ABTEY HOCHWELD

Plastik Boru Alin Kaynak Makinesi
Kullanma Klavuzu

Plastic Pipes Butt Welding Machine
User Manuel

www.abteyhochweld.com



HOCHWELD HW 630 ALIN KAYNAK MAKINESI

(HOCHWELD HW 630 BUTT WELDING MACHINE)

Gl kaynagi (Power Supply) 380V 50/60 Hz Trifaze
Traslayici motor giici (Trimmer motor power) 1,5 KW

Hidrolik motor glicii (Hydroulic motor power) 0,75 KW

Uti glicti (Heater power) 7,5 KW

Calisma araligi (Working range) ?315-@630 mm

Calisma sicakhgi (Working temparature) +5C° ~ +50C°
Gerekli jenerator glicl (Generator power) 15 KVA
Standart makine agirhgi (Machine weight) 750 kg

Makine hacmi (Sandikh) (Machine wolume) 110x144x115 (gévde-main body)
60x110x135 (testere,isitici-trimmer,heater)
49x69x50 (Hidrolik Gnite-Hydraulic unit)

Kaynak materyalleri (Materials) PE, PP, PVDF

MAKINENIN OZELLIKLERI

PROPERTIES OF THE MACHINE

KULLANIM AMACI (PURPOSE)

HW-630 Hochweld Alin kaynak makineleri, isitma sistemi kullanilarak, makine boyutlarnna gére,
@315mm capindan @630mm capa kadar PE, PP, PVDF malzemeli plastik boru ve ek
parcalarni alin kaynagr yontemi ile birlestirmektedir.

Welding of PE, PP, PVDF pipes and fittings for the sizes #315mm to 630mm by butt welding

method.
KULLANIM ALANI (FIELD OF USAGE)

HW 630 Hochweld Alin kaynak makinelerinin kullanim alani, PE, PP, PYDF malzemeli plastik
borular ile gerceklestirilen; Temiz su, atik su, deniz desarj vb. sivi aktarminin yapildigr her
alanda kullanilabilir.

All kind of pipes and fittings produced by PE, PP and PVDF for potable water, waste water, sea




discharge, etc. where liquids are transferred.

CALISMA TiPi (TYPE)
HW630 Hochweld Alin kaynak makinesi, hidrolik sistem ile calismaktadir. Makinenin calismasi

icin gerekli elektrik voltaji 380V (Trifaze)'dir.

HW630 Hochweld Butt Welding Machine has been designed to be used by hydraulic system. The
electricity required for the operation of the standard machines is 380V (Tri-phase)

ALIN KAYNAK MAKINASI EKIPMANLARI
(EQUIPMENTS OF THE MACHINE)

1 | ANA GOVDE 2 | ELEKTRIK VE HIDROLIK KONTROL UNITESI 3 | ISITICI (HEATER)
(MAIN BODY) (HYDRAULIC WITH ELECTRIC CONTROL UNIT)

4 | TRASLAYICI 5 | MUHAFAZA VE DESTEK KUTUSU 6 | PAFTALAR
(TRIMMER) (PROTECTIVE CASING) (CLAMPS)

ANA GOVDE

(MAIN BODY)

Ana gbévde, Uzerinde bulunan iki adet hareketli ve iki adet sabit kiskag ile kaynak islemi
yapillacak plastik borulara destek olarak, sabitlenmesini ve merkezlenmesini saglamaktadir.
Sisteme hidrolik basin¢ kuvveti uygulanir. Tasiyict mil Gzerinde bulunan iki adet piston ile bu

kuvvet harekeftli kiskaclari ileri ve geri ydnlendirerek, kaynak isleminin gerceklesmesi icin
gereken hareketi saglar.




The main body supports and centres the plastic pipes with two fixed and two movable clamps.
Using the hydraulic pressure on the system, the two piston on the carrying metal bars move the
clamps for and backwards and supply the necessary movement for the welding process.

1 | ISKELET (PEDESTAL)

TASIYICI MILLER (CARRYING BAR)

3 | HIDROLIK PISTON (HYDROULIC PISTON)

ALT KELEPCE (LOWER CLAMPS)

5 | UST KELEPCE (UPPER CLAMPS)

KELEPCE BIRLESTIRME SAPLAMASI (CLAMP
CONNECTION PIN)

7 | KELEPCE BIRLESTIRME SOMUNU (CLAMP
CONNECTION PIN)

SABITLEME LAMASI (FIXING LAMA)

9 | PAFTALAR (CLAMPS)

TRIMMER

Tiraslayici; sag ve sol tarafinda bulunan iki déner kanat ve bu kanatlar Uzerinde bulunan kesici
bicaklar ile ana gévde Uzerine sabitlenmis ve merkezlenmis borularin, iIstma isleminden dnce
alin temizligini yapan ve isitmaya hazir hale getiren alin kaynak makinesi elemanidir.

