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EF TAPPING TEE MONTAGE INSTRUCTION

EF SERVIS TE MONTAJ TALIMATLARI

1. Kaynak alaninin boru iizerinde isaretlenmesi

1. Marking of Fusion Zone and

ve oksitli yiizeyin temizlenmesi:
Kaynak Alani: Taping Te'lerde kaynak alani, taping

tenin Ust kisminda tel sarginin bulundugu alandir. Boru
ylzeyindeki oksitli tabakayr kazimadan oOnce kaynak

alanini boru tzerine isaretleyin (Fig. 1)

Scraping of Fusion Zone:

Different from the couplers, in Tapping Fittings, Fusion Zone

is the area where the resistance wires exists and which is
located to the upper side of the fitting Before scraping, fusion

zone must be marked with a marker on the pipe (Fig.1)

(Fig. 1)

Daha sonra bir kaziyici ile oksitli tabakayr boru Gzerinden
tamamen kaziyin (Fig.2]. Oksitli tabakanin tamamen

kazinmamasi baglantida sizintilar olusmasina yol acabilir.

Kazima islemi kaynak isleminin hemen &ncesinde
yapilmalidir.

Dikkat
Oksitli tabakanin tamamen ortadan kalkmasi icin

borunun dzerindeki isaret silinecek ve talas olusacak
kadar kazinmasi gerekmektedir. Kazinmis yiizey toz, kir
ve istenmeyen hava sartlarina karsi korunmatlidir.

2. Temizleme: Kaynak yapilacak boru ve fitingin

ylzeyleri temiz olmali, ylzey Uzerinde yag, kir, vs.

olmamalidir.
Kaynak islemine baslamadan dnce, fitingin i¢, borunun dis
ylzeyini uygun bir temizleme maddesi ile temizleyin.

Temizleme maddesi olarak izopropil alkol kullanilabilir
[Alkol %96'dan  az

Temizleme maddesini beyaz ve emici 6zellige sahip bir

icerigi hacimce olmamalidir).
kagit veya parcacik birakmayan bir bez Uzerine dokerek
kullanin. (Fig.3)

(Fig. 2)

In order to remove the oxide layer, scrape carefully the
whole circumference of the fusion zone using a hand scraper
(Fig.2).

This scraping operation must be carried out just before

Jointing.

! Attention

In order to remove the oxide layer completely, the pipe must
be scraped so that shavings are formed and marking line
is removed. This operation ensures removal of oxide layer,
which may cause unsuitability for the jointing. The prepared
surface must be protected against unfavorable weather

conditions.

2. Degreasing of the Fusion Zone: The prepared

pipe and internal face of fitting must be degreased with a

suitable cleaning agent and a white absorbent and nonfibrous
cloth. (Fig.3)
As a cleaning agent, isopropyl alcohol can be used. (The

alcohol content mustn't be less than 96% by volume).
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(Fig. 3)

Dikkat

Temizlenmis ylzeyleri kirden ve istenmeyen hava
sartlarindan uzak tutmaya 6zen gésterin.

3. Birlestirme: Fitingi hazirlanan borunun Gzerine
dogru pozisyonda yerlestirin ve dort vidayr sirasiyla bir
tornavida yardimiyla sikin. (Fig.4)

! Attention

Degreased surfaces must be protected against dirt or

unfavorable weather conditions.

3. Attaching Tapping Tees: After correct positioning is
done on the prepared pipe, fitting is closed and fully tighten

four screws uniformly by using a suitable screwdriver (Fig.4]

(Fig. 4)

371

=
<]
~
=
23
S
==




=z
<]
~
=
F
S5
==

d1e6a

INSTALLATION

MONTAJ

4. Kaynak

isleminin yapilmasi:

talimatlari adim adim izlenmis ve her hangi bir problem

Montaj

yok ise kaynak islemi universal bir EF kaynak makinasi
kullanilarak yapilabili. Bunun icin, kaynak bilgilerinin
manuel olarak veya barkod okuyucu yardimiyla kaynak

makinasina girilmesi gerekmektedir. (Fig.5)

4. Fusion: Provided that the information given in the

operating instructions are followed step by step and there
is no problem, the fusion process can be started after fusion
data of the tapping fittings is set to the fusion control unit by

manually or by means of bar-code reader (Fig.5).

Dikkat

Universal bir kaynak makinasi kullanin. Kaynak
islemi esnasinda her hangi bir hata olusur ise eriyen
PE malzeme etrafa sicrayabilin Bu nedenle glvenlik
acisindan, kaynak islemi esnasinda en az 1 m uzakta
durmaya dikkat edin.

Taping Te bransmanini delmeden once soguma stireleri
beklenmelidir. Soguma sireleri Taping Te Uzerindeki

barkod etiketlerinde mevcuttur.

5. Ana_ boruyu delmeden kaynagin test

Attention

Please use an universal welding machine. If any error
occurs during the welding operation, the melt PE material
can slosh into the operation area. Because of this reason,
please be careful about standing at least 1 meter far away
from the welding area.

The cooling times must be waited before the drilling of the
branch ducts of Tapping Tee. The cooling times are shown

on the barcode labels those are attached on Tapping Tee.

5. Testing the fusion of tapping tee before

edilmesi:

kaynaginin

Ana boru delinmeden 0Once servis te

kontrolt yapilmalidir. Bunun icin servis

hattinin baglanmasi gerekir (Fig. 6]

Test diizeneginin baglanti parcasini servis borusu ucuna

baglayin (Fig. 7)

drilling main pipe: It is recommended to test fusion

area before drilling the main pipe. Before doing this,

service line should be connected to tapping tee (Fig. 6)

(Fig. 6)

Connect the test plug and service pipe Fig. 7)
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(Fig. 7)

Test basinci uygulayin ve kaynakta sizdirma olup Apply test pressure and ensure that there is no leakage.
olmadigini kontrol edin. (Fig. 8) Fig. 8

(Fig. 8)

6. Bransmanin delinmesi: 6. Carrying out the tapping operation:

Kaynak islemi tamamlandiktan ve soduma siresi The cap on the tapping fitting is first unscrewed and put

beklendikten sonra bransman kapagini cikartin ve  somewhere it cannot become soiled. After that, by means
dikkatli bir sekilde kirlenmeyecek bir yere koyun. Daha  of a suitable hexagon wrench, the integral cutter is screwed
sonra alyan anahtari yardimiyla bransman icindeki deliciyi ~ down. [Fig. 9]

cevirmeye baslayin. Delme islemi tamamlandiktan sonra

deliciyi yukari cekerek ilk pozisyonuna getirin. Daha sonra

kapagi sikica kapatin. (Fig. 9)
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