TRACK 315R -1ISO 11414

BUTT FUSION PARAMETERS FOR PE100 PIPES AND FITTINGS - SDR 7.4/SDR 9/SDR 11/SDR 13.6

DN 90 110 125 140 160 180 200 225 250 280 315
SDR 74| 9 11 (136 74 | 9 11 [136| 7.4 | 9 11 [136| 74 | 9 11 [136| 7.4 | 9 11 [136| 7.4 | 9 11 [13.6| 7.4 | 9 11 [13.6| 7.4 | 9 11 [13.6| 7.4 | 9 11 [13.6| 7.4 | 9 11 (136 7.4 | 9 11 [ 13.6
PHASE
WALL THICKNESS 1231101 ) 82 | 66 | 1511123 10 | 81 1171 14 [114] 92 | 1921571127103 12191179146 11.8] 2462011 16.4|133 (27412241821 14.7]308!2511205]166]|34.21279]227184138331.21254]206!431] 35 |286]233
PN 25 | 20 | 16 |125| 25 | 20 | 16 [125| 25 | 20 | 16 |125| 25 | 20 | 16 [125| 25 | 20 | 16 |[125| 25 | 20 | 16 |125| 25 | 20 | 16 [125| 25 [ 20 | 16 |125| 25 | 20 | 16 [125| 25 | 20 | 16 | 125 25 | 20 | 16 |125
TRIMMING PRESSURE DRAG PRESSURE + the necessary pressure to produce the trimming operation
HEATING PLATE o, ° o, °
TEMPERARURE 210°C £10°C 225°C £10°C
HEAT SOAK PRESSURE (bar) ADD DRAG PRESSURE
o Total pistons area 9.04 cm2 | ¢ I 5 | 4.2 I 3.5 | 9 I 7.5 | 6.25 I 5.2 | 11.5 I 9.7 | 8.1 I 6.7 | 14.5 I 12.2 | 10.1 I 8.3 | 18.9 I 15.9 | 13.3 I 11 | 24 I 20.1 | 16.8 I 13.9 | 29.6 I 25 | 20.7 |17A04| 37.4 I 31.4 | 26.3 I 21.6 | 46 I 38.8 | 32.3 I 26.7 | 58 l48.6 | 40.5 I 33.5 | 73.3 I 61.1 | 51.2 l42.5
HEATING TIME AS BEAD B1 IS FORMED
BEAD B1
(bead width) From 1 to 2 mm | From 2 to 3 mm
IMMOBILIZATION (RELEASE THE PHASE @ HEAT SOAK PRESSURE MOVING DOWNWARDS THE DRAIN VALVE LEVER)
HEAT SOAK PRESSURE
e ATTENTION !: REDUCE THE PRESSURE TO A MINIMUM NECESSARY TO KEEP THE CONTACT BETWEEN HEATING PLATE AND PIPE ENDS; THEN MOVE UPWARDS THE DRAIN VALVE LEVER
HEAT Soi‘ig;?E (min:s 01:15 01:25 01:33 01:44 01:50 02:00 | 02:10 02:23 02:35 02:50 03:08
HEATING PLATE
© WITHDRAWAL (s) N +5 ® >3
(4] CHANGEOVER TIME (s) 4 4.5 5 5.5
ADD DRAG PRESSURE
FUSION PRESSURE (bar)
5) 6 | 5 | 4.2 | 3.5 | 9 | 7.5 | 6.25 | 5.2 | 11.5 | 9.7 | 8.1 | 6.7 | 14.5 | 12.2 | 10.1 | 8.3 | 18.9 | 15.9 | 13.3 | 11 | 24 | 20.1 | 16.8 | 13.9 | 29.6 | 25 | 20.7 |17.o4| 37.4 | 31.4 | 26.3 | 21.6 | 46 | 38.8 | 32.3 | 26.7 | 58 | 48.6 | 40.5 | 33.5 | 73.3 | 61.1 | 51.2 | 42.5
FUSION TIME (min) Minimum 10
