Q = INSTALLATION INSTRUCTIONS FOR
@ l'EGa BUTT WELDING

BUTT WELDING INSTRUCTIONS/ALIN KAYNAK TALIMATI

o Butt welding with contact heating elements is the process of jointing two elements (pipes
and/or fittings) of the same diameter and thickness, the joining surfaces of which are heated
until fusion by contact with a heating element and then, after the heating element has been
removed, are pressed together to form the weld. The following instructions are provided for
reference purposes only. Installers must be properly trained and have an in-depth knowledge
of the procedures to be followed according to the type of welding equipment being used.

e Alin kaynak ; ayni cap ve kalinliga sahip iki parcanin (ti ile 1sitilmasi, aradan tiiniin
cikarilmasinin ardindan pres yapilarak birlestirilmesine dayanir. Asagidaki talimatlar sadece
referans amacli verilmistir. Kaynakgcilar uygun sekilde egitilmeli ve kullanilan kaynak ekipmani
tlrline gore izlenecek prosediirler hakkinda derinlemesine bilgi sahibi olmalidir.

PRELIMINARY CHECKS BEFORE WELDING / KAYNAKTAN ONCE YAPILACAK ONKONTROLLER
¢ Ambient temperatures must be within the range from -5 °C to +40 °C.
e Ortam sicakligi -5°C, +40 °C arasinda olmalidir.

e When inspecting the elements to be welded together, check the dimensions (check for excess
ovality)
e Kaynak yapilacak malzemelerin boyutlarini ve ovalligini kontrol edin.

o Check the surface of the heating element (integrity of the non-stick coating) and clean with a
lint-free cloth.

.....

solvent kullanarak temizleyin.

e Check the working temperature of the heating element with
a calibrated contact thermometer. This measurement must
be made 10 minutes after the rated temperature has been
reached, thus allowing the element to heat up over its
entire surface area and depth. Fusion temperature must be
between 200° C and 220° C.

e Kalibrasyonu yapilmis bir termometre ile (itiiniin sicaklik
kontroliinii yapin. Bu él¢iim (itii nominal sicakliga
ulastiktan 10 dakika sonra yapilmalidir,bu siire icerisinde
littindn tim yiizeyleri aym sicakliga ulasmis olur. Fiizyon
sicakligi 200 °C ile 220 °C arasinda olmalidir.

e Check that the welding unit is functioning correctly.
e Kaynak (initesinin dogru calistigindan emin olun.

HAZIRLAYAN: ONAYLAN:
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o Check the efficiency of the welding unit jaw clamps; ensure they are able to guarantee the
correct alignment between the two sides of the joint and that the contact surfaces are
perfectly parallel.

e Kaynak (initesi cene kelepcelerinin etkinligini kontrol edin; Kaynak yapilacak parcalarin her
iki tarafi ile temas yiizeylerinin tam olarak paralel oldugundan emin olun.

e  Check the pulling force of the carriage, both in
terms of friction and in relation to the load to be
moved (pipes or fittings).

o Hem siirtiinme acisindan hem de tasinacak yiike

gore tasiyicinin cekme kuvvetini kontrol edin

Check the efficiency of the measuring
instruments (pressure gauge and timer).

o Olciim cihazlarinin etkinligini kontrol edin(basing
olcer ve kronometre).

o Check that the pipes and/or fittings to be welded
together are of the same diameter and thickness
(same SDR).

o Birlikte kaynaklanacak borularin ve / veya baglanti parcalarinin ayni ¢cap ve kalinlikta
olduklarini (ayn1 SDR) kontrol edin.

PREPARING FOR WELDING/ KAYNAK HAZIRLIGI

¢ Cleaning the surfaces: Before positioning the parts to
be welded, remove all traces of dirt, grease, oil, dust,
etc., from the external and internal surfaces of the
ends, using a clean, lint free cloth soaked in a suitable
solvent.

e Yiizey temizligi:Kaynak yapilacak parcanin
eksenlemesinden once ic ve dis ylizeylerdeki tiim kir
yag toz tabakasinm temiz ,tiiy birakmayan bir bez
kullanarak uygun bir solventle temizleyin.

