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p Polietilen
Boru Sistemleri

Mardin Boru, farkh yogunluktaki (LDPE, MDPE, HDPE)
polietilen hammaddelerinden farkli amaglar icin TSE, DIN,
ISO ve diger uluslararasi standartlara gére iiretim
yapmaktadir.

Mardin Boru, 20 mm'den 125 mm c¢apa kadar olan borular
kangal olarak ( istege gdire 6 ve 12 m boylarinda diiz), 125
mm'den 630 mm capa kadar olan borulari da 6 ve 12 m
olarak Uretmektedir.

Polietilen borularin yliksek darbe mukavemeti, esnekligi ve
ylksek uzama katsayisina sahip olusu, kayalik arazilerde,
heyelan bolgelerinde, deniz altinda ve dzellikle yer
hareketlerinin yodun oldugu bélgelerde glivenle kullanim
imkani saglamaktadr,

Polietilen Borular

p Polyethylene
Pipe Systems

Mardin Boru manufactures goods by using different density
(LDPE, MDPE, HDPE) polyethylene raw materials for
different purposes and pursuant to TSE, DIN, ISO and other

international standards.

Mardin Boru manufactures pipes from 20 mm diameter to
125 mm diameter as tube coils (with 6 m and 12 lengths
and plain, depending on request) and manufactures pipes
from 125 mm diameter to 630 mm diameter with 6 m and
12 m lengths.

sessing high impact resistance, flexibility and high
efficient of expansion provide polyethylene pipes to be
d at rocky fields, erosion fields, under water and
especially at fields where ground movements are rather
high.
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P PE 100 ve PE 80 Borular
Kullanim alanlari

* Yeralti / yeriistl igme ve .
kullanma suyu sebekelerinde > PE 100 and PE 80 ijﬂﬁ‘;g
* Deniz desarj sistemleri Areas of Usage

* Kanalizasyon desarj sistemleri

+ Atik su sistemleri

* Kati atik (¢op) drenaj sistemleri

+ Drenaj projelerinde

* Tanimsal Sulama sistemleri

* Spor sahalar ve bahce alanlarinin sulanmasinda
+ Jeotermal sistemler ve maden isletmeleri

+ Tlag ve kimya sanayi

+ Cimento sanayi

* Petrokimya sanayi

* Gida sektorii

* Denizcilikte ve balikgilikta, marinalarda

* Binalarda ve bircok endstriyel sistemlerde

* Yangin suyu ve sogutma suyu sistemleri

* Telekomuinikasyon kablolama sistemleri

ve daha pek ok alanda kullanilmaktadir.

* Underground / abovegroun

service water networks

* Sea discharge systems

+ Sewage discharge

* Waste w

* Geotherme
* Medicine a

(@]

ement industry

.

Petrochemical industry

* Food sector

« Seamanship and fishing industry, marinas

and many other fiel



/4

mardinboru

Polietilen Borular

» Polietilen Boru Servis Omrii
Polyethylene Pipe Service Life
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Polietilen Borular
Polyethylene Pipes f[
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l 2 Polietilen Borular

» PE 100 Borular igin Sicaklik - Basing - Omiir Tablosu
Temperature — Pressure — Service Life Table for PE100 Pipes