(6] COOLING TIME (min:s) 18:27|15:09|12:13|10:03|20:00|13:27|15:00|12:09|20:00|20:00|17:06|13:48|20:00|20:00|19:03l15:27|20:00|20:00|20:00I17:42|20:00|20:00|20:00I19:57|20:00Izo:oo|20:00Izo:oo|20:00Izo:oo|20:00|20:00|20:00|20:00|20:00Izo:oo|20:00Izo:oo|20:00Izo:oo|20:oo|zo:oo|zo:oo 20:00
DN 90 110 125 140 160 180 200 225 250 280 315
SDR 17 | 21 | 26 | 33 | 17 | 21 | 26 | 33 | 17 | 21 | 26 | 33 | 17 | 21 | 26 | 33 | 17 | 21 | 26 | 33 | 17 | 21 | 26 | 33 | 17 [ 21 | 26 | 33 [ 17 | 21 | 26 | 33 | 17 [ 21 | 26 | 33 [ 17 | 21 | 26 | 33 | 17 | 21 | 26 | 33
PHASE
WALL THICKNESS 54 43|35 |28 |66 |53 |42 |34|74| 6 |48 |39 83|67 |54|43]|095 |77 |62]|49 10786 |69 [55]|11.9|96 |77 |62 |134[108]| 86 |69 (148|119 9.6 | 7.7 |16.6 134|107 8.6 [187| 15 |121| 9.7
PN 10 8 [ 63| 4 10 8 [ 63| 4 10 8 [63 | 4 10 8 [ 63| 4 10 8 [ 63| 4 10 8 |63 | 4 10 8 |63 | 4 10 8 |63 | 4 10 8 [63 | 4 10 8 [63 | 4 10 8 | 63| 4
TRIMMING PRESSURE DRAG PRESSURE + the necessary pressure to produce the trimming operation
HEATING PLATE o, ° o, °
TEMPERARURE 210°C £10°C 225°C £10°C
HEAT SOAK PRESSURE (bar) ADD DRAG PRESSURE
o Total pistons area 9.04 cm2 |, ¢ I 2.3 | 1.9 I 1.5 | 4.3 I 3.5 | 2.8 I 2.3 | 5.5 I 4.5 | 3.6 I 3 | 6.9 I 5.6 | 4.5 I 3.7 | 9 I 7.3 | 6 I 4.8 |11A3| 9.2 | 7.5 I 6 | 14 |11.5| 9.2 I 7.5 |17.7 I 14.5 | 11.5[ 9.4 |21.5 I 17.7 | 14.5 I 11.7 | 27.4 I 22.3| 18 |14.6 | 34.7[ 28 | 23 |18.5
HEATING TIME AS BEAD B1 IS FORMED
BEAD B1
(bead width) From 1 to 2 mm | From 2 to 3 mm
IMMOBILIZATION (RELEASE THE PHASE @ HEAT SOAK PRESSURE MOVING DOWNWARDS THE DRAIN VALVE LEVER)
HEAT SOAK PRESSURE
9 ATTENTION !: REDUCE THE PRESSURE TO A MINIMUM NECESSARY TO KEEP THE CONTACT BETWEEN HEATING PLATE AND PIPE ENDS; THEN MOVE UPWARDS THE DRAIN VALVE LEVER
HEAT So’l‘jgg"E (min:s 01:15 01:25 01:33 01:44 01:50 02:00 | 02:10 02:23 02:35 02:50 03:08
HEATING PLATE
© WITHDRAWAL (s) 4 4.5 5 s
(4] CHANGEOVER TIME (s) 4 4.5 5 5.5
ADD DRAG PRESSURE
FUSION PRESSURE (bar)
5) 2.9 | 23 | 1.9 | 1.5 | 4.3 | 3.5 | 2.8 | 23 | 5.5 | 4.5 | 3.6 | 3 | 6.9 | 5.6 | 4.5 | 3.7 | 9 | 7.3 | 6 | 4.8 |11.3| 9.2 | 7.5 | 6 | 14 |11.5| 9.2 | 7.5 |17.7 | 14.5 | 11.s| 9.4 |21.s | 17.7 | 14.5 | 11.7 | 27.4 | zz.3| 18 |14.e | 34.7| 28 | 23 |1s.5