¢ When choosing the type of solvent, use recommended
products supplied by specialist producers:
trichloroethane, chlorothene, ethyl alcohol and isopropyl alcohol are all suitable.

e Solventin tiirlinii secerken uzman Ureticiler tarafindan saglanan iiriinleri kullanin:
trikloroetan, kloroten, etil alkol ve izopropil alkol kullanabilirsiniz.

HAZIRLAYAN: ONAYLAN:
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Clamping the ends: The ends of the two parts to be
welded must be clamped in such a way that axial
misalighment does not exceed 10% of the thickness.
Planing the edges to be welded: Keep on pressing
machine next buttom when the pipes became together,
on the manometer shows the walking pressure(until
reach the walking pressure) To guarantee proper
parallelism and flatness and equally important, to
eliminate the film of oxide that forms, the ends of the
two parts to be joined must be planed. When this
procedure is concluded, bring the two ends into contact
and ensure that any clearances between them do not
exceed 0.5 mm. The shavings must form continuously
on both the edges to be welded. Shavings must be removed from the internal surface of the
components to be welded using a brush or a lint free, clean cloth. They should be cleaned
with a cloth soaked in specific solvent.

Cikislann kelepgeye sikistirilmasi: Kaynak yapilacak iki parcanin uglarn, eksenel sapma
hizalamasi, kalinligin % 10'unu gecmeyecek sekilde sikistirilmalidir . Kaynak yapilacak
kenarlarin traslanmasi: Makinanin ileri ylrlyls butonuna surekli basili tutunuz (gereken
yliriime basincina ulasana kadar). Uygun paralellik ve diizligli garanti etmek ve esit derecede
onemli olmak Uzere, olusan oksit filmini ortadan kaldirmak icin birlestirilecek iki parcanin
uclan traslanmalidir. Talas, kaynak yapilacak her iki kenarda da surekli olarak olusmalidir. Bu
prosediir tamamlandiginda, iki ucu karsi karsiya getirerek kontrol edin ve aralarindaki
farkliigin 0,5 mm'yi asmadigindan emin olun. Talas, bir firca veya toz birakmayan temiz bir
bez kullanarak kaynak yapilacak bilesenlerin ic ylizeyinden ¢ikarilmalidir. Kaynaklanmadan
once solvent ve tuy birakmayan bir bezle temizleyin.

BUTT WELDING PROCEDURE/ALIN KAYNAK
PROSEDURU

Find from the diagram, diameter and PN value
the pipe which you weld. Keep on pressing
machine next buttom when the pipes became
together, on the manometer shows the
walking pressure. Tum up to pressure
regulator on the time direction add the
welding pressure to walking pressure and
arrange to pressure.

Kaynatacaginiz borunun capini, PN degerini
cizelgeden bulunuz. Makinanin ileri yuriyus
butonuna surekli basili tutunuz. Borular alin
alina geldiginde manometrede yiiriime
basincini goreceksiniz. Basing regilatoriinu
saat yonunde cevirerek cizelgedeki kaynak
basinci ne kadarsa, kaynak basincini yiirime
basincina ekleyip basinci ayarlayiniz.

HAZIRLAYAN: ONAYLAN:
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e When the heating mirror achive the 220 °C insert the heating mirror between two pipes and
press on the machine next buttom (The pressure value for butt welding operation is already
defined in the attached table. When the pressure is reached the target pressure value, the
operation will be stopped.)

e Isitic1 220 °C' ye ulastiginda 1siticiy1 borularin arasina yerlestirip makinanin ileri yiiriiyis
butonuna hedeflenen basinca ulasana kadar basiniz.

o A melt pattern that penetrates into the pipe must be formed around both pipe ends. When
the lap joint is formed, removing pressure is taken to zero position. (By pressure handle)
After bringing the pressure zero tighten to pressure handle.

e [siticinin her iki tarafinda dudak olusana kadar bekleyiniz. Isiticinin etrafinda eriyen yiizey
ylikselmeye baslayacaktir. Yeterli dudak olusunca, basin¢ anahtarini “sifir” pozisyonuna
getirin. Basing sifirlama kolundan basinci sifirladiktan sonra basing sifirlama kolunu sikiniz.

e Wait for the time t2 in the table.

e (izelgedeki t2 siiresi kadar bekleyiniz.

