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ElectroFusion
Installation Manual

It is important to read and understand all instructions before performing an
ElectroFusion installation. Installations should be performed only by personnel
that have been trained, qualified and certified for ElectroFusion welding.

The following Installation manual was written to give general introduction of
the methods and tools used with Plasson's ElectroFusion fittings. All technical
data, methods and techniques contained herein are given as broad and general
information and should not be relied upon for specific applications. All data is
given and accepted at user's risk and confirmation of its validity and stability
in particular cases should be obtained independently. Plasson Ltd. makes no
guarantee of results and assumes no obligation or liability in connection with the
data contained herein.
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General

Plasson fittings are specifically designed for reliable, high performance pipe
joining and long system life.

All Plasson products combine to form the latest state-of-the-art high
performance pipe joining solution using high quality PE100 grades as the raw
material. Plasson ElectroFusion fittings are part of a complete ElectroFusion
smart system. The entire ElectroFusion process is executed and fully monitored
by the computerized control box. Everything is computer-controlled ensuring
safe, dependable connections. Plasson ElectroFusion fittings can be used with
Plasson’s computerized smart system control box or with standard barcode
systems. Each Plasson ElectroFusion fitting comes complete with a barcode
which contains a welding barcode, traceability barcode and further information
such as the weld time, cool time et.

The line includes ElectroFusion fittings, tooling and control boxes.

Only authorized personnel are to perform ElectroFusion welds.

The following instructions are general guidelines and are not intended to replace
the required practice as given by an authorized person.

The installation of the EF Fittings may have rules, regulations and requirements
including those of the local installation company.

It is the installer’s sole responsibility to inquire as to the existence of such rules,
regulations and requirements and to implement them fully.



The advantages of Polyethylene

e Flexibility:
Polyethylene offers much more flexibility than the alternatives (metal, PVC,
ABS, etc...). This means easier installation and the ability to use a trenchless
technology for minimal environmental and public disruption.

¢ Long service life:
The service life of fittings made of high density Polyethylene is estimated
service life to be minimum 50 years.

e Chemical resistance:
Polyethylene is highly resistant to most chemicals.

¢ Corrosion resistance:
Unlike traditional metal products, Polyethylene does not rust, rot or corrode.

e Light weighted:
Polyethylene has much lower weight than metal or concrete alternatives. This
means easier handling and installation.

e Eco friendly:
Polyethylene is known for its minimal impact on the environment.

¢ Impact resistance:
Polyethylene exhibits an excellent impact resistance, even at low temperatures.

e Smooth surface:
The smooth surface of the Polyethylene results in no deposits and low abrasion
of the surface compared to alternative pipe and materials.

¢ Weathering:
The Polyethylene used contains stabilizer pack which includes amongst other
materials carbon black for long term UV protection.

* Fusiblity:
Polyethylene presents an excellent fusing ability. This feature is what makes
Polyethylene the perfect material for welding connections.
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Fitting Storage & Handling

Fittings are packed in a protective plastic covering and should remain packed
until ready for use. This plastic covering can be used to handle the fitting during
installation in order to prevent contamination.

Fittings are to be stored in a warehouse in which the temperature should not
exceed 50°C.

Never store fittings in direct sunlight. Plasson Black EF fittings contain a carbon
black additive in order to protect from UV effects, however, unsuitable storage can
adversely affect the fitting performance.

Before starting the installation process always check that the fitting has not been
physically damaged during storage or handling.

If in doubt we recommend evaluation of the fittings by performing sample destructive
test - this will enable to determine if surface degradation has occurred.



Installation Practice

Equipment check list

Using proper and dedicated tooling is essential for the success of the EF welding.
It is always recommended to check that all required equipment is available prior
to beginning the welding procedure.

Make sure all equipment that requires calibration is calibrated.

Equipment may vary to some extent depending on the product welded or the
diameters dealt with, but should include the following:

Pipe preparation

¢ Means of measuring the pipe (Pi tape, meter, etc)

e Pipe cutting equipment

e Marking pencil or pen

e Scraping tools

¢ Cleaning material, ensure wipes are saturated with alcohol (have not dried out)
¢ Re-rounding tools

¢ Pipe clamping tools

Fusion equipment

¢ Power generator
The generator should be appropriate for the job and capable of supplying
the required power.

e ElectroFusion control box with correct leads, barcode reader (not on manual
boxes) and sufficient output power.
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Pipe Compatibility

Plasson Fittings are weldable to PE8O, PE100 and PE-Xa pipes.