The trimmer is the tool which cleans and smoothes the both ends of the pipes before the heating

process with its blades on both sides.




1 | TRASLAYICI DONER KAPAK (ROTATING FLAPS) 2 | KESICi BICAK (BLADE)

S

EMNIYET PiMi (SECURITY PIN) REDUKTOR (GEAR REDUCER)

w

5 | ELEKTRIK MOTORU (ELECTRIC MOTOR) 6 | ELEKTRIK FiSi (POWER PLUG)

ISITICI (HEATER)

Isitici; traglama islemi ile istenilen plirtizltlige getirilen boru alin ylzeylerini isitma plakasiyla isitarak
birlestirme islemine hazirlayan alin kaynak makinasi elemanidir.

Isiticinin I1s1 derece ayari isitici plakasi (izerinde bulunan dijital isi ayar termostati ile yapiimaktadir.

The pipe ends will be heated by this heater before the welding process. The settings of the heater
will be done by the thermostat on the plates.

1 | ISITMA PLAKASI 2 | DJITAL ISI AYAR TERMOSTATI
(HEATING PLATE) (DIGITAL HEAT SETTING THERMOSTAT)
3 | TASIMA KOLU 4 | ELEKTRIK FiSi
(HANDLE) (POWER PLUG)




MUHAFAZA VE DESTEK KUTUSU (PROTECTIVE CASING)

Muhafaza ve destek kutusu, isiticinin isi kaybini 6nler ve traslayici, isiticiya destek olarak disaridan
gelecek etkilere karsi (darbe, su, vb.) korur.

The protective casing prevents heat loss of the heater and protects the trimmer from external effects
(impact, water, etc.).

ISITICI HAZNESI TASIYICI HAZNESI
(HEATER CHAMBER) (TRIMMER CHAMBER)

HIDROLIK VE ELEKTRiIK KONTROL UNITESI
( HYDRAULIC POWER PACK WITH ELECTRIC CONTROL UNIT)

Elektrik ve hidrolik kontrol {initesi makinenin galismasi icin gerekli olan elektrigi isitici ve tiraslayiciya
hidrolik basinci ise ana makineye iletir.

The necessary electric will be transfered to the heater and trimmer by means of this unit and to the
main machine by the hydraulic pressure.



1 | ELEKTRIK FiSi (ELECTRIC SOCKET) 2 | TRASLAYICI PRiZi (TRIMMER PLUG SOCKET)
3 | ISITICI PRiZi (HEATER PLUG SOCKET) 4 | JOISTIK (MANUEL KONTROL JOYSTICK)
YAG GIRiS/CIKIS KAPLINLERI (OIL IN AND OUTPUT
5 | MANOMETRE (MANOMETER) 6 | coupLINGS)
. | BASINCAYAR REGULATORU g | BASINC DUSURUCU VANA
(PRESSURE ADJUSTMENT REGULATOR) (VALVE FOR REDUCING THE PRESSURE)

9 | YAG GOSTERGESI (OIL INDICATOR)

ALIN KAYNAK MAKINASININ CALISTIRILMASI VE KAYNAK iSLEMI
OPERATION OF THE MACHINE AND WELDING PROCESS

1- Elektrik Gnitesinin elektrik fisi, jeneratére veya herhangi bir 380 Vfise takilr.

2- Isitict, kaynak islemine baslamadan énce elekirik panosuna takilip elektrik verilir ve isitlmaya
baslanir.

3- Hareket kolu kullanilarak hareketli kelepce grubu ileri ve geri calistinlir ve makinenin
problemsiz hareketi gdzlenir.

4- Boru capina uygun paftalar secilir, firaslama icin gereken bosluk gézetilerek borular
paftalarla ana makineye baglanir.

5- Tiraslayict muhafaza kutusundan alinarak, ana gévde Uzerinde bulunan tasiyici millere
oturtulur. Emniyet pimi kapatilir.