¢ Open the machine by pressing the back buttom when the t2 period is finished. If you press
the next buttom by mistake, you must repeat all the process from the beginning.

e {2 siiresi doldugunda geri yiiriiyis butonuna siirekli basarak makinay1 aciniz. Yanlislikla geri
yerine ileri yiirtiyiis butonuna basarsaniz, biitiin islemleri bastan yapmaniz gerekmektedir.

e Take of the heating mirror and press the
machine next button, pipe end come off the
other pipe end. (When the pipes ends comes
closer to each other , we must press machine
next buttom step by step during the t3 time
period.

e Hizli bir sekilde 1siticiyr borularin arasindan
alip makinanin ileri yiiriiylis butonuna stirekli
basarak borular1 alin alina yapistiriniz.
(Borularin erismis yiizeyleri birbirine iyice
vaklastirildiginda ileri yiiriiyls butonuna ara
ara basinmz.)

e t4 must be maximum 10 second.

e t4 en fazla 10 saniye olmali.

HAZIRLAYAN: ONAYLAN:
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e Once the joint has been welded, contact pressure is removed and the joined parts can be
removed from the fusion jointing machine, although it must not be subjected to mechanical

stress until it has cooled completely. Cooling time must be at least the same as welding time
t5.

e Baglanti bir kez kaynak yapildiktan sonra, temas basinci ortadan kaldirilir ve birlestirilmis
parcalar flizyon birlestirme makinesinden cikarilabilir, ancak tamamen soguyuncaya kadar
mekanik baskiya maruz birakilmamalidir. Sogutma siiresi en az t5 kaynak siiresi kadar
olmalidir.

BASING
(FRESSLIAE
-

P1=P5& P1=P5

-
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——
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B

L £ K| 14 i5 ZANAN
=1 — e plg— plg (TIME)

t1 Time requested for the bead formation with the specified wall thickness
t2 Time requested for the continual heating
t3 Time requested for the change over
t4 Time requested for bringing up the pressure.
t5 Time requested for cooling down pland.
pl Pressure during the bead formation
p2 -
p5 Pressure during the cooling down
HAZIRLAYAN: ONAYLAN:
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BUTT-WELDING PARAMETERS FOR 1200-1400-1600-1800 BUTT-WELDING MACHINE