SDR
Sicaklik °C isletme Siiresi (YIL) | 41 33 21 17 136 11 9 7,4 6
Temperature Operation Life (years) Basing - Pressure (PN)
4 5 8 10 12,5 16 20 25 32
5 5,0 6,3 10,1 12,6 15,7 20,2 252 31:5 40,4
10 49 6,2 99 124 15,5 19,8 24,8 31,0 39,7
10 25 4,8 6,0 96 12,1 15;1 16:3°0° 2400 (3020 387
50 4,7 5.9 95 119 148 19,0 238 29,7 380
100 4,6 58 93 116 14,6 18,7 23,3 29,2 374
5 4,2 53 84 10,6 13,2 169 21,2 265 33,9
10 4,1 5.2 83 104 13,0 16,6 20,8 26,0 33,3
20 25 4,0 5,0 81 101 127 162 20,3 254 325
50 4,0 5,0 80 100 125 160 20,0 250 32,0
100 39 49 7.8 9.8 12,2 15,7 19,6 24,5 314
5 3,6 4,5 7,2 9,0 atil e 14,4 18,0 22,5 28,8
10 315 4,4 7,0 88 11,0 141 e sl
25 3,4 43 69 86, 108 138 172 . 216 276
50 33 4,2 6,7 8,4 10,6 13,5 16,9 21:2 27,1
5 3,0 3,8 6,1 77 96 123 154 193 24,7
10 3,0 38 6,0 7,6 95 121 152 190 243
40 25 2,9 3,7 59 74 9,2 11,8 14,8 18,5 23,7
50 2,9 3,6 58 7.2 91 116 145 182 233
5 2,6 33 53 6,7 8,3 10,7 134 167 214
50 10 2,6 3.2 5,2 6,5 8,1 10,4 13,0 16,2 20,3
15 23 259 4,7 59 74 9,5 11,8 14,8 19,0
60 5 19 2,4 3,8 4,8 6,0 77 9,7 21,1 15,5
70 2 U8 155 339 4,9 6,2 7.8 98 125

Borunun hidrostatik Hammaddenin minimum cevresel gerilmesi
dizavn gerilmesi Minimum environmental stress of raw material

oo o e e R |
ol e o v S A TR B T

C Emniyet Katsayisi / Safety factor C

1,25
1,6 1,25
2 1,6 1,25
2,5 2 1,6
3,2 2,5 2 1,25

32 2,5 1,6 1,25

wiww.mardinboru.cont = = e S R S S
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» C Emniyet Katsayisina Gore Basing Degerleri Tablosu
Table of Pressure Values In Accordance with the Safety Factor C

DIN 8074
PE 63 C:2,0 PE 80 C:2,0 PE 100 C:2,0
PE 63 C:1,6 PE8BDE:1,6 PE 100 C:1,6
PE63:C:1,25 PE 80 C:1,25 PE 100 C:1,25
pr EN 12201
PE 63 PE 80 PE 100
DVGW-VP-608
PE 80 PE 100
DVGW-VP-608
PE 80 C:1,6 PE 100 C:1,6
PE 80 C:1,25 PE'100 C;:1,25
v v l l l

Cevresel Gerilme (N/mm’Mpa)
Environmental Stress (N/mm2 Mpa)

5,00
PN (Bar)
7,4 10 12,5 16 20 25
2] 8 10 12,5 16 20
ik | 6,3 8 10 12:5 16
13,6 5 6,3 8 10 12,5
17 4 5 6,3 8 10
21 3,2 4 5 ;3 8
26 2,5 32 4 5 6,3
Hammadde Gaz Borusu icme Suyu Borusu
Sinifi Gas Pipe Potable Water Pipe
Raw Material isletme Basinci (bar) isletme Basinci (bar)
Class Operating Pressure (bar) Operating Pressure (bar)
PE 80 11 4 7.4 20
17 1 11 12,5
PE 100 1 10 11 16
17 4 17 10

T RRSIR, www.mardinboru.com
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p Polietilen
Boru Baglanti Metotlar

1. Alin Kaynak Metodu

2. Elektrofiizyon Kaynak Metodu
3. Flansh Birlestirme Metodu

4. Surtinme Kaynadi Metodu

Polietilen borularda basingl ve basingsiz hatlarda kullanimi yaygin
olan alin kaynak ve elektrofiizyon kaynak metotiandir.

p Alin Kaynak Metodu

p Butt Welding Method

Sekil 1: Alin Kaynak Isleminin Sematik Gériiniim
Figure 1: Schematic Drawing for Butt Welding Procedure.