Check that the pipe SDR is compatible with the Plasson fittings.

For pipe SDR compatibility refer to Plasson literature or contact your local
Plasson representative.

Suitable pipes PE80, PE100, PEX (most fittings)*

Plasson’s ElectroFusion Fittings:
¢ Up to 75mm (inclusive) are Weldable to Pipes SDR < 11

¢ Elbows and Tees of main diameter 40mm-75mm < 17
* 90mm & Up are Weldable to Pipes SDR < 17
e 63-75mm Tapping Saddles and Valves are suitable for SDR11

Note: for tapping SDR < 11 pipes (size 63 and up), please consult your Plasson
representative

*Please consult your Plasson representative

LightFit:
e 90mm are Weldable to Pipes SDR < 26
e 1170mm - 800mm are Weldable to Pipes SDR < 33

Wastewater Saddle:
e 200 mm & Up are Weldable to Pipes SDR < 26

Wastewater Adjustable Elbow:
e 160 mm is Weldable to Pipes SDR < 17

Measure the pipe external diameter toward the pipe end using a Pi tape.

The pipe external diameter must be within the tolerances defined in International
standards such as ISO 4437-2, AS/NZS 4130, EN 1555-2 and EN 12201-2, see
guideline table on next page.



Pipe Diameter

16,0 16,3
20,0 20,3
25,0 25,3
32,0 32,3
40,0 40,4
50,0 50,4
63,0 63,4
75,0 75,5
90,0 90,6
110,0 110,7
125,0 125,8
140,0 140,9
160,0 161,0
180,0 181,1
200,0 201,2
225,0 226,4
250,0 251,5
280,0 281,7
315,0 316,9
355,0 357,2
400,0 402,4
450,0 452,7
500,0 503,0
560,0 563,4
630,0 633,8
710,0 716,4
800,0 807,2

Check the pipe outer diameter at a distance equal to 5% of the pipe outer
diameter from the pipe end using a Pi tape. If the outer diameter is smaller than
the standard definition (this can occur due to pipe reversion or necking) cut back
the measured section of the pipe and re-measure as described above.
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Pipe Preparation

Pipe preparation is the basis of the ElectroFusion process.

Regardless of the fitting manufacturer, fittings will not perform to their full ability
if the preparation has not been performed in a proper manner as instructed by
the manufacturer.

The pipe preparation includes few simple yet important steps
described below:

Cutting of the pipe:

The pipe ends must be cut square and even.

Cutting the pipe square is extremely important.

Failure to cut the pipe square may leave the heating wire uncovered. This can
lead to short circuit, overheating, uncontrolled melting and even sudden ignition.
Remove any burrs or shavings from the pipe ends.

Various approved pipe cutting tools

1. Rotational pipe cutter
2. Pipe cutter

3. Rotational pipe cutter (S-type)




Marking and scraping:

In order to achieve a good weld the outer oxidized surface of the pipe must first
be removed. Mechanical peeling tools are strongly preferred, as they achieve a
consistent pipe surface preparation. Hand scraping is less recommended due to
inconsistent peel strip removal and is known to be time consuming and onerous
to adequately prepare a complete pipe end, particularly for larger diameter pipes.

Clean pipe ends on the outside with Plasson Pipe wipes to remove any rough dirt
that might damage the tools used.

Mark the required scraping length

Before scraping the pipe, measure the insertion depth of the fitting. With the
fittings still in the bag, place alongside the pipe end and put a witness mark on
the pipe at half the fitting length plus about 2cm to enable visual checking of
the scraped area after jointing.

Scrape pipe and spigot ends on fittings up to measurement mark to remove all
oxidation and contaminants. Use Plasson rotational scraper.

Measure the insertion depth

1. Measurement of pipe insertion

2. Mark half the fitting length +1”
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Hand scraper

When using hand scrapers - perform long even scrapes starting from outside the
marked areas to avoid “cratering” in the fusion zone of the fitting until all marks
are removed.

Rotational scraper

One scraping pass is to be carried out in order to remove approx. 0.2 to 0.3
mm of the outer pipe surface. If the pipe diameter is still too large, additional
scraping may be performed in order to facilitate insertion, as long as the average
pipe diameter is kept above minimum. Do not use metal files or sand paper for
outer layer removal, these are not dedicated scraping tools and might adversely
affect the weld performance.