MATERIAL PE 100 SDR9 PN 20 Cylinder Area / Silindir Alam: 50,24 cm?
Outer Wall Welding Lip
oecer | e | Tkanae | "ok | t2 t3 t4 t5 | Topiam
Kalinhgi Basinci Yiksekligi
mm mm P1=P5(bar) mm Dk/min/sn/sec sn/sec sn/sec dk/min dk/min
500 55,8 23 6,1 11 dk / min 20-25 10 84 95
560 62,2 29 6,7 12 dk / min | 20-25 10 93 106
630 70 37 7,7 13 dk / min 20-25 10 113 127
710 78,8 47 8,7 14 dk / min 20-25 10 122 137
800 88,8 60 9,8 16 dk / min 20-25 10 143 160
900 100 75 11 18 dk / min 25-30 10 155 174
1000 111,1 93 12,2 22 dk / min 25-30 10 188 211
1200 133,3 133 14,7 25 dk / min 25-30 10 205 231
1400 155,5 181 17,1 29 dk / min 25-30 10 220 250
1600 177,7 237 19,5 33 dk / min 25-30 10 245 279
MATERIAL PE 100 SDR11 PN 16 Cylinder Area / Silindir Alam: 50,24 cm?
Outer Wall Welding Lip
oece | e | Tkanae | "ok | t2 t3 t4 t5 | Topiam
Kalinhgi Basinci Yiksekligi
mm mm P1=P5(bar) mm Dk/min/sn/sec sn/sec sn/sec dk/min dk/min
500 45,4 19 5,0 9 dk / min 16-20 10 68 78
560 50,8 24 5,6 10 dk / min | 20-25 10 76 87
630 57,2 31 6,3 11 dk / min 20-25 10 86 98
710 64,5 39 7,1 13 dk / min 20-25 10 97 110
800 72,6 50 8,0 15 dk / min | 25-30 10 109 124
900 81,7 63 9,0 16 dk / min | 25-30 10 123 139
1000 90,8 77 10,0 18 dk / min | 25-30 10 136 155
1200 109 111 12,0 22 dk / min 25-30 10 162 185
1400 127,3 152 14,0 25 dk / min 25-30 10 189 215
1600 145,4 198 16,0 29 dk / min 25-30 10 216 236
MATERIAL PE 100 SDR 13,6 PN 12,5 Cylinder Area / Silindir Alani: 50,24 cm?
Outer Wall Welding Lip
e | | kaynak | Tbodek | 2 t3 t4 t5 | Topiam
Kalinhgi Basinci Yiiksekligi
mm mm P1=P5(bar) mm Dk/min/sn/sec sn/sec sn/sec dk/min dk/min
500 36,3 16 4,1 7 dk / min 12-16 10 54 62
560 41,2 20 4,6 8 dk / min 16-20 10 62 70
630 46,3 25 5,1 9 dk / min 16-20 10 69 79
710 52,2 32 5,7 10 dk / min | 20-25 10 78 89
800 58,8 41 6,4 12 dk / min | 20-25 10 88 100
900 66,2 52 7,1 13 dk/ min | 20-25 10 99 113
1000 73,5 64 7,9 15 dk / min | 25-30 10 100 125
1200 88,2 75 9,7 16 dk / min 25-30 10 107 121
1400 102,9 102 11,3 17 dk / min 25-30 10 125 141
1600 117,6 134 12,9 19 dk / min 25-30 10 142 161
HAZIRLAYAN: ONAYLAN:
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MATERIAL PE 100 SDR17 PN 10 Cylinder Area / Silindir Alani: 50,24 cm?
Outer Wall Welding Lip