» Alin Kaynak Isleminde Kullanilan
Makine ve Ekipmanlari

-
Alin kaynak isleminde kullanilan makine 4 ana pargadan olusur.

a. Klamplar : Alin kaynadi yapilacak polieliten borulari, yapilan
ayarlar dahilinde sabit olarak tutmaya yarayan aksamlardir. Her alin
kaynag igin yeniden ayar gerektirir. Her cap boru icin ayr bir klamp
takimi mevcuttur.

b. Tiraslama Unitesi: Boru alin ylzeylerin tiraglama yarayan
aksamdir. Tiraglama sonucu boru alin ylizeyleri diiz ve birbirine dik
hale gelirler. Boru alin yiizeyleri ayni zamanda kaynak islemini
olumsuz olarak etkileyen kir ve oksit tabakasindan da temizler.

c. Isitma Unitesi: Boru alin yiizeylerini istenen degerde isitan plaka
rezistanslardan olusan aksamdir,

d. Hidrolik Unite: Klamplan yatay olarak hareket ettiren ve tiraslama,

1sitma, birlestirme islemleri esnasinda gerekli olan basinci saglayan
Unitedir.

www.mardinboru.com
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p Polyethylene Pipes
Coupling Methods

1. Butt Welding Method

2. Electrofusion Welding Method
3. Flange Coupling Method

4. Friction Welding Method

For polyethylene pipes to be used at pressured or non-pressured
networks, butt welding or electrofusion welding are the most widely
preferred methods.

Alin kaynak islemi sicak — kaynak sinifi kaynaklardandir. Bu islem esnasinda birlestirilecek boru alin yiizeyleri, isitici plaka vasitasiyla kaynak isisina 0
ulagtirilir. Isitici elemanin uzaklastinimasina miiteakip boru alin yiizeyleri basing altinda birlestirilir. ( Sekil 1)

Butt welding procedure is one of the hot welding class methods. In this procedure, frontal surfaces of the pipes to be coupled are heated to welding
temperature by means of heating plates. After the heating instrument is removed, frontal surfaces are coupled under pressure. (Figure 1)

Kaynak Bolgesi
Welding area

p- Machinery and Equipments
Used for Butt Welding

The machinery used for butt welding procedure is composed of 4
main parts.

a.Clamps: These are the parts that provide polyethylene pipes to be
applied butt welding to hold and remain straight and fixed.
Alignment is necessary for each butt welding procedure. Different
clamp tools are available for each different diameter of pipes.

b.Trimming Unit: These are the parts used for trimming the frontal
surface of pipes. After trimming is applied, frontal surfaces become
plain and perpendicular to each other. Trimming also provides
protecting the surface from dust or oxide layers which may disrupt
welding.

c.Heating Unit: These are the parts composed of plate resistances
which provide the surfaces to be heated up to the desired

temperature. .

d.Hydraulic Unit: These are the parts providing clamps to move
horizontally in order to create the necessary pressure during
trimming, heating and coupling procedures.

T S R R T I P A TR R R e




mardinboru

Polietilen Borular

» Aln Kaynak
Oncesi Hazirlik Islemi

Alin kaynak islemine baslamadan énce asagida yazil olan maddeler titizlikle kontrol edilmeli, aksi bir durumda kaynak islemine baslanmamalidir.

a. Isitma sistemi plakalarinin dereceleri kontrol edilmelidir. Uretici firma ya da kataloglara uygun s olusana kadar beklenmelidir, Isitici plaka tizerinde
termik, esit bir agirlik olusmasi igin yaklasik 10 dakika beklenmelidir.

b. Isitic) plakanin yiizeyleri, her kaynak islemi 6ncesinde temiz, elyafsiz kagit pargasiyla temizlenmelidir.

c. Borular kaynak makinesinde yatay ve dikey dogrultuda eksenlenmeli ve sabitlenmelidir.

d. Alin ylizeyleri tiraslanmis borularin islem gérmiis kaynaklanacak ylizeylerine ellenmemeli ve kirletiimemelidir.

p Preparation
Procedures for Butt Welding

Before starting butt welding, following instructions should be checked properly and welding procedure should be delayed in the contrary case.

a.The degrees of heating system plates should be checked. Proper temperature stated by producer company or catalogues should be achieved. It
should be waited for 10 minutes in order thermal equal load to be created on the heating plates.

b.The surfaces of heating plates should be cleared by clean, non-fibrous piece of paper.

¢.The pipes should be axed and fixed laterally and horizontally on the welding machine.

d.The trimmed surfaces of pipes to be welded should not be touched or tarnished.