FUSION TIME (min)

Minimum 10

COOLING TIME (min:s)

08:06‘06:27|05:15‘04:12|09:54‘07:57|06:18‘05:06| 11:06‘09:00|07:12 ‘ 05:51 | 12:27‘ 10:03 | 08:06‘06:27| 14:15 ‘ 11:33 | 09:18‘07:21 | 16:03 ‘ 12:54| 10:21 ‘08:15 | 17:51 ‘ 14:24| 11:33‘09:18 | 20:00 ‘ 16:12 | 12:54 ‘ 10:21 | 20:00 ‘ 17:51 | 14:24 ‘ 11:33|20:00‘20:00 | 16:03 ‘ 12:54|20:00‘20:00 | 18:09 ‘ 14:33
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TRACK 315R - DVS 2207-1

BUTT FUSION PARAMETERS FOR PE100 PIPES AND FITTINGS - SDR 7.4/SDR 9/SDR 11/SDR 13.6

DN 20 110 125 140 160 180 200 225 250 280 315
SDR 74| 9 | 11 |136| 74| 9 | 11 |136| 74| 9 | 11 |136| 74| 9 | 11 136|744 | o | 11 136|744 | o | 11 (136|744 | o | 11 (13674 | o | 11 |136|7.4 | o | 11 |136(74 | 9 | 11 |136[74 | 9 | 11 [136
s WALL THICKNESS 123|101 | 82 | 6.6 | 151|123 ] 10 | 81 [17.1| 14 |11.4] 9.2 [192] 157|127 | 103 | 21.9 | 17.9 | 14.6 | 11.8 | 24.6 | 20.1 | 16.4 | 13.3 | 27.4 | 22.4 [ 18.2 [ 14.7 | 30.8 | 25.1 | 20.5 | 16.6 | 34.2 | 27.9 | 22.7 | 18.4 | 38.3 [ 31.2 | 25.4 | 206 |43.1 | 35 |28.6 | 233
PN 25 | 20 | 16 |[125| 25 | 20 | 16 [125] 25 | 20 | 16 [125| 25 | 20 | 16 |12.5| 25 | 20 | 16 |125| 25 | 20 | 16 |12.5| 25 | 20 | 16 |12.5| 25 | 20 | 16 [125] 25 | 20 | 16 [125| 25 | 20 | 16 [125] 25 | 20 | 16 |125
TRIMMING PRESSURE DRAG PRESSURE + the necessary pressure to produce the trimming operation
'TEMPERARDRE 210°C £10°C
HEAT SOAK PRESSURE (bar) ADD DRAG PRESSURE
Total pistons area 9.04 cm2 | ¢ | 4.2 | 3.5 | 2.9 | 7.5 | 6.3 | 5.2 | 43 | 9.6 | 8.1 | 6.7 | 5.5 | 12 | 10A2| 8.5 | 7 | 15.8 | 13.3 | 11 | 9.1 | 19.9 | 16.8 | 14 | 11.5 | 24.6 | 20.7 | 17.2 | 14.2 | 31.2 | 26.1 | 21.9 | 18 |3a.5 | 323 | 26.9 |22A2 |48A2 |40.5 | 33.7 |27.s | 61 | 51 |42.7 |35.5
o HEATING TIME AS BEAD IS FORMED
BEAD HEIGHT (mm) z|1.5|1.5|1|z|z|1.5|145|2|z|1.5|1.5|z.5|z|2|1.5|2.5|2|z|1.5|z.5|z.5|2|2|3|245|2|z|3|z.5|z.s|z|3|3|2.5|2|3.5|3|2.5|2.5|3.5|3|3|z.5