6- Tiraslayicinin prizi elektrik Unitesi Uzerindeki fise takilir ve ¢calistirma butonuna basilarak
calistinlir. Soguk havalarda tiraslanacak yizeylerin buzlarinin ¢6zinmus olmasi gerekmektedir.
7- Hareket kolu saat yénune cevrilerek, Uzerine daha dnce baglanmis borular bulunan,
hareketli kelepce grubu calisir haldeki tiraslayici ydnine hareket ettirilir ve tiraslama islemine
baslanir. Boru yUzeylerinin dizgUn ve pUrUzsUz oldugundan emin olana kadar tiraslama islemi
yapllir. Kullanilacak olan tiraslama basinci hareket barnin Uzerine eklenecek olan max 3-5 bar
araliginda kontrollU olarak yapilmaldir.

8- Boru yUzeylerinin temizlendigi gézlendikten sonra tiraslayicinin, fisi elektrik panosundan
cikarllarak, tiraslayici muhafaza kutusundaki haznesine konulur.

9- Daha &nce elektrige takimis olan UtUnUn ayarlanan kaynak sicakligina ¢ikhigr kontrol edilir.
Kaynak isisi icin sicaklik tablosu “T.01" referans alinir.

10- istenilen sicaklik derecesine ulasmis Ut muhafaza kutusundan alinarak tastyict millere
oturtulur.

11- Borular teflon kapli UtU yUzeyine yanastirilir. Ekte verilen tablodan malzeme ve cap
degerine gore, dudak kalinhidi (ilk 1Isitma ) icin kaynak kuvveti bulunur. Dudak kalinhgr (mm)
parametreleri de géz 6nUne alinarak dudak kalinlidr elde edilir ve ilk 1Isitma islemi yapilir.

12- Zaman ve kuvvet parametrelerine uyularak dudak kalinlidi (ilkk 1sitma) elde edildikten
sonra, kuvvetsiz isitma (son isitmay) islemine gecilir.

7




Burada; ekteki tabloda verilen isitma suresine uyularak, boru uclan kuvvet uygulonmadan
isitilir. Isitma islemi famamlandiktan sonra, kelepce ceneleri geri ydnde (saat yéna tersi) acilir
ve UtU cikarilarak muhafaza kutusundaki haznesine konulur. Daha sonra tabloda verilen
kaynak kuvveti uygulanarak borular alin alina getirilir ve kaynak islemi gerceklestirilir.

Not: ilk istma (dudak kalinidl) kuvvetiyle kaynak kuvveti aynidr.

13- Kaynak islemi gerceklestirildikten sonra, kaynatiimis boru ekteki tabloda verilen sure kadar
sogumaya birakilir ve sogutulur. Bu sekilde kaynak islemi sona erer.

14- Borular makinaya baglandiktan sonra basing regUlatéri ters ydnde ddndurUlerek basing
sifirlanir. ileri butonuna basil tutularak basinc ayar regUlatérd yavasca artirlir. Borunun rahat
hareket eftigi noktaya kadar yavasca artinlir. Borunun rahat hareket ettigi noktaya kadar artis
devam ettirilir. Borunun ileri geri rahat hareket eftigi noktadaki basing yirime basinci olup
tablodan secilen kaynak basincina eklenerek toplam kaynak basinci bulunur.

CNC model makinalarda toplam kaynak basinci makine tarafindan otomatik olarak

bulunmaktadir.
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Boru Et Kalinligi (mm)
T.01 Boru et kalinhgi - kaynak sicakligi tablosu.

1- Supply energy to the hydraulic unit by means of the generator.

2- Plug in the socket of the heater to the plug socket on the hydraulic unit and wait for the
temperature raising.

3- Connect the oil in and oufput hoses, which is fixed on the main machine body, to the
hydraulic unit.

4- Check the oil situation in the hydraulic unit on the oil indicator. In case of no oil, please put
Shell Tellus 46 oil.

5- Fix the suitable clamps to the machine and locate the pipes.

6- Adjust the pressure adjustment regulator against clockwise on the hydraulic unit to the non-
pressure position.

7- While adjusting the pressure adjustment regulator clockwise, press the forward button on
the control panel. Move the clamps for and backwards fill you see the clamps are moving
without difficulty. We call the occured pressure while moving the clamps as Moving Pressure
(MP). You can see this MP —which will be taken into consideration later- on the manometer.
The average MP is max. 30 bars.