Wipe the prepared pipe surface only with a recommended alcohol wipe to
remove any dust residue and other contaminants. For larger diameter pipes use
multiple alcohol wipes.

Cleaning of the prepared surface is a critical step and one that has the potential
to introduce contaminates if not done correctly - remember this is the surface
that is about to be welded and the presence of contaminants will result in a
poorly welded joint. To avoid contamination, ONLY wipe the peeled fusion zone
area. Clean with Plasson pipe wipes and allow to fully dry before proceeding.
Important, do not touch the scraped area with bare hands after scraping
and cleaning!

Rotational Scraper / Hand scraper

1. Rotational scraper
2. Hand scraper

3. Do not touch the scraped area with
bare hands after scraping and cleaning




Pipe re-rounding:
ElectroFusion fittings are designed to work on a round pipe.

PE pipes, being manufactured from a flexible material, have the tendency to
become out of round due to various reasons.

Such reason may include the following examples:

e Manufacturer:
Process conditions will affect the pipe roundness.
The pipe manufacturer is obliged to check this parameter, but this should be
confirmed by the installer in the field.

e Pipe coiling:
A coiled pipe left in coil shape for a long period of time will become oval due
to the bending forces applied onto it.

¢ Storage conditions:
Pipes are often stacked on top of one other during storage.
Such stacking will result in the pipes on the lower part of the stack becoming
out of round due to the mass applied on them.

e Time:
PE pipes have residual stresses induced into them during the manufacturing
process. As function of time, these stresses will “relax” and pipes may
loose their initial dimensions.

« Installed pipe:
Pipes that have already spent time under ground might loose roundness due
to the ground loads, ground movement and internal pressure

In order for the EF process to work properly, it is essential that the pipe is as
round as possible.

The success of the EF process is based among other things on the ability of the
fitting to close the gap between the fitting and the pipe and building up an even
interfacial pressure for the fusion to take place.
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It is extremely important to
re-round the pipe prior to /
the welding process.

In order to do so, measure

the pipe diameter with a tape
measure, find the maximum and
minimum diameter points and
calculate the difference between
these diameters.

Pipe ovality (out of round) = d1-d2 _\
d1=max OD of pipe d2=min OD of pipe

Do not perform an ElectroFusion weld if the pipe does not meet the criteria
defined below at the section where the EF fitting is to be welded. Use a pipe
re-rounder if necessary to correct pipe ovality.

For pipe DN < 315
d1 -d2 < 1.5% DN or <3 mm (whichever is the smallest value.)

For pipe DN = 315
d1-d2 < 1% DN or < 5 mm (whichever is the smallest value.)



Clamping and alignment (fitting restraint):
Pipe movement during welding and cooling cycles might occur as well as sources of

stress and strain that can be applied on the pipe/fitting assembly. Such phenomena
might adversely affect the welding process and must therefore be eliminated.

All ElectroFusion socket fittings (regardless of the manufacturer) must be
clamped to the pipes in order to restrain such movement/forces which may
affect the welding result.

The use of clamps that will keep the assembly stationary during the weld and
cool cycles will help ensure good weld integrity.

Mark the insertion depth on the clean scraped pipe. Ensure that the mark on
the pipe reaches the fitting edge when pipe is inserted.

It is very important to make sure that the pipes are in place prior to tightening
the clamps.

Example of clamping and alignment device

1. Misaligned pipes

2. Example of clamping and alignment device

1.
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ElectroFusion Welding

Once all required tooling and parts are ready following the previously described
actions we are ready to begin with the welding process.

Before starting the actual weld, there are a few steps that should be followed:

¢ Make sure that the power generator fuel tank is full in order to eliminate the
chance of the welding process stopping prematurely (before the required
weld time has been completed). This step is most important with large
diameter fittings where the weld times may be much longer than in
small fittings.

e Start up the power generator and wait until the voltage output is stable -
we do not want to start work with unstable power input into the controller.

¢ Once the voltage is stable connect the control box to the power generator.

e Connect the terminals to the fitting.

Full assembly ready for welding




Fitting data input

When using Plasson ElectroFusion fittings there are three possible
methods for weld data transfer to the control box:

Plasson Smartfuse® system
relevant only to couplers in diameters 16mm up to 355mm.