IMMOBILIZATION (RELEASE THE PHASE @ HEAT SOAK PRESSURE MOVING DOWNWARDS THE DRAIN VALVE LEVER)
HEAT SOAK PRESSURE

®

ATTENTION !: REDUCE THE PRESSURE TO A MINIMUM NECESSARY TO KEEP THE CONTACT BETWEEN HEATING PLATE AND PIPE ENDS; THEN MOVE UPWARDS THE DRAIN VALVE LEVER

HEAT SOAK TIME (min:s

£10s) 02:03{01:41(01:22|01:06(02:31(02:03|01:40{01:21|02:51|02:20(01:54|01:32|03:12(02:37|02:07|01:43(03:39|02:59(02:26 (01:58|04:06|03:21(02:44|02:13|04:34(03:44|03:02(02:27|05:08|04:11 (03:25|02:46|05:42 (04:39|03:47|03:04 [06:23|05:12|04:14 [03:26|07:11|05:50 (04:46 |03:53
HEATING PLATE
WITHDRAWAL (s) 8 7 7 6 9 8 9 7 9 9 8 7 10 9 8 7 11 10 9 8 11 10 9 9 12 10 10 9 14 12 10 9 15 15 11 10 16 13 12 10 18 16 12 11
CHANGEOVER TIME (s) 8 7 7 6 9 8 9 7 10 9 8 7 11 9 8 7 12 11 9 8 13 11 9 9 14 12 11 9 16 14 11 10 17 18 12 11 19 15 13 11 22 19 14 i3

ADD DRAG PRESSURE
FUSION PRESSURE (bar)

® 00

5 42 (35|29 | 75|63 |52|43 |96 |81]|6.7]|55 12 [ 10.2 | 8.5 7 158 (13.3| 11 | 9.1 (199 |16.8 | 14 |11.5(24.6|20.7 [17.2|14.2 (31.2 | 26.1 [21.9 | 18 |38.5|32.3|26.9 [22.2 |48.2 (40.5|33.7 [27.8| 61 51 |42.7 |35.5

FUSION TIME (min:s) 16:21(13:43|11:26(09:22|19:33|16:21(13:36|11:19|21:50(18:17|15:17|12:38(24:14|20:14(16:48(13:58|27:19(22:45(18:58|15:46(30:24(25:15|21:02(17:2933:39|27:53(23:05|19:05|37:40(30:58 |25:43|21:15(41:41|34:15(28:14 (23:19(46:30|38:09(31:19|25:50|52:02 (42:38|35:04 | 28:55