oecer | e | Tkanae | "ok | t2 t3 t4 t5 | Topiam

Kalinhgi Basinci Yiksekligi
mm mm P1=P5(bar) mm Dk/min/sn/sec sn/sec sn/sec dk/min dk/min
500 29,7 13 3,5 6 dk / min 12-16 10 45 51
560 33,2 16 3,8 7 dk / min 12-16 10 50 57
630 37,4 21 4,2 7 dk / min 16-20 10 56 64
710 42,1 26 4,7 8 dk / min 16-20 10 63 72
800 47,4 33 5,2 9 dk / min 16-20 10 71 81
900 53,3 42 5,8 11 dk / min 20-25 10 80 91
1000 59,3 52 6,4 12 dk / min 20-25 10 89 101
1200 71,1 75 7,6 14 dk / min 25-30 10 107 121
1400 83 102 8,8 17 dk / min 25-30 10 125 141
1600 94,84 134 10,0 19 dk / min 25-30 10 142 161
HAZIRLAYAN: ONAYLAN:
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BUTT-WELDING PARAMETERS FOR 630-800 BUTT-WELDING MACHINE

MATERIAL PE 100 SDR9 PN 20 Cylinder Area / Silindir Alam: 23,06 cm?
Outer Wall Welding Lip
e | E | Teagnoe | bugek’ | t2 t3 t4 t5 | Topiam
Kalinhgi Basinci Yiksekligi
mm mm P1=P5(bar) mm Dk/min/sn/sec sn/sec sn/sec dk/min dk/min
180 20,1 7 2,5 4 dk / min 10-12 10 30 35
200 22,4 8 2,7 4.30 min/sec | 10-12 10 34 38
225 25,2 10 3,0 5 dk / min 10-12 10 38 43
250 27,9 13 3,3 5.35 min/sec | 12-16 10 42 48
280 31,3 15 3,6 6.15 min/sec | 12-16 10 47 54
315 35,2 20 4,0 7 dk / min 12-16 10 53 60
355 39,7 25 4,5 8 dk / min 16-20 10 60 68
400 44,7 35 5,0 9 dk / min 16-20 10 67 76
450 50,3 40 5,5 10 dk / min 20-25 10 75 86
500 55,8 50 6,1 11.10min/sec | 20-25 10 84 95
560 62,5 63 6,8 13 dk / min 20-25 10 94 106
630 70,3 80 7,5 14 dk / min 25-30 10 105 120
710 79,3 100 8,4 16 dk / min 25-30 10 119 135
800 89,3 130 9,4 18 dk / min 25-30 10 134 152
MATERIAL PE 100 SDR11 PN 16 Cylinder Area / Silindir Alani: 23,06 cm?
Outer Wall Welding Lip
Do | g | Tkaynae | bugsk | 2 t3 t4 t5 | Topiam
Kalinhdgi Basinci Yiksekligi
mm mm P1=P5(bar) mm Dk/min/sn/sec sn/sec sn/sec dk/min dk/min
180 16,4 6 2.3 3. 15 min/sec 8-10 10 25 28
200 18,2 7 2.6 3.40 min/sec 8-10 10 27 31
225 20,5 8 2.8 4 dk / min 10-12 10 31 35
250 22,7 10 3.0 4.35 min/sec | 10-12 10 34 39
280 25,4 15 3.4 5 dk / min 10-12 10 38 44
315 28,6 18 3.7 5.45 min/sec | 12-16 10 43 49
355 32,2 20 4.1 6.25 min/sec | 12-16 10 48 55
400 36,3 30 4.6 7.15 min/sec | 12-16 10 54 62
450 40,9 35 5.0 8.15 min/sec | 16-20 10 61 70
500 45,4 45 5.2 9 dk / min 16-20 10 68 78
560 50,8 50 5.5 10.10min/sec | 20-25 10 76 87
630 57,2 65 6.0 11.25min/sec | 20-25 10 86 98
710 64,5 85 6.9 13 dk / min 20-25 10 97 110
800 72,6 108 7.8 15 dk / min 25-30 10 109 124
HAZIRLAYAN: ONAYLAN:
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INSTALLATION INSTRUCTIONS FOR

BUTT WELDING

MATERIAL PE 100 SDR 13.6 PN 12.5 Cylinder Area / Silindir Alani: 23,06 cm?
Outer Wall Welding Lip

e | E | Teagnoe | Tbugek | t2 t3 t4 t5 | Topam

Kalinhgi Basinci Yiksekligi

mm mm P1=P5(bar) mm Dk/min/sn/sec sn/sec sn/sec dk/min dk/min
180 13,3 5 1,8 2.40 min/sec 8-10 10 20 23
200 14,7 6 2,0 3 dk / min 8-10 10 22 25
225 16,6 7 2,2 3.20 min/sec 8-10 10 25 29
250 18,4 9 2,3 3.40 min/sec 8-10 10 28 32
280 20,6 10 2,6 4.10 min/sec | 10-12 10 31 35
315 23,2 15 2,8 4.40 min/sec | 10-12 10 35 40
355 26,1 20 3,1 5.15 min/sec | 12-16 10 39 45
400 29,4 25 3,4 6 dk / min 12-16 10 44 50
450 33,1 30 3,8 6.40 min/sec | 12-16 10 50 57
500 36,8 35 4,2 7.25 min/sec | 12-16 10 55 63
560 41,2 45 4,7 8.15 min/sec | 16-20 10 62 70
630 46,3 55 5,5 9 dk / min 16-20 10 69 79
710 52,2 70 5,9 10.25min/sec | 20-25 10 78 89
800 58,8 90 6,5 11.45min/sec | 20-25 10 88 100

