60

2.30

3.13

4.09

5.18

6.39

7.73

9.21

10.80

12.50

14.40

16.40

85

90

95

100

105

110

115

120

125

130

135

140

145

150

18.5

20.7

23.1

25.6

28.2

30.9

33.8

36.8

40.0

43.3

46.6 

50.1

53.8

57.6

11



+ Maximum Positive Moment
- Maximum Negative Moment 

Undesirable Splice
Plate Locations 

Preferred Splice
 Plate Locations 

Deflecflon In a coble troy system Is primarily on aesthetic consideration. When a coble tray system Is installed
in o prominent loco lion. 
A Maximum simple beam deflection of l /'2fX> of support span con be used as a guideline to minimize visual
deflection. II Is important of this point to mention that there are two typical beam configurations. simple
beam and continuous beam, and to clarify the difference. 
A good example of a simple beam is o single slraight section of cable tray supported. but not fastened of
either end. When lhe troy ls loaded the cable tray is allowed to flex. Simple beam analysis Is used almost
universally for beam comparisons even though it is seldom practical In the freld Installations. The lhree most
prominent reasons for using a simple beam analysis are: calculations ore slmpllfied; It represents lhe worst
case loading: ond testing is slmple ond reliable. The pubfished lood dote In the SEGA.M cable troy cotolog is
based on the simple beam analysis per NEMA & CSA Standards 

The strength ot a cable tray is largely determined by the strength of its side rails. The strength of a coble tray
side rail is proportionate to the distance between the supports on which If is Installed, commonly referred lo
os the "support span". Therefore, the strength of a cable tray system can be altered by changing the support
span. However. there is a limit to how much the strength of a cable tray system can be increased by reducing
the support span, because the strength of the cable tray bottom members could become the determining
factor of strength. 
Once the lood requirement of a cable tray system has been established, the following factors should be
considered: 
1. Sometimes the location of existing structural beams Will dictate the cable tray support span. This is typical
with outdoor installations where adding intermediate supports could be financially Prohibitive. For this
situation the appropriate cable tray must be selected to accommodate the existing span.
2.  When cable tray supports are randomly located, the added cost of a higher strength cable tray
System should be compared to the cost of oddittonol supports. Typically, adding supports Is more costly than
lnstalllng a stronger series of cable tray. 
3.  The support span lengths should be eaual to or less than unplaced straight section lengths, to ensure that
no more than one splice is placed between supports as stated in lhe NEMA VE 2 Coble Tray Installation
Guideline. 

Deflection

Support Span

SEGA.M’S cable Irey side rails. rungs and bottoms will withstand a 200 lb. slatic load without collapse However,
it should be noted that per NEMA Standard Publication VEl cable tray is designed as a support for power or
control cables, or both, and is not intended or designed to be A walkway for personnel.

A concentrated static load represents a static weight applied of a single point between the sides 
Roils. Tap boxes, conduit attachments and long cable drops are just some of the many types of concentrated
loads. When so specified, these concentrated static 
Loads may be converted to on equivolent uniform load (We) by using the following formula: 

Concentrated Loads

Technical Data

2 x (concentrated
     static load)
      span length

We =

Continuous beam is the beam configuration most commonly used In cable tray Installations. An example
of this configuration is where cable trays ore Installed across several supports to form a number of spans.
The continuous beam possesses traits of both the simple and fixed beams. When equal loads are applied
to all spans simultaneously, the counlerboloncing effect of lhe loads on both sides of a supporj restricts
the movement of the cable tray at The support, The effect is similar to that of a fixed beam. The end spans
behove substantially like simple beams. When cable trays of identical design are compared, the continuous
beam installation will typically have approxlmately holf the deflection of o simple beam of lhe same span.
Therefore simple beam data should be used only as a general comparison. The following factors should be
considered when addressing cable tray deflection 
l. Economic consideration must be considered when addressing cable deflection crileria.
2.  Deflection in a cable tray system can be reduced by decreasing the support span, or by using a taller or
     stronger coble tray. 
3. When comparing coble troys of equivalent strength, a steel cable tray will typically exhibit less
Deflection than on aluminum coble troy since the modulus of elasticity of steel Is nearly three times that of
     aluminum.
4. The location of splices in a continuous spon will offecl the deflection of the cable tray system. The spkes
     should be located at points of minimum stress whenever pracllcal. NEMA Standards VE I limits the use of
     splice plates as
Follows: UN spliced slraight sections should be used on all simple spans and on end spans of continuous span
runs. Straight section lengths should be eaual to or greater than the span length to ensure not more than one
splice between supports. See the figures below for spUcing configuration 
Samples.  