8- Find the welding pressure on the tables according to the size and PN value of the pipe.
Add the MP to this welding pressure. This is the Total Pressure Value (TPV) which should be
adjusted on the pressure adjustment regulator.

9- Locate the frimmer on the machine and lock the security pin.

10- Fix the socket of the trimmer to the plug on the hydraulic unit.



11- Operate the trimmer using the key on the manual control panel o be adjusted to ‘On'’
position.

12- Both pipes ends have to be tfrimmed smoothly. Please use frimmer presure range of 20 to
60 bar.

13- Take off the tfrimmer from the machine after completing the tfrimming.
14- Control the temperature on the heater to be 220 C* and locate it on the machine.

15- Heat the pipe ends according to the pressure and tfime parameters which are given on
the tables.

16- Take off the heater and weld the pipe ends according to the TPV.
17- Cool the welded pipes according to the parameters on the tables.

GUVENLIK ACISINDAN DiKKAT EDILMESI GEREKEN HUSUSLAR

(POINT TO BE NOTICED FOR SAFETY)

Makinenin calisma sistemi hakkinda bilgisi olmayan kisiler makineyi kullanmamalidir.
[1 Operatdr kazaya sebebiyet verebilecek giysiler giymekten kacinmalidir.

[1 Calisma aninda makine ekipmanlarinin, kazaya sebebiyet vermemesi icin uygun araliklarla
yerlestirilerek kullanilmaldir.

[1 Makine ve ekipmanlari, calisma aninda devrilmeye karsi dizgun bir zemine yerlestiriimelidir.
[ Kullanima baslamadan énce, elektrik baglantilan ve elektrik kablolar kontrol edilmelidir.

[ Elektrik kablolari, sert ve kesici maddelerin altinda birakimamalidir ve isitici plakasi sicakken
kablolar ile temasindan sakinlimaldir.

O Isitict tasinirken tutma kolu kullanilmalidir. Sicakken isitma plakasina elle dokunulmamaldir.

[1 Isitici sicaklik kontrolU 1st ayar termostatindan ayarlanmalidir. El ile sicaklik kontrolU
yapillamamalidir.

[ Tiraslama islemine baslamadan énce, tiraslayicinin emniyet pimi kapatimalidir.

[ Tiraslayict calisir durumdayken kesinlikle tasinmamalidir. Tiraslama islemi bittikten sonra,
tiraslayicinin elektrik fisi panodan cikarlip, muhafaza kutusuna bu sekilde konulmalidir.

[ Tiraslayict calisir durumdayken, kesici bicaklara kesinlikle femas edilmemelidir.

[0 The machine should be operated only by experienced persons.
[1 The operator has to prevent to wear clothes which cauld cause to accidents.

[l While operating, the parts of the machines have to be located with suitable distances on
plain grounds.

[ Before using check the electric cables and connections.

[1 Prevent the contacts of the cables with incisive materials and with the heater.
[1 Don’t touch the heater after the heating and carry it with the handle.

[1 Check the heatness of the heater through the thermostat only.

[ Lock the security pin of the tfrimmer before using.

[1 Don't carry the frimmer while working.

[1 Don't touch the blades of the tfrimmer while working.

[ After the trimming, remove the socket and place it to its protective casing.



BORULARDA KAYNAK HATALARI
(WELDING DEFECTS)

DOGRU KAYNAK FARKLI SICAKLIK VE ZAMANDAN KAYNAKLANAN HATA
( Correct Welding) ( Error Due To Different Heating and Time)

COK FAZLA BASINCTAN KAYNAKLANAN HATA YETERSIZ BASINGCTAN KAYNAKLANAN HATA
(Error due to over-Pressure) ( Error Due To Insufficient Pressure)

YETERSIZ SICAKLIK KAYNAKLANAN HATA MERKEZLEME HATASINDAN KAYNAKLANAN HATA
(Error due to Insufficient Heat ) (Error Due To Centering Mistake)
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HW 630 ALIN KAYNAK MAKiINASI PARAMETRELERI
(HW 630 WELDING MACHINE WELDING PARAMETERS)
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ti:istenilen dudak kalinhidi icin gereken sire
t2: Basincsiz isitma suresi

t3: Degistirme icin gereken zaman

t4: Basinci arttirma zamani

ts: Sogutma icin gereken zaman

P1: Dudak kalinligiicin gereken basinc

P2: Devamli isitma icin gereken basing

Ps: Sogutma esnasinda gereken basing

t1: Time necessary for the required bead thickness
to: Heating time with loose pressure