What is the Plasson SmartFuse system?

« Self recognition system
Automated recognition system that enables the compatible fusion controller
to simply identify the welding time of the fitting. By connecting the red
fusion cable from the Plasson control box to the Smart Pin, the identification
process starts.

Smartfuse® terminal pin

No further inputs or settings are necessary! Confirm that the weld time
shown on the controller screen is identical to the weld time printed on the
barcode label placed onto the product and just press the START button.
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e Temperature
No need for temperature compensation - single welding time regardless of

environmental conditions

Correct Fusion (U=40V)

Welding energy is “corrected™ by the
temperature dependency of the heating
wire resistance

{as function of the metal temperature
coefficient)

T

=20

Current

Time (Sec.)

¢ Dynamic monitoring
Avoid undetected short circuit which may be caused by damage to controller

cables or uncontrolled movement of the fitting coils due to melt out.

Standard Static Monitenng ]

Error mesazgs .Shortaircui:

e

martF use Dynamic Menitering

Current [A]

Time [s]
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Product welding barcode

All Plasson ElectroFusion fittings are equipped with a welding barcode label.

Product Welding Barcode Data

Welding barcode Batch number

"|""°3 T 8:220381
i l COJP'ER 50.5C Product name
II|II I |I|II||‘, Il IIII I e

Traceability barcode Welding data

This welding label can be read by the barcode pen or barcode scanner attached to
the welding control box.

Scan the label from left edge to right or visa versa without stopping.

Make sure that the weld and cool time appearing on the controller screen are
identical to that appearing on the barcode.

If data is identical you are now ready to start the weld process by pressing the
START button on the controller.

If problems are encountered trying to read the barcode check the following:

- Make sure that the controller is ready to accept the welding data.
If uncertain, press red "stop" botton to reset.

- Make sure that the barcode pen is held at an angle to the label and
that the reading starts from the white area on one side and ends on the
opposite side of the label.

- If a problem still exists check if the light on the tip of the pen is lit - if not,
check cable connection to controller is properly connected.

- Check that the pen tip is clean, dry and free of dirt.

Scan Barcode Data

21
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Manual data input:

Manual input should only be used if the other means described are not
available. Manual input is prone to human error and therefore should be done
with great care.

Enter into the controller the welding time and weld voltage as written on the
barcode label. Recheck the data on the control box screen by comparing to that
on the barcode label.

Post weld inspection

Once the controller has stopped the weld cycle there are a few things
that should be checked by the welder.

Controller:
Check that the actual weld time is the full weld time defined for the product and
that no error message is showing on the controller screen.

Product:

Check that the rising pin/pins (melt indicator) on the product have risen.
The rising of the Melt Indicator pin is dependent on many factors, such as the
geometry of the rising pin, the gap between the pipe and the fitting, pipe out-
of-roundness, the ambient temperature and others. The Melt Indicator indicates
only if a weld has been performed (or not).

The melt indicator does not give any indication of the quality of the weld or if
the full weld cycle has been completed. Any rising of the Melt Indicator pin, even
a small one, indicates that a weld has been performed.

The indicators are used to highlight if a more detailed inspection of the joint is required.

Sample of raised melt indicator after welding

22



In the event that the pin does not rise, the supervisor or operator must
investigate the following to determine if the joint is satisfactory by
confirming all the following features are within specification:

¢ Dimensional check and compliance of the pipe or spigot OD and ovality.

¢ The pipe dimension within the fusion zone should be compliant with the
standard definitions.

e That the input power supply to the ElectroFusion control unit is stable
without disruption, and no error messages are reported on the display panel.

¢ That the heat fusion parameters are correct.

¢ The pipe to fitting alignment is correct with no visible plastic extruded out
from the fitting.

It is possible that a good weld has been performed even if the Ml did not rise. If
the parameters above have been checked and no problem could be detected the
weld need not be rejected.

Cooling time

The defined cooling time mentioned on the product barcode is an integral part
of the ElectroFusion process and should be adhered to - it is a critical part of the
welding process, and is often overlooked and misunderstood.

In order to help understand the importance of this stage we shall look at
the full fusion cycle and follow its phases:

The Polyethylene on the fitting side begins to melt and its volume increases.
The melt begins to flow and fill the gap between the fitting and the pipe, and
once the pipe surface comes in contact with the hot flowing melt it starts to
melt as well and a “melt pool” starts to build up between fitting and pipe as the
current continues to be applied.