BUTT FUSION PARAMETERS FOR PE100 PIPES AND FITTINGS - SDR 17 / SDR 21 / SDR 26 / SDR 33

DN 920 110 125 140 160 180 200 225 250 315 315
SDR 17 | 21 | 26 | 33 | 17 | 21 | 26 | 33 | 17 | 21 | 26 | 33 | 17 | 21 | 26 | 33 | 17 | 21 | 26 | 33 | 17 | 21 | 26 | 33 | 17 | 21 | 26 | 33 | 17 [ 21 | 26 | 33 | 17 | 21 | 26 | 33 | 17 [ 21 | 26 | 33 | 17 | 21 | 26 | 33
PHASE
WALL THICKNESS 54 | 43 &5 2.8 | 6.6 53 | 42 34| 74 6 4.8 58 8.3 6.7 54 | 43 &5 7.7 | 6.2 | 49 [10.7 | 86 | 6.9 55 |11.9| 9.6 | 7.7 | 6.2 [(13.4 | 108 | 86 | 6.9 |14.8 |11.9| 9.6 | 7.7 | 16.6 [ 13.4 | 10.7 | 8.6 |18.7 | 15 |12.1 | 9.7
PN 10 8 6.3 4 10 8 6.3 4 10 8 6.3 4 10 8 3 4 10 8 6.3 4 10 8 6.3 4 10 8 6.3 4 10 8 6.3 4 10 8 6.3 4 10 8 6.3 4 10 8 6.3 4
TRIMMING PRESSURE DRAG PRESSURE + the necessary pressure to produce the trimming operation
HEATING PLATE 0 0
TEMPERARURE 210°C +10°C
HEAT SOAK PRESSURE (bar) ADD DRAG PRESSURE
Total pistons area 9.04 cm2
o 24| 2 16 | 1.3 |36 29 |23 |19 45|37 | 3 |25 |57 |47 38| 3 |75]61 5 4 |95 |77 |62| 5 |11.795 |77 |63 148 12 | 9.7 | 7.9 |18.1 [14.8 | 12 [ 9.7 |22.8 |18.6 | 15 |12.2 |28.9 [23.5[19.1 [ 155
HEATING TIME AS BEAD IS FORMED
BEAD HEIGHT (mm) 1|0.5|0.5|0.5|1|1|0.5|0.5|1.5|1|1|0.5|1.5|1|1|0.5|1.5|1.5|1|1|1.5|1.5|1|1|1.5|1.5|1.5|1|2|1.5|1.5|1|2|1.5|1.5|1.5|2|2|1.5|1.5|2|2|2|1.5
IMMOBILIZATION (RELEASE THE PHASE @ HEAT SOAK PRESSURE MOVING DOWNWARDS THE DRAIN VALVE LEVER)
HEAT SOAK PRESSURE
9 ATTENTION !: REDUCE THE PRESSURE TO A MINIMUM NECESSARY TO KEEP THE CONTACT BETWEEN HEATING PLATE AND PIPE ENDS; THEN MOVE UPWARDS THE DRAIN VALVE LEVER
HEAT SOAiKl;)I'éI)WE (min:s 00:54(00:43|00:35|00:28(01:06|00:53(00:42|00:34(01:14|01:00(00:48|00:39|01:23(01:07|00:54(00:43|01:35(01:17|01:02|00:49|01:47|01:26(01:09|00:55(01:59|01:36(01:17|01:02|02:14|01:48|01:26(01:09|02:28(01:59|01:36|01:17|02:46|02:14|01:47|01:26 (03:0702:30(02:01 |01:37
HEATING PLATE
9 WITHDRAWAL (s) 5 5 5 5 6 3 5 5 6 6 5 5 6 6 5 5 7 6 6 5 7 7 6 5 8 7 6 6 8 8 7 6 9 8 7 6 9 8 7 6 10 9 8 7
0 CHANGEOVER TIME (s) 5 5 5 5 6 5 5 5 6 6 5 5 6 6 5 5 7 6 6 5 7 7 6 5 8 7 6 6 9 8 7 6 9 8 7 6 10 9 7 6 11 9 8 7

ADD DRAG PRESSURE
FUSION PRESSURE (bar)

6 2.4 2 16 | 1.3 [ 3.6 | 29 | 23 | 1.9 | 45 | 3.7 3 25 (57| 47 | 3.8 3 7.5 | 6.1 5 4 9.5 | 7.7 | 6.2 5 11.7( 95 | 77 | 6.3 (148 | 12 | 9.7 | 79 (18.1|148 | 12 | 9.7 (22.8 |18.6 | 15 |[12.2|28.9 |23.5|19.1 [15.5

FUSION TIME (min:s) 07:26{06:00{06:00|06:00{09:22{07:17|06:00{06:00{10:29|08:24|06:29(06:00|11:34{09:31|07:26|06:00({13:00{10:50{08:4306:38|14:26{11:55{09:50|07:36{15:53{13:07|10:50{08:43(17:36|14:34{11:55[{09:50|19:12{15:53{13:07|10:50{21:15|17:36|14:26{11:55|23:39|19:26(16:07|13:14
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TRACK 315R - DVS 2207-11