» Aln Kaynak Isleminde Uygulama » Application of Butt Welding

Alin kaynadin baslamadan once, kaynak yapilacak ortamin elverigsiz Before starting butt welding, the ambient should be cleared of
hava kosullarinin (asirt nem, toz, +5 "C'nin altindaki is1 vb. ) negative effects of improper weather conditions (excess moisture,
getirecedi etkilerden korunmasi gerekmektedir. Kaynak bélgesinin temperatures below +5°C, etc.). Most common measures can be

cadirlanmasi, dnceden Isitma, rizgarin bariyerlenmesi akla ilk gelen
yontemlerdir. Rizgar, glines ve nem kaynak bélgesinde diizensiz
Isinmaya neden olabilir. Bu da kaynak kalitesini olumsuz yénde
etkileyecektir. Bu nedenle kaynak oncesi dnlemlerin alinmasi
gereklidir. Burada en énemli dzellik kaynakginin egitimli ve iyi
referans sunabiliyor olmasidir. Genel olarak @63 Uzeri caplarda
kullaniimast tavsiye edilir. Kaynak iglemi yapilacak borularin ayni tir
malzeme, basing ve et kalinliginda olmasi kaynak mikemmeliyeti
olusturur.

named as working in a closed area, preheating and using barriers
against wind. Wind, sun and moisture may cause irregular heating in
the welding area, which affect the quality of welding negatively.
Therefore, taking these precautions is very critic. One other
important criteria is the welder being well educated and being able
to give references. It is generally advised to use for diameter above
?63. Coupling pipes having similar characteristics such as material
type, pressure and wall thickness provide perfect welding.

a.TEMPERATURE OF WELDING: The temperature of the heating
plate should be around 200 — 220°C. The temperature should be
regularly measured and checked. The relation between welding
temperature and pipe wall thickness is presented in Figure 2.

a- KAYNAK ISISI : Isitic plaka isiticisi 200 - 220 °C arasinda
olmalidir. Isilar siirekli dlgiilmeli ve kontrol altinda tutulmalidir.
Kaynak 1sisi ve boru et kalinhigi arasindaki iliski Sekil 2'de
gdsterilmigtir.

°C

220

215

210

205

200 Min. Kaynak Sicakhd:

= Min. Welding Temperature

5 10 15 20 25 30 35 40 45 50 mm (Boru Et Kalinhdr)

mm {Pipe Wall Thickness)
Sekil 2: Kaynak isisi-boru et kalinhg iliski grafigi
Figure 2: Welding temperature and pipe wall thickness relation graphic

E ‘nzmm&% www.mardinboru.com
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b- ISITMA BASINCI : Isitma iglemi igin boru alin yiizeylerinin ¢ok
dustik basing altinda isitici plakaya dayali olmasi gerekir. Isitma
basinci P «-0,02 N/mm’ seviyesinde tutulur

c- ISITMA ZAMANTI : Boru et kalinhdi x 10 sn. (Tablo 1/3)

d- DUDAK YUKSEKLIGI : P=0,15 N/mm’ basingta isitici plaka ve
boru alin yiizeyleri arasindaki yaslanma sonucu olusan cidar
kalinligina denir. H=0,55 mm + (0,1 x &) mm olarak hesaplanir.
e=Boru et kalinhigi (mm) { Tablo 1/2 )

e- DEGISTIRME ZAMANI : Isitma islemi bitiminde boru alin
ylzeylerinin 1sitici plakadan uzaklagtirilmasi siiresidir. Bu siire
mimkin oldugunca kisa tutulmalidir. Yoksa isinan boru alin yiizeyleri
sogur ve kaynak kalitesi olumsuz etkilenir. Degistirme islemi
esnasinda 1sitilmis boru yiizeyleri kesinlikle kirletiimemeli ve hasar
gormemelidir. ( Tablo 1/4 )

f- BIRLESTIRME ZAMANI : Degistirme islemi bitiminde kaynak
vapilacak boru ylizeyleri sifira yakin bir zaman icinde birlestiriimelidir.
Bu uygulama icin gerekli olan birlestirme basinci P=0,15:0,01
N/mm? olmalidir ( Tablo 1/5 )

g- BASING ALTINDA SOGUMA ZAMANI : Birlestirme basinci
soduma zamani altinda ayni degerde tutulmalidrr. ( Tablo 1/5)