23
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As the material continues to expand in volume the pressures in the interface
zone builds up, and material from the pipe and fitting intermingle.

Once the current is stopped, the cooling process begins and the material will
start to re-solidify. Given sufficient time, the melt will solidify and the melt pool
will cool down in a way that the material will regain its flexibility and strength as
they were prior to welding.

Any handling, stresses or movement of the assembled pipe and/or fitting during
the welding time or the cooling time may result in a reduced joint performance.
Only after completion of the cooling time mentioned on the fitting can the
clamping tools and all other surrounding equipment may be dismantled.
For pressure testing, we recommend waiting a time equivalent to 4 X cool time
mentioned on the barcode label before applying full test pressure.

24
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EF Installation Instructions
Socket fittings

‘lee),“ :

Clean pipe and cut ends squarely Stab pipe completely into fitting

Mark stab depth on pipe Align and clamp pipe

Scrape pipe Fuse the joint
& @m@ -
=al r .
=i
pa veme e

Clean with suitable degreasing agent Do not disturb joint during cooling time

Cosl __ =i
(LT
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Installation Highlights

Large diameter couplers (=450 mm)

Re-rounding

Even small amounts of ovalilty in large pipe will result in large gaps between
the pipe and the fitting. It is critical that pipe is correctly re-rounded prior to
attempting assembly and welding of the fitting.

Plasson has developed a specialised tool to assist this process.

Re-rounding Tools

Hydraulic tool Mechanical tool

Scraping

Correct scraping is critical - as with all EF.

Rotational scrapers are available from Plasson for all fitting diameters.

Hand scraping is not recommended on large bore due to the difficulty in ensuring
a complete even scrape.

Plasson scrapers for large diameter pipes

-—'_"_—:! ® ze
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Suitable control boxes and generators

Large diameter fittings require heavy-duty controllers and generators to supply
the necessary power. This heavy load necessitates cooling of the transformer
between welding cycles.

In response to this common problem, Plasson has developed a new controller,
PolyControl Plus, with integral cooling and novel power transformer technology
to reduce cycle time to a minimum.

The recommended controllers are:

Plasson Polymatic or Polymatic Plus

1. Plasson Polymatic

2. Plasson Polycontrol plus

Plasson polymatic or polymatic plus Plasson Polycontrol Plus

e Allows at least 2 successive welding e Allows at least 4 successive welding

cycles without pause. cycles without pause.

¢ Efficient in hot and cold weather e Efficient in hot and cold weather

e Requires 40 minutes cooling after e Requires only 10 minutes cooling
3,500 seconds of welding after 7,000 seconds of welding

e Generator: single phase e Generator: single phase
220V, 5.5 kVa - minimum 16A 220V, 4.5 kVa - minimum 16A

27
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Clamps
Clamps are required to ensure alignment and to prevent movement during
welding and during the period between welding the second side of the coupler

Clamps during welding

The fabric straps on the large couplers are not designed for use as lifting
devices and should not be loosened or removed before, during or after welding.
The straps will become loose after the cooling cycle is completed - this is a result
of the coupler shrinkage and is no reason for concern.

Fabric Straps

Important notice

All ' welding electrical equipment should be checked to ensure it is in good
operating condition due to the long weld times in large bore fittings.

Damaged leads, loose terminal tips, poor connections could result in over
heating or electrical faults/over heating during welding.

Warning

28



EF Installation Instructions

ElectroFusion procedure - all saddles

Welding instructions for all Plasson Assemble saddle on scraped pipe and
ElectroFusion saddles. tighten nuts and bolts crosswise.

Clean pipe then draw saddle boundaries Tighten until upper and lower saddle
on pipe. parts are mated (zero gap).

Add marks on pipe inside boundaries and  Fuse fitting.
scrape pipe fully inside perimeter.

san T
11 papelMe lija
Ppap) verre

Degrease saddle surface and scraped Allow to cool. Cool additional 30 minutes
pipe with appropriate cleaning agent. prior to tapping and pressure testing.

29
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EF Installation Instructions
Tapping instructions for Tapping Saddle

1. Push down on sleeve to ensure correct starting position.

2. Tap pipe by turning wrench clockwise to lowermost position of the sleeve.

3. Unscrew to uppermost position (resistance increases significantly).
Then add ¥ turn, not more, to tighten firmly for good seal.
Remove sleeve, then screw on cap and tighten firmly.