MATERIAL PE 100 SDR17 PN 10 Cylinder Area / Silindir Alam: 23,06 cm?
Outer Wall Welding Lip

e | B | kaynae | Tbodek | 2 t3 t4 t5 | Topiam

Kalinhgi Basinci Yiiksekligi

mm mm P1=P5(bar) mm Dk/min/sn/sec sn/sec sn/sec dk/min dk/min
180 10,7 4 1,6 2.10 min/sec 6-8 10 10 19
200 11,9 5 1,7 2.25 min/sec 6-8 10 18 21
225 13,4 6 1,8 2.40 min/sec 8-10 10 20 23
250 14,8 7 2,0 3 dk / min 8-10 10 22 26
280 16,6 10 2,2 3.20 min/sec 8-10 10 25 29
315 18,7 12 2,4 3.45 min/sec 8-10 10 28 32
355 21,1 15 2,6 4.15 min/sec | 10-12 10 32 36
400 23,7 20 2,9 4.45 min/sec | 10-12 10 36 41
450 26,7 25 3,2 5.20 min/sec | 12-16 10 40 46
500 29,7 30 3,5 6 dk / min 12-16 10 45 51
560 33,2 35 3,8 6.40 min/sec | 12-16 10 50 57
630 34,4 45 4,1 7.30 min/sec | 16-20 10 56 64
710 42,1 60 4,7 8.25 min/sec | 16-20 10 63 72
800 47,4 70 5,3 9.30 min/sec | 16-20 10 71 81

HAZIRLAYAN: ONAYLAN:
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BUTT-WELDING PARAMETERS FOR 250-315-400-500 BUTT-WELDING MACHINE

INSTALLATION INSTRUCTIONS FOR

BUTT WELDING

MATERIAL PE 100 SDR9 PN 20 Cylinder Area / Silindir Alam: 14,13 cm?
Outer Wall Welding Lip
e | BT | ek | " Dudek t2 t3 | t4 t5 | Topm
Kalinhigi Basinci Yiksekligi
mm mm P1=P5(bar) mm Dk/min/sn/sec sn/sec sn/sec dk/min dk/min
63 7 1,3 1 1 dk/min 4-6 10 11 13
75 8,4 2 1,3 1.40 min/sec 6-8 10 13 15
90 10,1 3 1,5 2 dk/min 6-8 10 15 18
110 12,3 4 1,7 2.30 min/sec | 8-10 10 18 21
125 14,0 5 1,9 2.50 min/sec | 8-10 10 21 24
140 15,7 7 2,1 3.10 min/sec | 8-10 10 24 27
160 17,9 10 2,3 3.40 min/sec | 8-10 10 27 31
180 20,1 11 2,5 4 dk/min 10-12 10 30 35
200 22,4 15 2,7 4.30 min/sec | 10-12 10 34 38
225 25,2 17 3,0 5 dk/min 10-12 10 38 43
250 27,9 20 3,3 5.35 min/sec | 12-16 10 42 48
280 31,3 25 3,6 6.15 min/sec | 12-16 10 47 54
315 35,2 35 4,0 7 dk/min 12-16 10 53 60
355 39,7 40 4,5 8 dk/min 16-20 10 60 68
400 44,7 55 5,0 9 dk/min 16-20 10 67 76
450 50,3 70 5,5 10 dk/min 20-25 10 75 86
500 55,8 85 6,1 11.10min/sec | 20-25 10 84 95
HAZIRLAYAN: ONAYLAN:
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INSTALLATION INSTRUCTIONS FOR