t3: Time necessary for change over the heater

t4: Time of increasing the pressure

ts: Time necessary for cooling

P1: Pressure necessary for the bead thickness

P2: Pressure necessary for continuous heating

Ps: Pressure necessary during cooling
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MALZEME PE 100 PN4 Silindir Alani 23.06 cm?
Dcap ' Kaynak E.Sasma Dudak
pof e min: ‘:,/;Zg::g ihicknass t2 t3 t4 t5 Toplan/Total
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 7.7 5 1,3 1.30sn 15 10 12 14
355 8,7 6 1.4 1.45sn 15 10 13 15
400 9,8 8 i 4 2dk 15 10 15 17
450 11,0 10 1,6 2.15sn 15 10 17 19
500 12,3 13 1,7 2.30 sn 15 10 18 21
560 13,7 15 1,8 2.45 sn 15 10 21 24
630 15,4 20 1,9 3dk 15 10 23 27
710 17,4 25 1,9 3.30sn 15 10 26 30
800 19,6 30 39 4 dk 15 10 29 34
MALZEME PE 100 PN5 Silindir Alani 23.06 cm?
Kaynak Basinci
Dg;p e min: Welding : Ig:l;n“:ss t2 t3 t4 t5 Toplan/Total
Presure
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 9,7 6 D 2dk 15 10 15 17
355 10,9 8 1,6 2.15sn 15 10 16 19
400 12,3 10 7 2.30sn 15 10 18 21
450 13,8 13 1,8 2.45sn 15 10 21 24
500 15,3 15 3.5 3dk 15 10 23 26
560 17,2 20 2.2 3.25sn 15 10 26 30
630 19,3 25 2,4 4 dk 15 10 29 33
710 21,8 30 2,2 4.25sn 15 10 33 37
800 24,5 40 2,4 5dk 15 10 37 42
MALZEME PE 100 PN6 Silindir Alani 23.06 cm?
Dcap : Kaynak B.asma Dudak
% e min: Z::L’,’:g . t2 t3 t4 t5 Toplan/Total
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 11,4 7 1,6 2.20 sn 15 10 17 20
355 12,9 10 1,8 2.35sn 15 10 19 22
400 14,5 12 2,0 3dk 15 10 22 25
450 16,3 15 2,1 3.15sn 15 10 24 28
500 18,1 20 2,3 3.40 sn 15 10 27 31
560 20,3 25 2,5 4 dk 15 10 30 35
630 22,8 30 2,9 4.35dk 15 10 34 39
710 25,7 35 3,4 5.10 sn 15 10 39 44
800 29,0 45 3,9 5.50 sn 15 10 44 50
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MALZEME PE 100 PN8 Silindir Alan1 23.06 cm?
Dcap . Kaynak B.asma Dudak
e e min: l:/re::::g e t2 t3 t4 t5 Toplan/Total
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 15,0 10 2,0 3dk 15 10 23 26
355 16,9 12 272 3.25sn 15 10 25 29
400 103 15 2,4 3.50 sn 15 10 29 33
450 21,5 20 7 4,20 sn 15 10 32 37
500 23,9 25 2,9 4.40 sn 15 10 36 41
560 26,7 30 3,2 5.20 sn 15 10 40 46
630 30,0 35 3,7 6 dk 15 10 45 51
710 33,9 45 4,1 6.45 sn 15 10 51 58
800 38,1 60 4,5 7.30 sn 15 10 57 65
MALZEME PE 100 PN10 Silindir Alan1 23.06 cm?
Kaynak Basinci
D;‘;p e min: Welding " Iﬁ"cll::’:ss t2 t3 t4 t5 Toplan/Total
Presure
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/fsc dk/min dk/min
315 18,7 12 2,4 3.45sn 15 10 28 32
355 21,1 15 2,6 4.15sn 15 10 32 36
400 23,7 20 2,9 4.45 sn 15 10 36 41
450 26,7 25 3,2 5.20 sn 15 10 40 46
500 29,7 30 3,5 6 dk 15 10 45 51
560 33,2 35 3,8 6.40 sn 15 10 50 57
630 37,4 45 4,1 7.30 sn 15 10 56 64
710 42,1 60 4,7 8.25sn 15 10 63 72
800 47,4 70 5,3 9.30 sn 15 10 71 81
MALZEME PE 100 PN12.5 Silindir Alan1 23.06 cm?
DCap : Kaynak Biasma Dudak
b e min: ‘::.eelg‘::g T t2 t3 t4 t5 Toplan/Total
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 23,2 15 2,8 4.40 sn 15 10 35 40
355 26,1 20 3,1 5.15sn 15 10 39 45
400 29,4 25 3,4 6 dk 15 10 44 50
450 33,1 30 3,8 6.40 sn 15 10 50 57
500 36,8 35 4,2 7.25sn 15 10 55 63
560 41,2 45 4,7 8.15sn 15 10 62 70
630 46,3 55 5,5 9 dk 15 10 69 79
710 52,2 70 5,9 10.25 sn 15 10 78 89
800 58,8 90 6,5 11.45 sn 15 10 88 100
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MALZEME PE 100 PN16 Silindir Alan1 23.06 cm?
DCap ' Kaynak E.iasma Dudak
pof e min: ':/reelgl:’:g bR t2 t3 t4 t5 Toplan/Total
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 28,6 18 3,7 5.45sn 15 10 43 49
355 32,2 20 4,1 6.25 sn 15 10 48 55
400 36,3 30 4,6 7.15sn 15 10 54 62
450 40,9 35 5,0 8.15sn 15 10 61 70
500 45,4 45 5,2 9 dk 15 10 68 78
560 50,8 50 5,5 10.10 sn 15 10 76 87
630 972 65 6,0 11.25 sn 15 10 86 98
710 64,5 85 9,5 13dk 15 10 97 110
800
MALZEME PE 100 PN20 Silindir Alan1 23.06 cm?
Kaynak Basinci
Dg;p e min: Welding ¢ Iﬁ::‘:::ss t2 t3 t4 t5 Toplan/Total
Presure
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 35,2 20 4,0 7 dk 15 10 53 60
355 38,7 25 4,5 8dk 15 10 60 68
400 44,7 35 5,0 9 dk 15 10 67 76
450 50,3 40 3,9 10 dk 15 10 75 86
500 55,8 50 6,1 11.10 sn 15 10 84 95
560 62,2 65 6,7 12.25 sn 15 10 93 106
630
710
800
MALZEME PE 100 PN25 Silindir Alan1 23.06 cm?
DCap ; Kaynak B'asma Dudak
% e min: Z.id;:g thickinecs t2 t3 t4 t5 Toplan/Total
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 43,1 25,0 4,8 8.40 sn 15 10 65 74
355 48,5 30,0 5,4 9.40 sn 15 10 73 83
400 54,7 40,0 6,0 11 dk 15 10 82 93
450 61,5 50,0 6,7 12.20 sn 15 10 92 105
500
560
630
710
800
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MALZEME PE 100 PN32 Silindir Alani 23.06 cm?