30



EF Installation Instructions

Flex Restraint

.

i

Clean the Pipe Mark product
boundaries on the pipe, draw lines
within marked area.

Scrape marked area, ensure all lines
are fully removed.

Clean restraint & scraped pipe surface
with appropriate cleaning agent.

®

Clamp the Flex Restraint by using a 1%"
(or larger) ratchet tie down strap. Multiple
restraints may be clamped together.

Make sure flex restraints are in full
contact with the pipe surface. Air
gap is not allowed.

Connect to controller and weld flex

restraint.

Welding Parameters

Ambient temp [Manual input
. Time Voltage
F © (e (V)

14t020 (-)10to(-)6 330 40

211030 ()5to(-)1 315 40
31to 50 0to9 300 40
51t080 10to 26 270 40
81t0 113 27to45 250 40

Scan barcode for automatic input.
If manual input is required, use data table above.

8 (] >

Allow to cool for the indicated ' weia s4gseciée
cool time before removing ook Xxmin
clamping strap. Wait additional

4xcool time before applying full load.




=1 PLASSON'

EF Installation Instructions

Large Diameter Saddles

* Install only with Plasson dedicated clamping tool for large saddles.

Scrape and clean the pipe. Scrape
twice if manual scraper is used.
then locate the saddle on the pipe

Fit the jig ring on the spigot; place
in the appropriate direction pending
on the spigot diameter used
(90mm, 110mm, 125mm or 160mm)

IMPORTANT NOTICE:

2

Place the appropriate tighening plate
accorrding to saddle type and size
over saddle outlet.

Shift the ratchet to its "“loose”
position, and attach to the hooks.
both pulling devices should be
placed in the same direction.

The enclosed instructions should be regarded only as a reminder for

qualified welders.

32
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(|l x

after cooling time has elapsed.
I

B.5 280-400X125

N
=
Weld: 440 sec/40]
IRR Cool: XX min
Wait 4 x cooling time, then test weld

integrity at 1.25x working pressure.

Tighten the strap first by hand and
then using the ratchets untill the

gap in the Tension Force Indicator ‘ .
(TFI) is closed. Drill the pipe.

SAFETY:

Follow all the saftey and operating instructions provided by the tool,
drill and the cup saw manufacturers.

33
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Pressure Test Device

For Plasson Large Bore Saddles

The large bore saddles are equipped with a special port to enable testing the
integrity of the welding by applying water pressure prior to the cutting of the
coupon.

The water pressure is applied between the pipe surface and a temporary integral
blanking plug at the saddle, through a PE tube welded to the saddle.

The pressure line is connected to the tube by compression fitting for plastic pipe.

We recommend the use of a push-fit, quick release fitting - usually in use for
pneumatic systems.

For pressure source - we recommend the use of a standard pump for pressure
testing of plumbing systems. The max test pressure is 1.25 x working pressure.

Pressure Test

1. Test port located within outlet "I
M =

4 oyt

2. Pump connected to pressure port

3. Test pressure applied

34



Incorrect EF Jointing

The ElectroFusion system has over the years proved to be an extremely reliable
jointing system, however, failures do emerge from time to time.

In the vast majority of failures the root cause is due to problems resulting from
incorrect installation.

The most common failures are associated with poor surface preparation
-"contamination failures”.

Make up of typical ElectroFusion failures
e Contamination - poor preparation: 80%
e Geometry - pipe not cut square etc. 10%
¢ Movement - pipe not clamped: 10%

Contamination failures

Contamination failures result in incomplete jointing due to an oxidized or dirty
layer acting as barrier and preventing the plastic of the fitting fusing with the
plastic of the pipe.

Common causes of contamination:
¢ Poor scraping due to uncompleted hand scraping or blunt mechanical scraper
e Dirt

e Mud

e Dust

® Grease

e QOils (two stroke oil etc)

e Moisture

¢ Hands (body grease, sunscreen,...)

e Solvents

¢ Unsuitable Wiping Fluids

e Unclean or unsuitable Rags

35
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Alignment errors

Pipe not cut square

Short Stub

Short stub: can result from Improper  Pipe not cut square.
insertion of the pipe or movement
during weld due to incorrect clamping.