BUTT FUSION PARAMETERS FOR POLYPROPYLENE (PP) PIPES AND FITTINGS - SDR 7.4/SDR 11/SDR 17.6

DN 75 90 110 125 140 160 180 200 225 250 280 315
_ SDR 7.4 | 11 [17.6| 7.4 | 11 |17.6| 7.4 | 11 |17.6| 7.4 | 11 [17.6| 7.4 | 11 |17.6| 7.4 | 11 [17.6| 7.4 | 11 |17.6| 7.4 | 11 |17.6 7.4 | 11 |17.6| 7.4 | 11 |17.6 7.4 | 11 |17.6| 7.4 | 11 |17.6
PASE WALL THICKNESS 103 6.8 | 43 |123] 82 | 51 [151| 10 | 63 |17.1|11.4| 7.1 [192|127| 8 [21.9]|146] 9.1 16.4 | 10.2 18.2 | 11.4 205 | 12.8 22.7 | 14.2 25.4 | 15.9 28.6 | 17.9
PN 16 | 10| 6 | 16| 10| 6 |16 | 10| 6 [16 | 10| 6 [16 | 10| 6 |16 | 10| 6 |16 10| 6 | 16| 10] 6 16 | 10| 6 | 16 | 10 | 6 16 | 10| 6 | 16| 10] 6
TRIMMING PRESSURE DRAG PRESSURE + the necessary pressure to produce the trimming operation
e
HEAT SOAK PRESSURE (bar) ADD DRAG PRESSURE
Total pistons area 9.04 cm2 | -, | 1.6 | 1.1 I 33 | 2.3 I 15 I 5 | 35 | 2.3 I 6.4 | 45 I 3 I 8 | 5.6 | 3.7 |10.5| 7.4 I 4.8 I | 9.3 | 6 I |11.5| 7.5 I | |14.6| 9.4 | I 18 |11.6| | |22.5 | 14.6| |28.5 | 18.5|
0 HEATING TIME AS BEAD IS FORMED
BEAD HEIGHT (mm) 1 |o.5|0.5| 1 | 1 Io.sl 1 | 1 |0.5| 1 | 1 I 1 |1.5| 1 | 1 |1.5| 1 I 1 I | 1 | 1 I | 1 I 1 I | |1.5| 1 | |1.5| 1 | | |1.5| 1 I I 2 | 1 |

IMMOBILIZATION (RELEASE THE PHASE @ HEAT SOAK PRESSURE MOVING DOWNWARDS THE DRAIN VALVE LEVER)
HEAT SOAK PRESSURE

ATTENTION !: REDUCE THE PRESSURE TO A MINIMUM NECESSARY TO KEEP THE CONTACT BETWEEN HEATING PLATE AND PIPE ENDS; THEN MOVE UPWARDS THE DRAIN VALVE LEVER