Polietilen Borular

Salvathvlana
Jiyetnyienec

b-HEATING PRESSURE: For heating procedure, the frontal
surfaces of pipes should be leaning against the heating plate under
very low pressure. The heating pressure should be kept around P
=0,02 N/mm2.

c-DURATION OF HEATING: Pipe wall thickness x 10 seconds.
(Table 1/3)

d-LIP THICKNESS: It is the wall thickness occurring due to leaning
of pipe frontal surfaces against heating plate under P=0,15 N/mm2
pressure. It is calculated by the formula H=0,55 mm + (0,1 x €)
mm. Where e= Pipe wall thickness (mm) (Table z)

e-DURATION OF CHAGING: It is the necessary duration of time
for removing the frontal surfaces of pipes from the hating plate after
heating procedure is completed. This duration should be kept as
short as possible. Otherwise the heated surfaces may cool down,
which affect the quality of welding negatively. During changing,
heated pipe surfaces should definitely not be tarnished or damaged.

f-DURATION OF COUPLING: After changing procedure is
completed, the pipe surfaces to be welded should be coupled
immediately. Coupling pressure should be P=0,15+0,01 N/mm2,
(Table 1/5)

g-DURATION OF COOLING UNDER PRESSURE: Coupling
pressure should be kept the same during cooling. (Table 1/5)

Boru Et Kalinhgi Dudak Yiiksekligi Isitma Zamani Degistirme Zaman | Birlestirme Zamani | Birlestirme Zamani
Pipe Wall Thickness Lip Height Duration of Heating | Duration of Changing | Duration of Coupling | Duration of Coupling
mm mm Sn Sn Sn Sn

4,5 0,5 45
4507 1,0 45...70
7 A2 1,5 70....120
12...19 2,0 120....190
19....26 2,5 190....260
26...37 3,0 260....370
37...50 3,5 370....500
50....70 4,0 500....700

5 5 6

HUSH 5.6 6....10
6....8 6...8 10....16
80, 8.1 16:.:.24
1012 11..:14 24...32
1255016 14....19 32,045
16....20 19....25 45....60
Al 25035 60....80

Tablo 1: 20°C ortam sicakliginda ve diizenli hava akiminda esas alinacak degerler

Table 1: Values for 20°C ambient temperature and regular air flow.

DVS 2207 t1, t2 sireci

t1, t2 duration Isitici Plaka
Heating Plate

t5 sureci
t5 duration
o o

Tablo 2: Basing-Isi Diyagrami
Table 2: Pressure — Heat Diagram

e, T b T, %

t1: Yilksek basingta 1sinma siiresi (sn)

t1: Duration of heating under high pressure (s)
t2: Algak basingta isinma siresi (sn)

t2: Duration of heating under low pressure (s)
3: Isitici plakayr degisim stiresi (sn)

t3: Duration of changing the hating plate (s)
t4: Boru birlestirme basing olusum sresi (sn)

t4: Duration of pipe coupling pressure formation (s)

t5: Basing altinda soguma sUresi (dak)
t5: Duration of cooling under pressure (min)

t1 t2 B3

mardinboru.com
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Alin Kaynak Genislikleri / Butt Welding Widths