Pipe movement during weld cycle: Excessive gap: excessive gap
due to external forces or forces between pipe and fitting due to pipe
induced by the welding process, when  out of roundness, undersized pipe or
the pipes are not clamped properly. over scraping of pipe surface.

Movement during weld cycle

36



Product BRT

(Batch release test) - sample of report

The following report is a typical BRT report available online for each and every
production batch produced in Plasson and includes the results of all tests
performed to ensure batch to batch quality is maintained.

BRT is not an ASTM demand but is required by other international standard to
which Plasson products are tested and approved.

RIOR FROCUCTS PRCCCURES. EDATID O D A T Rl T | Jiespian
EFF LS8 EDITION NUSSDE B - FACE 1 OF 1 .
B3 PLASSON
Inspection Certificate
According to EN 10204 - 3.1
Produsct + Dimenshens
ICOUPLER 180 -180
(Canalag M. E:umuam M. 215695
(Aasambly Date (we-yy) -10 Parded  11-53.10
[Reaws Material S108 BLACK Makesial Batch Fo(m 19102
FINATHENE PE-100
[Test name [Standard [candstians [Requirement [Resuits
A[RAW MATERIAL _
| Mt Fiow Rate 150 1133 rFFl 180Tk 224-0.336 0,274 g/10min
Omin
g_rm M ES0 1183 lﬁ'\: 94590968 10,955 glem?
3_%:.“ Inductien 11357-8 Iemt‘: 20 min pass = 20 min
[B[FITTING
1 [BO°C Stress Crack rwmr [so:: 11bar [1esn ]1?011
2 Check 150 3126 atT Em in appecwal
13
[Fressure beats and fests to walded lﬂ““hhh’l‘tlﬂt

St results ApPEANng in this Canificate have been Gk frem mﬂmlm of ftings produced from tha sams batch of
Ehis dalfvery.

230672013 This centificats has Baan printed wiing & ath Sroceising unit, ind tharefery i not sigaed.

{Andrey Rearik - Quality Mansger
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Technical Specifications
for Plasson ElectroFusion Fittings

Fittings material

All Plasson ElectroFusion fittings are produced from material class PE100 which
conform to international standards for potable water and natural or suitable
manufactured gas systems.

Production from PE80, available upon request.

Pressure rating

All Plasson ElectroFusion Fittings are rated:
e PN 16 (Water)

e GAS PE100 SDR11

Lightfit are rated:
e PN10 (Water)

Note: for further details, see the notations on each fitting or consult your
Plasson representative

Fusion parameters

Fusion time and cooling time are clearly marked on the barcode label of each and
every fitting. In addition, they may be obtained using a barcode reader. Couplings
of diameter < 355mm and wastewater saddles have a red colored self-recognition
terminal pin that communicates fusion time automatically to Plasson Controllers
(the Smart-System solution) when the terminals are connected according to
instructions.

All Plasson's fittings may be welded successfully at ambient temperatures from
-10 to 45°C. For more details please contact your Plasson representative.

Standards

Plasson ElectroFusion fittings are designed, tested and quality controlled
according to Plasson’s internal standards.

These standards are based on the following international standards:

ISO 8085

EN 1555

EN 12201

NF 136

AS/NZS 4129

WIS 4-32-14

WIS 4-32-15



Quality

Plasson has incorporated a quality assurance system in accordance with I1SO
9001. Operating approval according to I1SO 9001 was granted to Plasson by
the Israel Standards Institute. The ISO 9001 quality assurance system imposes
stringent standards of control throughout the manufacturing processes.

Marking

Plasson’s EF fittings are marked with the following information:

Manufacturer's Name Plasson

Pipe's nominal diameter e.g. d90

Design application for gas e.g. Gas PE100 SDR11
Design application for water e.g. Water PN16
Suitable pipes e.g. SDR7.4-11
Production date* e.g. 10313

*Production date digits description:
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Traceability barcode is marked on the barcode label according to ISO 12176-4:

1 Quantity on dimension in fitting (1 or 2)
2
3 Code for Plasson
4
5 o
g Fitting type (coded)
7
8 Dimension — in mm or coded for two dimensions
9
10
11
12
= Batch number
14
15
16 L
= Production site / department
18 SDR of the fitting
19
20 .
Raw material type
21
22
23 virgin raw material
24 PE type

25 MFR of the raw material
26 Control digit (check sum)
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