Kaynak Basinci
Dg;p e min: Welding . : i:::ekss t2 t3 t4 t5 Toplan/Total
Presure
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 52,3 30 5,7 10.30 sn 15 10 78 89
355 59,0 35 6,4 11.50 sn 15 10 89 101
400 66,7 45 7,1 13.20 sn 15 10 100 114
450
500
560
630
710
800
MALZEME PE 80 PN3.2 Silindir Alani 23.06 cm?
Kaynak Basinc
Dg;p e min: Welding ¢ : ::::ss t2 t3 t4 t5 Toplan/Total
Presure
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 T4 5 1,3 1.35sn 15 10 12 14
355 8,7 6 1,5 1.45sn 15 10 13 15
400 9,8 8 1,5 2dk 15 10 15 17
450 11,0 10 1,5 2.15sn 15 10 17 19
500 12,3 13 2,0 2.30sn 15 10 18 21
560 13,7 15 2,2 2.45sn 15 10 21 24
630 15,4 20 2,5 3dk 15 10 23 27
710 17,4 25 3,0 3.30sn 15 10 26 30
800 19,6 30 3,6 4 dk 15 10 29 34
MALZEME PE 80 PN4 Silindir Alani 23.06 cm?
Kaynak Basinci
D;Zp e min: Welding . :’,Z:: ekss t2 £3 t4 t5 Toplan/Total
Presure
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 9,7 6 1,5 2dk 15 10 15 17
355 10,9 8 1,6 2.10 sn 15 10 16 19
400 12,3 10 1,7 2.30 sn 5 10 18 21
450 13,8 13 1,8 2.45sn 15 10 21 24
500 15,3 15 2,0 3dk 15 10 23 26
560 17,2 20 2,3 3.25sn 15 10 26 30
630 19,3 25 2,8 4 dk 15 10 29 33
710 21,8 30 3,4 4.25sn 15 10 33 37
800 24,5 40 3,9 5dk 15 10 37 42