(2]
HEAT 50’1‘1;;';’”5 (minis 103:41{02:52{02:09|04:09(03:12|02:25(04:43|03:37|02:44|05:07|03:57|02:56|05:32| 04: 14 |03:09|05: 59| 04:37|03: 24 04:58(03:40 05:20{03:57 05:45(04:15 06:07(04:32 06:34[04:52 07:00{05:17
3) Vz&iﬁgggﬁ:’f& 6 | 6| 5| 7|6 |5 | 8|6 |6 | o] 76| o] 7|6 |100]|s]|e6s g | 6 9 | 7 9 | 7 10| 8 11| 8 11| 8
@ | CHANGEOVER TIME (s) g8 | 7|6 |11 |8 |6 |13 9|7 ||| 7 |17]|12]8]19]12]Ss 16 | 8 16 | 11 18 | 11 18 | 12 21 | 13 23 | 14
ADD DRAG PRESSURE
FUSION PRESSURE (bar)
(5) 23| 16| 11(33|23|15]| 5 [35[23|64a|as5| 3 | 8 |56]37]|105]|74]as 93| 6 11.5| 7.5 146 | 9.4 18 | 11.6 22.5 | 14.6 285 | 18.5
FUSION TIME (min:s)  |17:17|11:31|06:00|20:26|13:55(07:26|24:26|16:48[10:19(27:17[19:02|12:10[30:17|21:00|13:3634:09|23:43|15:22 26:17(17:07 28:51(19:02 32:09(21:09 35:17(23:09 39:09[25:34 43:33(28:26
BUTT FUSION PARAMETERS FOR POLYPROPYLENE (PP) PIPES AND FITTINGS - SDR 26 / SDR 33 / SDR 41
DN 75 20 110 125 140 160 180 200 225 250 280 315
_ SDR 26 | 33 26 |33 |33 | 26 |33 |41 | 26 |33 |41 |26 |33 |41 |26 |33 |41 |26 |33 |4a1|26]33]a 26 |33 |41 | 26 |33 | a1 26 | 33 |41 | 26 | 33 | 41
PASE WALL THICKNESS 29 | 23 35|28 |28 |42 |34 |27 |48|39]|31|54|43|35]|62|49| 4 [69(|55|44|77|62|49| 3 |86|69]|55]|96]|77|62]|35]|107]86]69|121]097][77] s
PN 4 |32 4 |32 4| 4 32|25 4 |32]|25| 4 |32]|25]| 4 [32]25]| 4 [32]25]| 4 [32]2s5 4 [ 32|25 4 |32]25 4 [ 3225 4 [32]25
TRIMMING PRESSURE DRAG PRESSURE + the necessary pressure to produce the trimming operation
[,
HEAT SOAK PRESSURE (bar) ADD DRAG PRESSURE
Total pistons area 9.04 cm2 0.75| 0.6 | | 1 |0.85| | 1.5 | 1.2 | 1 | 2 | 16 | 1.3 | 25 | 2 | 1.7 | 3.3 | 26 | 2.1 | 4.1 | 3.3 | 2.7 | 5.1 | 4.2 | 33 | 2 | 6.5 | 5.2 | 4.2 | 8 | 6.5 | 5.2 | 3 | 10 | 8.1 | 6.5 |12.7 | 10.3| 8.2 | 5.4
0 HEATING TIME AS BEAD IS FORMED
BEAD HEIGHT (mm) 0.5 | 0.5 | | 0.5 | 0.5 | 0.5 | 0.5 | 05 | 0.5 | 0.5 | 0.5 | 0.5 | 0.5 | 05 | 0.5 | 0.5 | 0.5 | 0.5 | 0.5 | 05 | 0.5 | 1 | 0.5 | 0.5 | 0.5 | 1 | 0.5 | 0.5 | 1 | 1 | 0.5 | 0.5 | 1 | 1 | 0.5 | 1 | 1 | 1 | 0.5

IMMOBILIZATION (RELEASE THE PHASE @ HEAT SOAK PRESSURE MOVING DOWNWARDS THE DRAIN VALVE LEVER)
HEAT SOAK PRESSURE

9 ATTENTION !: REDUCE THE PRESSURE TO A MINIMUM NECESSARY TO KEEP THE CONTACT BETWEEN HEATING PLATE AND PIPE ENDS; THEN MOVE UPWARDS THE DRAIN VALVE LEVER
HEAT SOAK TIME (min:s . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . .
£108) 01:27/01:09 01:45(01:24(00:28]02:06(01:42(01:21]02:20(01:57(01:33]02:29(02:09(01:45]|02:42(02:21(02:00/02:53(02:31|02:12|03:05(02:42(02:2101:30(03:17|02:53|02:31 (03:31|03:05|02:42(01:45]03:47|03:17(02:53|04:06 |03:33 (03:05|02:23
HEATING PLATE
@ WITHDRAWAL (s) 5 5 5 5 5 5 5 5 5 5 5 6 5 5 6 5 5 6 5 5 6 6 5 5 6 6 5 6 6 5 5 6 6 6 7 6 6 5
e CHANGEOVER TIME (s) 6 6 6 6 5 6 6 6 6 6 6 6 6 6 7 6 6 7 6 6 7 7 6 6 7 7 6 8 7 6 6 8 8 7 11 9 7 6

ADD DRAG PRESSURE
FUSION PRESSURE (bar)

@ 0.75| 0.6 1 0.85 1.5 | 1.2 1 2 1.6 | 1.3 | 2.5 2 1.7 | 33 |26 | 21 | 41 [ 33| 27 | 51 | 42| 33 2 6.5 | 52 | 4.2 8 6.5 [ 5.2 3 10 8.1 | 6.5 |127(10.3 | 82 | 54
FUSION TIME (min:s) 06:00(06:00 06:00(06:00/06:00(06:00(06:00/06:00(06:43|06:00/06:00(11:34(06:00|06:00(10:05|06:58|06:00(11:46|08:2406:00(13:07|10:05|06:58 (06:00(14:34|11:46(08:24|16:10|13:07(10:05(06:00|17:55(14:34|11:46|20:09(16:19(13:07)|07:12
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TRACK 315R - DVS 2207-15