BUTT WELDING
MATERIAL PE 100 SDR 11 PN 16 Cylinder Area / Silindir Alani: 14,13 cm?
Outer Wall Welding Lip
oacer | E | Teaynae | " Duank” t2 t3 | t4 t5 | Toplam
Kalinhgi Basinci Yiksekligi
mm mm P1=P5(bar) mm Dk/min/sn/sec sn/sec sn/sec dk/min dk/min
63 5,7 1 1 1 dk/min 4-6 10 9 11
75 6,8 2 1,2 1.25min/sec 5-6 10 10 12
90 8,2 3 1,3 1.50min/sec 6-8 10 12 14
110 10,0 4 1,5 2 dk/min 6-8 10 15 17
125 11,4 5 1,6 2.20min/sec 6-8 10 17 20
140 12,7 6 1,8 2.35min/sec 8-10 10 19 22
160 14,6 7 2,0 3 dk/min 8-10 10 22 25
180 16,4 9 2,1 3.15min/sec 8-10 10 25 28
200 18,2 11 2,3 3.40min/sec 8-10 10 27 31
225 20,5 15 2,6 4 dk/min 10-12 10 31 35
250 22,7 18 2,8 4.35min/sec 10-12 10 34 39
280 25,4 22 3,0 5 dk/min 10-12 10 38 44
315 28,6 28 3,4 5.45min/sec 12-16 10 43 49
355 32,2 35 3,7 6.25min/sec 12-16 10 48 55
400 36,3 45 4,1 7.15min/sec 12-16 10 54 62
450 40,9 55 4,6 8. 15min/sec 16-20 10 61 70
500 45,4 70 5,0 9 dk/min 16-20 10 68 78
MATERIAL PE 100 SDR 13,6 PN 12,5 Cylinder Area / Silindir Alam: 14,13 cm?
Outer Wall Welding Lip
oscen | e | Teaynae | " Duank” t2 t3 | t4 t5 | Toplam
Kalinhgi Basinci Yiksekligi
mm mm P1=P5(bar) mm Dk/min/sn/sec sn/sec sn/sec dk/min dk/min
63 4,6 0,9 1 1 dk/min 4-6 10 7 9
75 5,6 1 1,1 1.10 min/sec 5-6 10 8 10
90 6,7 2 1,2 1.20 min/sec 5-6 10 10 12
110 8,1 3 1,3 1.45 min/sec 6-8 10 12 14
125 9,2 4 1,4 1.50 min/sec 6-8 10 14 16
140 10,3 5 1,5 2.5 min/sec 6-8 10 15 18
160 11,8 6 1,7 2.25 min/sec 6-8 10 18 20
180 13,3 8 1,8 2.40 min/sec | 8-10 10 20 23
200 14,7 9 2,0 3 dk/min 8-10 10 22 25
225 16,6 12 2,2 3.20 min/sec | 8-10 10 25 29
250 18,4 15 2,3 3.40 min/sec | 8-10 10 28 32
280 20,6 18 2,6 4.10 min/sec | 10-12 10 31 35
315 23,2 23 2,8 4.40 min/sec | 10-12 10 35 40
355 26,1 30 3,1 5.15 min/sec | 12-16 10 39 45
400 29,4 35 3,4 6 dk/min 12-16 10 44 50
450 33,1 45 3,8 6.40 min/sec | 12-16 10 50 57
500 36,8 60 4,2 7.25 min/sec | 12-16 10 55 63
HAZIRLAYAN: ONAYLAN:
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INSTALLATION INSTRUCTIONS FOR

BUTT WELDING
MATERIAL PE 100 SDR 17 PN 10 Cylinder Area / Silindir Alam: 14,13 cm?
Outer Wall Welding Lip
e | | kaynak | Dudak t2 t3 | t4 t5 | ropiam
Kalinhgi Basinci Yiiksekligi
mm mm P1=P5(bar) mm Dk/min/sn/sec sn/sec sn/sec dk/min dk/min
63 4,6 0,9 1 1 dk/min 4-6 10 7 9
75 5,6 1 1,1 1.10 min/sec 5-6 10 8 10
90 6,7 2 1,2 1.20 min/sec 5-6 10 10 12
110 8,1 3 1,3 1.45 min/sec 6-8 10 12 14
125 9,2 4 1,4 1.50 min/sec 6-8 10 14 16
140 10,3 5 1,5 2.5 min/sec 6-8 10 15 18
160 11,8 6 1,7 2.25 min/sec 6-8 10 18 20
180 13,3 8 1,8 2.40 min/sec | 8-10 10 20 23
200 14,7 9 2,0 3 dk/min 8-10 10 22 25
225 16,6 12 2,2 3.20 min/sec | 8-10 10 25 29
250 18,4 15 2,3 3.40 min/sec | 8-10 10 28 32
280 20,6 18 2,6 4.10 min/sec | 10-12 10 31 35
315 23,2 23 2,8 4.40 min/sec | 10-12 10 35 40
355 26,1 30 3,1 5.15 min/sec | 12-16 10 39 45
400 29,4 35 3,4 6 dk/min 12-16 10 44 50
450 33,1 45 3,8 6.40 min/sec | 12-16 10 50 57
500 36,8 60 4,2 7.25 min/sec | 12-16 10 55 63
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