15




MALZEME PE 80 PN5 Silindir Alani 23.06 cm?
Dcap : Kaynak l'iasma Dudak
e e min: ‘:/,eeg:’:g e t2 t3 t4 t5 Toplan/Total
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/fsc dk/min dk/min
315 12,1 8 1,8 2.25sn 15 10 18 21
355 13,6 10 1,9 2.45sn 15 10 20 24
400 15,3 12 2,0 3.5sn 15 10 23 26
450 17,2 15 2,2 3.25sn 15 10 26 30
500 19,1 20 2,4 3.50 sn 15 10 29 33
560 21,4 25 2,6 4.20 sn 15 10 32 37
630 24,1 30 2,8 4.50 sn 15 10 36 41
710 27,2 40 3,2 5.25sn 15 10 41 47
800 30,6 50 3,8 6 dk 15 10 46 52
MALZEME PE 80 PN6 Silindir Alani 23.06 cm?
Kaynak Basinci
Dg;p e min: Welding : Igl:d;n“:ss t2 t3 t4 t5 Toplan/Total
Presure
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 14,3 9 1,9 2.50 sn 15 10 21 25
355 16,1 10 2,0 3.15sn 15 10 24 28
400 18,2 15 2,3 3.40 sn 15 10 27 31
450 20,5 20 2,6 4.5sn 15 10 31 35
500 22,7 25 2,8 4.30 sn 15 10 34 39
560 25,5 30 3,0 5dk 15 10 38 44
630 28,6 35 3,4 5.45sn 15 10 43 49
710 32,3 45 3,9 6.30 sn 15 10 43 55
800 36,4 55 4,5 7.15sn 15 10 55 62
MALZEME PE 80 PN8 Silindir Alani 23.06 cm?
Dcap . Kaynak B.asmc: Dudak
e e min: ?,:.:Ig::g thickness t2 t3 t4 t5 Toplan/Total
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 18,7 10,0 2,4 3.45sn 15 10 28 32
355 21,1 15,0 2,6 4.15sn 15 10 32 36
400 23,7 20,0 2,8 4,45 sn 15 10 36 41
450 26,7 25,0 3,2 5.20 sn 15 10 40 46
500 29,7 30,0 3,5 6 dk 15 10 45 51
560 33,2 35,0 4,0 6.40 sn 15 10 50 57
630 37,4 45,0 4.6 7.30 sn 15 10 56 64
710 42,1 60,0 5,3 8.25sn 15 10 63 72
800 47,4 70,0 5,9 10.10 sn 15 10 71 81
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MALZEME PE 80 PN10 Silindir Alan1 23.06 cm?
Dcap . Kaynak E.Iasma Dudak
% e min: zzlz:,:eg i t2 t3 t4 t5 Toplan/Total
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 23,2 15 2,8 4.40 sn 15 10 35 40
355 26,1 20 3,1 5.15sn 15 10 39 45
400 29,4 25 3,4 6 dk 15 10 44 50
450 33,1 30 3,8 6.40 sn 15 10 50 57
500 36,8 35 4,3 7.25sn 15 10 55 63
560 41,2 45 4,9 8.15sn 15 10 62 70
630 46,3 55 5,6 9.15sn 15 10 69 79
710 52,2 70 6,2 10.25 sn 15 10 78 89
800 58,8 90 6,8 11.45 sn 15 10 88 100
MALZEME PE 80 PN12.5 Silindir Alani 23.06 cm?
Kaynak Basinci
Dg;p e min: Welding ¢ : ::I;?ekss t2 t3 t4 t5 Toplan/Total
Presure
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 28,6 15 3,4 5.45sn 15 10 43 49
355 32,2 20 3,9 6.25 sn 15 10 48 55
400 36,3 30 4,3 7.15sn 15 10 54 62
450 40,9 35 4,6 8.10 sn 15 10 61 70
500 45,4 45 5,1 9 dk 15 10 68 78
560 50,8 55 5,7 10.10 sn 15 10 76 87
630 57,2 65 6,4 11.25 sn 15 10 86 98
710 64,5 85 7,1 13 dk 15 10 97 110
800
MALZEME PE 80 PN16 Silindir Alani 23.06 cm?
Dcap , Kaynak B.asma Dudok
% e min: ‘:/g::;g chicknaics t2 t3 t4 t5 Toplan/Total
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 35,2 20 4,0 7 dk 15 10 53 60
355 39,7 25 4,5 8 dk 15 10 60 68
400 44,7 35 5,0 9 dk 15 10 67 76
450 50,3 40 5,5 10 dk 15 10 75 86
500 55,8 50 6,1 11.10 sn 15 10 84 95
560 62,2 65 6,6 12.25 sn 15 10 93 106
630
710
800
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MALZEME PE 80 PN20 Silindir Alani 23.06 cm?