Typical Continuous
Span Configuration

Simple Beam 

+
0
-

12
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- Not all cables ore the same. To selecl the perfect coble support Syslem. you need to know which Types of
cables ore lo be laid. 
- Dalo cables. Which must be laid at o certain Distance from each other on account of the necessary
shielding 
- Power cables, for which a Not Inconsiderable heal buildup Must be allowed for? FOf all These applications
SEGA.M con offer Tailor-mode system soluttons. 

Perforated cable trays
Areas of oppncotlon: From low 
Volrage cabling to power supply,

Mesh cable trays for the installation of 
light cables
Areas of application: IT cabRng. 
Telephone cabling and conlrol cables. Also suitable for use In false
Ceilings and cavity floors. 

Cable ladders for power cables 
With a large cross-section 
Areas of oppflcotlon: Cables and 
Power conductOfS with large 
Cross-sections. These con be Fastened lo the rungs using clomp 
Clips. The high lood copqclty And good ventilation ensure perf
Coble lying 

CABLE TRAY SELCTION 

Technical Data 



















Cable tray perforated



Cable tray QerGPrated



Cable tray QerGPrated



Cable tray QerGPrated

HD HE90  CT300 x 100 x1.5 

PG HE45 CT400 x 90 x 10 x 1.5 
SS316 VEO90 CT300 x 100 x 10 x 1

EC VEl45 CT200 x 60 x 10 x 1 

SS316 VEO45  CT300 x 100 x 10 x 1

(OHFWUo SODWHG 9HUWLFDO (OEoZ ,QVLGH ��� IoU FDEOH WUD\ ��� mm :LGWh� �� mm VLGH hHLJhW� DQG ��mm UHWXUQ 
IODQJH� � mm WhLFNQHVV� 



Cable tray QerGPrated

VHUWLFDl -RLQWHG ,QVLGH HlERZ �V-,E�

HD V-,E CT 200x100x10x 1.5
HD HOT 200 x 100 x 10 x1

EC VT CT200 x �0 x 10 x1

HD HC CT300 x 100 x 10 x1.5

VHUWLFDl -RLQWHG RXWVLGH HlERZ �V-OE�

HD V-OE CT 200x100x10x1.5

HD HT CT300 x 100 ; 10 x1.5



HD  CTC : x TK x /

Cable tray QerGPrated

CE1TE5 5ED8CE5 SWUDLJKW HlHPHQW FRYHU 

HD H/5 CD300 x 100 ; 10 x 1.5 

5,GHT H$1D 5ED8CE5 

HD CTC 300x1x3000 

+oW GLS JDOYDQL]HG DIWHU IDEULFDWLoQ FoYHU IoU FDEOH WUD\ ��� mm ZLGWh� � mm WhLFNQHVV� ���� mm OHQJWh� 

 $YDLODEOH VL]HV oI FoYHU 

&oYHU FODmS IoU IL[LQJ 8
VhDSH FoYHU 

&oEOH WUo\V FoYHU ZLGWh ��� Wo ���� mm LV DYDLODEOH ZLWh � mm WhLFNQHVV oQ UHTXHVW�

ExDPSlH IRU RUGHU

/E)T H$1D 5ED8CE5 

HD H/5 CT 300 ; 100 ; 10 ;1.5

HD H/5 CT 300 ; 100 ; 10 ;1.5



Cable tray QerGPrated



Cable tray dȁǯt



Cable tray dVDt

SWUDLJKW ElHPHQW

0DQXIDFWXUH

0DWHULDl 	 ILQLVK�

CDElH DXFW W\SH�

CDElH DXFW ZLGWK�

CDElH DXFW KHLJKW�

5HWXUQ )lDQJH�

CDElH DXFW WKLFNQHVV�

CDElH DXFW /HQJWK�



Cable tray duct



Cable tray duct

width
(w)
50

100
200
300
400
500
600

290
340
440
640
740

1340
940

290
340
440
640
740

1340
940

140

240

width
(H)  (X)  (Y) Radius

(R)

55
to

125

width
(w)
50
to

200
300
400
500
600

140

240

width
(H)  (X)  (Y) Radius

(R)

55
to

125

HORIZONTAL ELBOW 90° VERTICAL INSIDE ELBOW 45° 

VERTICAL OUTSIDE ELBOW 90° 

VERTICAL OUTSIDE ELBOW 45° 

HORIZONTAL ELBOW 45°

VERTICAL INSIDE ELBOW 90°

SEGA.M Description 
Example for order. 