41 SDR S (mm) Min. (mm)

5,0 5,0 5,0 5,0 5,0

4,9 4,9 4,9 4,9 4,9

4,8 4.8 4,8 4,8 4,8

47 47 47 47 47

4,6 46 46 4.6 4,6

4,2 4.2 4,2 4,2 4,2

41 4,1 4,1 4.1 4,1

4,0 4,0 4,0 4,0 4,0

4,0 4,0 4,0 4,0 4,0

3,9 3,9 2.9 3,9 3,9

3,6 3,6 3,6 3,6 3,6

3,5 3,5 3,5 3;5 35

34 3,4 34 34 3,4

5.3 3.3 3,3 3,3 3.3

3,0 3,0 3,0 3,0 3,0

3,0 3,0 3,0 3,0 3,0

2,9 2,9 2.9 29 2,9

2,9 2,9 29 29 29

2,6 2,6 2,6 2,6 2,6

2,6 2,6 2,6 2,6 26

23 2,3 2.3 2.3 2.3

1,9 1,9 1,9 1,9 1,9

1.5 1.5 1.5 1,5 1,5

2,9 2,9 2,9 29 29

2,6 2,6 2,6 2,6 2,6

2,6 2,6 2,6 2,6 2,6

2,3 2,3 2,3 23 2,3

p Elektrofiizyon Kaynak Metodu p Electrofusion Welding Method

Elektrofiizyon metot, ic yiizeyleri 6zel rezistans tellerle kaplh olarak Electrofusion welding method is a system which welds pipes by
imal edilen baglanti elemantan ile borulari birbirine kaynatan making use of coupling elements manufactured as inner surfaces are
sistemdir. Baglanti elemanlarinin (izerindeki soketlere elektrofiizyon covered by special resistance wires. The stress applied by
makinesiyle uygulanan gerilim, 1sinan rezistanslarin plastik electrofusion machine on the sockets of coupling elements provide
malzemeyi eritmesiyle kaynak islemi saglanir welding to be completed by melting of plastic material due to the

heat of resistances.

Elektrofiizyon Mangon / Electrofusion Slee®e
PE Boru / PE Pipe

/
/

v v

Elektrofiizyon Makinesi / Electrofusion Machine

j\,f Sekil 3: Elektrofiizyon kaynak semasi
Figure 3: Electrofusion welding scheme

www.mardinboru.com
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p Elektrofiizyon Kaynak
Isleminde Kullanilan Makina ve Ekipmanlar

a. Elektrofiizyon Kaynak Unitesi: Bilgisayar kontrolli olarak tretilmis makinelerdir. Makinenin kontrolleri mikroislemciler tarafindan saglanmaktadir.
Baglanti elemanlarinin kaynak bilgileri barkodlarla veya manuel olarak makineye girilmektedir.

b. Boru Kaziyicilar: Boru yiizeylerinde zaman iginde olusabilecek ve kaynak kabiliyetini olumsuz olarak etkileyen oksit tabakasi, yad, kir ve nem gibi
tabakalar kazimak igin kullanilan dedisik tip ve ebatta ekipmanlardir ;

c. Boru Kesme Aparatlari: Uzun veya diizgiin kesilmemis borularin uglarini kaynak islemine uygun olarak kesmeye yarayan aletlerdir,

d. Kelepge Takimi: Borulardaki ovallidin giderilmesi ve kaynak esnasinda olusabilecek gerilmeleri dnlemek icin kullanilir,

p Machinery and Equipments Used
For Electrofusion Procedure

a.Electrofusion Welding Unit: They are machines manufactured as compe
The welding information for coupling elements is input the machine by b
b.Pipe Scrapers: They are the equipments in different type and sizes for s
procedure negatively.

¢.Pipe Cutting Apparatus: They are the tools for smoothly cutting the pipe edges which are not cut properly for welding before.
d.Pipe Clamps: They are used in order to prevent pipe to become elliptical or stresses which may occur during welding.

ter-controlled. The control of the machinery is provided by micra processors.
des or manually.
ning oxide, oil, dust or moisture layers on pipes which may affect welding

» Elektrofiizyon Kaynak Oncesi Hazirlik Islemi

Kaynak yapilacak malzemelerin ayni parametik dederde olmasina dikkat edilmelidir. Bunun disinda kaynak bélgesinin temiz tutulmast ve uygun hava
kosullarinin ( riizgar, toz, nem, yag vs. ) saglanmasi gerekmektedir.

p- Preparation for Electrofusion Welding

It should be paid attention to materials being welded to be in same parametric values. Other than this, the welding area should be kept clear and
proper weather conditions (in terms of wind, dust, moisture, oil, etc.) should be achieved.

» Elektrofiizyon Kaynak
Isleminin Uygulanmasi

Kaynak islemine baslamadan 6nce, borunun agiz kisminin kendi
ekseniyle dik agl yapip yapmadidina bakilmalidir. Dik agi yapmiyorsa,
boru agiz kismi kendi ekseniyle dik olacak sekilde kesilmelidir.
Elektrofiizyon manson takilacak borunun kaynak olacak yiizeyi
isaretlenir. Kaynak boyu genelde manson boyunun yansi
kadardir.Isaretlenen bu béliim kazima aparatiyla yiizeyde oksit
tabakasi kalmayacak sekilde kazinir.