Kaynak Basinci
D;Zp e min: Welding : : :::ekss t2 t3 t4 t5 Toplan/Total
Presure
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 43,1 25 4,8 8.40 sn 15 10 65 74
355 48,5 30 5,4 9.40 sn 15 10 73 83
400 54,7 40 6,1 11 dk 15 10 82 93
450 61,5 50 6,9 12.20 sn 15 10 92 105
500
560
630
710
800
MALZEME PE 80 PN25 Silindir Alan1 23.06 cm?
Kaynak Basinci
D;'i:p e min: Welding ¢ : i::‘l::’:ss t2 t3 t4 t5 Toplan/Total
Presure
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 52,3 30 5,7 10.30 sn 15 10 78 89
355 55,0 35 6,3 11.50 sn 15 10 89 101
400 66,7 45 6,9 13.20 sn 15 10 100 114
450
500
560
630
710
800
MALZEME PP PN2.5 Silindir Alani 23.06 cm?
Kaynak Basinci
Dg’.:p e min: Welding : ZZ,:’:“ t2 t3 t4 t5 Toplan/Total
Presure
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 7.7 3 1,3 1.30sn 15 10 12 14
355 8,7 4 15 1.45sn 15 10 13 15
400 9,8 5 3.5 2dk 15 10 15 17
450 11,0 7 1,5 2.15sn 15 10 17 19
500 12,3 8 2.0 2.30 sn 15 10 18 21
560
630
710
800
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MALZEME PP PN4 Silindir Alani1 23.06 cm?
DCap : Kaynak Biasma Dudak
b e min: 2:?;1‘:73 T t2 t3 t4 t5 Toplan/Total
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 12,2 5 1,7 2.25sn 15 10 18 21
355 13,7 7 1.9 2.45sn 15 10 21 24
400 15,4 8 2,0 3dk 15 10 23 27
450 17,4 10 2,2 3.30sn 15 10 26 30
500 19,3 13 2,4 4 dk 15 10 29 33
560
630
710
800
MALZEME PP PN6 Silindir Alani 23.06 cm?
Kaynak Basinci
D;Zp e min: Welding ¢ : i:lzf:ss t2 t3 t4 t5 Toplan/Total
Presure
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 17,9 7 S 3.35sn 15 10 27 31
355 20,1 10 1,7 4 dk 15 10 30 35
400 22,7 12 1,9 4.30 sn 15 10 34 39
450 25,5 15 2,2 5 dk 15 10 38 44
500 28,3 20 2,5 5.40 sn 15 10 42 49
560
630
710
800
MALZEME PP PN10 Silindir Alani 23.06 cm?
DCap . Kaynak B'asma ik
o e min: ‘::.ZIZZ.,: i t2 t3 t4 t5 Toplan/Total
mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 28,6 11 3,7 5.45 sn 15 10 43 49
355 32,2 15 4,1 6.30 sn 15 10 48 55
400 36,3 20 4,6 7.15sn 15 10 54 62
450 40,9 25 5,0 8.10sn 15 10 61 70
500 45,4 30 5,2 9 dk 15 10 68 78
560
630
710
800
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MALZEME PP PN12.5 Silindir Alan1 23.06 cm?
Kaynak Basinci
Dg;p e min: Welding ¢ : ::::ss t2 t3 t4 t5 Toplan/Total
Presure

mm mm P1=P5 (BAR) mm Dk/sn/min sc/sc sc/sc dk/min dk/min
315 35,2 15 4,0 7 dk 15 10 53 60

355 39,7 20 4,5 8dk 15 10 60 68

400

450

500

560

630

710

800
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