BUTT FUSION PARAMETERS FOR NATURAL PVDF PIPES AND FITTINGS - SDR 21 / SDR 33 / VENTILATION

DN 90 110 125 140 160 180 200 225 250 280 315
g SDR 21 33 21 33 21 33 21 33 21 33 21 33 21 33 21 33 21 33 21 33 21 33
£ WALL THICKNESS 43 238 53 3.4 3 6 3.9 6.7 43 3 7.7 4.9 3 8.6 5.5 9.6 6.2 3 10.8 6.9 11.9 7.7 3 13.4 8.6 15 9.7 4
PN s-10 S-16 510 s-16 v s-10 s-16 5-10 s-16 % 5-10 s-16 v 510 s-16 s-10 S-16 % 5-10 s-16 510 s-16 % s-10 516 5-10 s-16 v
TRIMMING PRESSURE DRAG + the Yy pressure to p the trimming operation
HEATING PLATE 2400C £89C

TEMPERARURE

HEAT SOAK PRESSURE (bar) ADD DRAG PRESSURE
Total pistons area 9.04 cm2
K 0.85 1.9 13 1.1 25 16 3.1 2 1.4 4 26 1.6 5.1 33 6.3 4.1 21 8 5.2 9.8 6.5 26 12.4 8.1 15.6 10.3 4.3

HEATING TIME AS BEAD IS FORMED

BEAD HEIGHT (mm) 0.5 | 0.5 | 0.5 | 0.5 | 0.5 | 0.5 | 0.5 | 0.7 | 0.5 | 0.5 | 0.7 | 0.5 | 0.5 | 0.9 | 0.5 | 1 | 0.6 | 0.6 | 1 | 0.7 | 1.1 | 0.7 | 0.7 | 1.1 | 0.8 | 1.3 | 1 | 1

IMMOBILIZATION (RELEASE THE PHASE @ HEAT SOAK PRESSURE MOVING DOWNWARDS THE DRAIN VALVE LEVER)

HEAT SOAK PRESSURE
ATTENTION !: REDUCE THE PRESSURE TO A MINIMUM NECESSARY TO KEEP THE CONTACT BETWEEN HEATING PLATE AND PIPE ENDS; THEN MOVE UPWARDS THE DRAIN VALVE LEVER

HEAT So‘l'j;;;“ (min:s 01:23 01:08 01:33 01:14 01:10 01:40 01:19 02:47 01:23 01:10 03:06 01:29 01:10 02:06 01:35 02:16 01:42 01:10 02:28 01:49 02:39 01:57 01:10 02:54 02:06 03:10 02:17 01:20
HEATING PLATE
3] WITHDRAWAL (3) 3 3 3 3 3 4 3 4 3 3 4 3 3 4 3 4 4 4 4 4 4 4 4 4 4 5 4 4
[4) CHANGEOVER TIME (s) 4 3 4 4 4 4 4 5 4 4 6 4 4 6 5 7 6 6 7 6 6 6 6 6 6 9 7 7
ADD DRAG PRESSURE
FUSION PRESSURE (bar)
(5] 13 0.85 1.9 13 1.1 25 16 3.1 2 1.4 4 26 1.6 5.1 33 6.3 4.1 21 8 5.2 9.8 6.5 26 12.4 8.1 15.6 10.3 4.3
FUSION TIME (min:s) 07:00 05:34 08:15 05:56 05:41 09:07 06:30 09:58 07:00 05:23 11:11 07:45 05:23 12:17 08:30 13:31 09:21 05:27 14:48 10:13 15:54 11:11 05:27 17:24 12:17 19:00 13:38 06:40
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