Kazima derinligi oksit tabakas! veya kire bagh olarak 0,1-0,7 mm
arasindadir. Yiizeyi kazinmig boruya kesinlikle temas edilmemeli,
kirden ve olumsuz hava kosullarindan korumaliyiz. Elektrofiizyon
manson boruya gegirilir ve boru ile ayn: eksende olup,olmadidi
kontrol edilir. Gerekli ise bir kelepge takimiyla bagfanarak sistem
sabitlenir,

Elektrofiizyon kaynak makinesi Gizerindeki kablolar manson
lzerindeki soketlere takili. Mangon tzerindeki barkod scanner
vasitasiyla okutularak kaynak degderleri makineye girilir. Son bir
kontrol yapilarak boru ve mangon konumu gézden gegirili. Manson
soket uclanina gerilim uygulanarak kaynak islemi gerceklestirilir.
Soguma siiresi sonunda kelepgeler sakiiliir,

Polieliten boru malzemeyle désenen hatlarda, malzeme kadar isgilik
de 6nemlidir. Bu nedenle polieliten boru sektérinde kaynak isciligi
ehliyeti kisi veya kurumlarca yapilmali ve denetlenmelidir. Konuyla
ilgili egitimler verilmeli, gelismesini hentiz tamamlamamis olan
polieliten boru sektériiniin onii hatali veya kotd iscilik gibi unsurlarla
kesilmemelidir.

p Application of
Electrofusion Welding

Before starting welding procedure, the edge of pipe should be
checked for whether it is perpendicular to its axes or not. If
perpendicular angle is not provided, the edge should be cut to
achieve this. Then, the welding area of pipe on which electrofusion
sleeve to be installed is marked. The size of welding is usually half
size of the sleeve. The marked part is scraped by scrapers in order
not to leave any oxides on.

The depth of scraping is generally between 0,1 to 0,7 mm
depending on oxide layer or dust. The scraped pipe should
definitely not be touched and protected against negative weather
conditions. Then, électrofusion sleeve is put on the pipe and is
checked whether it is aligned with it or not. Where necessary,
system is fixed by using a clamp.

The cables of the electrofusion machine are plugged in the sockets
on the sleeve, The welding values are input the machine by having
the barcode on the sleeve read via scanner. Pipe and sleeve
positions are inspected for final check. Welding is operated by
applying stress on the sleeve socket edges. Clamps are retightened
after cooling.

For networks installed by using polyethylene pipes, workmanship is
as important as materials. For this reason, while working with
polyethylene pipes, workmanship for welding should be operated
and superintended by qualified individuals and institutions.
Education and training programs should be provided and still
developing polyethylene sector should not be blocked by mistaken or
poor workmanship.
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> Polietilen Boruda Flansgh Birlestirme

Flanged Coupling for Polyethylene Pipes
Bu metot genelde PE Boru ile diger malzemelerin birlestirilmesinde This method is generally used for coupling PE pipes with other
veya vana, vantuz vb. malzemelerin boru hattina baglantilarinin materials or connecting materials such as valve, vacuum lifter, etc.
yapilmasini sadlayan bir uygulamadir. on the pipe network.

PE Boru celik flangi / PE Pipe steel
Celik boru flangi / Steel pipe

PE Boru alin kaynak bolgesi
PE Pipe Frontal Surface Weldi

Celik flang kaynak bdlgesi
Steel Flange Welding Area

PR P 3 Gelik boru / steel pipe
PE Boru flang adaptorii .
PE Pipe daptor —— - sy
v

Conta / Gasket

Sekil: Pe borunun celik boruya flansh olarak baglanmasi

iine and Steel Pipe by flanges
pipe and Steel Pipe by flanges

Figure: Coupling F
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> Polietilen Boru Abone Baglantisi

Polyethylene Pipe Subscriber Connection

I

|
(e R B
Crr . r—nm

-] JrCCLLLLL
(L1
ZEL
N1
mia:

1- Ana sebeke boru hatt

2- Elektrofiizyon bransman ayraci
3- Elektrofiizyon manson

4- Abone serivis boru hatti

5- Su sayaci baglantisi (Elektroflizyon disli adaptor)