Hot dip galvanized after fabrication horizontal Elbow 90o for cable duct 300 mm widih, 100 mm side height,
and 10mm return flange,  1.5 mm thickness.

SEGA.M Description
Example for order 

Pre galvanized   horizontal Elbow 45o for cable duct 400 mm width, 90 mm side height, and 10mm return
flange, 1.5 mm thickness. 

Electro plated Vertical Elbow inside 90o for cable tray 200 mm widtn, 60 mm siae neignt, ana 10mm return
flange, 1 mm thickness. 

SEGA.M Description 
Example for order. 

HD HE90  CD 300 x 100 x 10 X1.5

PG HE45 CD 400 x 90 x 10 x 1.5 

SS316 VEO90 CD 300 x 100 x 10 x 1

EC VEl45 CD 200 x 60 x 10 x1 

SS316 VEO45  CD 300 x 100 x 10 x 1

Electro plated Vertical Elbow Inside 45° for cable duct 200 mm Width, 60 mm side height, and 10mm return 
flange, 1 mm thickness. 

350
340
411
552
623
694
764

161
211
311
441
541
641
741

width
(w)

50
to

200

300
to

600

140

240

width
(H)  (X)  (Y) Radius

(R)
55
60
90

110
55
60
80

100

295
300
330
350
495
400
430
450

295
300
330
350
495
400
430
450

SEGA.M Description 
Example for order. 

width
(w)

50
to

200

300
to

600

50
to

200

300
to

600

140

240

width
(H)  (X)  (Y) Radius

(R)
55
60
90

110
55
60
90

110

295
300
320
340
395
400
420
440

151.7
151.7
201.7
221.7
181
201
231
251

SEGA.M Description 
Example for order. 

32

SEGA.M Description 
Ex.

stainless steel 316 Vertical Elbow outside 45° for cable duct 300 mm Width, 100 mm side height, and 10mm 
return flange, 1 mm thickness. 

Stainless steel 316 Vertical Elbow outside 90° for cable tray 300 mm width, 100 mm side height, and 10mm
return flange, 1 mm thickness. 

width
(w)

140

240

width
(H)  (X)  (Y) Radius

(R)
55
60
90

110
55
60
80

100

295
300
330
350
495
400
430
450

295
300
330
350
495
400
430
450

50
to

200

300
to

600

width
(w)

140

240

width
(H)  (X)  (Y) Radius

(R)
55
60
90

110
55
60
90

110

151.7
171.7
201.7
221.7
181
201
231
251

295
300
320
340
395
400
420
440



Cable tray dVDt

VHUWLFDl MRLQWHG LQVLGH HlERZ 

HD V-,E CT 200x100x10x 1.5

HD HOT 200 x 100 x 10 x1

EC VT CD 200 x �0 x 10 x1

HD HC CD 300 x 100 x 10 x1.5

VHUWLFDl MRLQWHG RXWVLGH HlERZ 

HD V-OE CT 200x100x10x1.5

HD HT CD 300 x 100 ; 10 x1.5



Cable tray dVDt

/E)T H$1D 5ED8CE5

ExDPSlH IRU RUGHU    � HD CDC 200 x 1 x 3000 � 

SWUDLJKW HlHPHQW FRYHU 



Cable tray dVDt





Cable tray Ladder



Cable tray Ladder



Cable tray Ladder



Cable tray Ladder



Cable tray Ladder



Cable tray LadderCable tray Ladder



Cable tray Ladder



Cable tray Ladder



Cable tray Ladder



Cable tray Ladder



Cable tray Ladder



Cable tray Trough



Cable tray 5rPVHI



Cable tray Trough



Cable tray 5rPVHI



X

w

RY

Cable tray Trough

Y

X

R

W

Y

R

X

W



Cable tray 5rPVHI



Cable tray 5rPVHI



Cable tray 8Jre baTLet

25
60 50



Cable tray 8Jre baTLet

25

50 �00



Cable tray DIaOOel



Cable tray 8Jre baTLet



Cable tray channel
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65
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67

   medium voltage SIMOPRIME 



68

Sega-M FY24-SIBOARD Certificate



69

  LV,SIVACON S8



70

  ISO 9001,  Certificates by Tuv Nord



71

  ISO , 14001 Certificates by Tuv Nord



72

  ISO , 45001 Certificates by Tuv Nord



76

  Kema Certificates for Plastic Junction Box



74

  Kema Certificates for Plastic Junction Box



75

ElOT
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ElOT



77

ElOT



78

ElOT



79

ElOT



80

  TUV Certificates for load Counter MCCB



81

PRODUTS CERTIFICATES



82
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