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Qo Luén tién phong CATALOGUE SAN PHA,M PP-R UV
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SAN PHAM PP-R CHONG UV THEO TIEU CHUAN DIN 8077 & 8078 PP-R UV RESISTANCE PRODUCTS ACCORDING TO DIN 8077 & 8078 STANDARD

Théng s6 ky thuat 6ng PP-R 2 I&p chéng UV - Specification for PP-R 2 layers UV resistance pipes Néi thdng - Coupling

= 20 20 145 3
- I e 25 20 16 3
32 20 18 3

3

3

3

DN

o Lz 40 20 20.5
e / \ 50 20 235
. 63 20 27.5

e
T
e1+ -
-

| DNxRp | PN | L | | | k.
38

20x 1/2” 20 145 14 1
20 4 0.4 2.3 0.4 2.8 0.5 3.4 0.5 4.1 25x1/2" 20 42 16 14 1
25 x 3/4” 20 42 16 15 1
25 4 0.6 2.8 0.6 35 0.7 4.2 0.7 5.1
Hinh 1 - Fi ) 32x1 20 59 18 18 2
32 4 0.7 2.9 0.7 4.4 0.8 5.4 0.8 6.5 inh 1 - Figure 40 x 1.1/4" 20 64 205 20 2
40 4 0.8 3.7 0.8 5.5 0.9 6.7 0.9 8.1 50 x 1.1/2” 20 67 235 20 2
50 4 0.9 46 0.9 6.9 1.0 8.3 1.0 10.1 63x2° 20 80 275 27 2
63 4 1.0 5.8 1.0 8.6 1.0 10.5 1.0 12.7
DN: Buong kinh danh nghia - Nominal diameter (mm) L: Chiéu dai 6ng - Length of pipe (mm) P . .
e: D6 day thanh 6ng danh nghia - Nominal wall thickness (mm) PN: Ap suat danh nghia - Nominal pressure (bar) NGi thang ren ngoai - Male threaded coupling
Cha y / Note:
- Khi st dung 6ng PP-R 2 I&p dan nwéc néng can tinh dén hé sb suy gidam ap suét do nhiét d6. Théng tin tra theo bang:
“Ap suét va tudi tho lam viéc 6ng nhya PP — R/ Trang 29” mm_“
- When PP-R 2 layers UV resistance pipe is used to deliver hot water, it is necessary to calculate carefully the pressure 20 x 1/2” 20 52 14.5 14 1
reduction coefficient due to temperature. 25 x 1/2” 20 56 16 14 1
- Khuyén cao nén str dung 6ng PP-R 2 I&p chdng UV tir PN16 tré 1&n cho dwdng édng dan nwéc nong dé dam bao chét 25 x 3/4” 20 57 16 15 1
lvong cong trinh. _ _ _ _ _ : . \ : 32x1” 20 72 18 18 2
-ltis recqmmended to use PP-R 2 layers UV resistance pipe PN16 or higher for hot water delivery to ensure quality of the Hinh 1 - Figure 1 Hinh 2 - Figure 2 40 x 1.1/4” 20 78 205 20 5
construction.
50 x 1.1/2” 20 81 235 20 2
63 x 2" 20 99 275 27 2

2 Don vj tinh: PN: bar - C4c théng s6 khac: mm Unit: PN: bar - Other units: mm 3
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SAN PHAM PP-R CHONG UV THEO TIEU CHUAN DIN 8077 & 8078 PP-R UV RESISTANCE PRODUCTS ACCORDING TO DIN 8077 & 8078 STANDARD
Néi thang chuyén bac - Reducer coupling Nbi géc 90° ren trong kép - Double female threaded 90° elbow
25-20 14.5 50-25 235 16 16
St 3220 20 18 145 10 50-32 20 235 18 13
Z ——H— 5 3225 20 18 16 7 50-40 20 235 205 9 mm-—ﬂn
40-20 20 205 145 14 6325 20 275 16 23 25x1/2” 150
Lz | 4025 20 205 16 11 63-32 20 275 18 19
40-32 20 205 18 8 6340 20 275 205 15
50-20 20 235 145 16 63-50 20 275 235 10
Nbi goc 45° - 45° elbow Néi géc 90° - 90° elbow

Nbi goc 90° ren ngoai - Male threaded 90° elbow

145 14.5
25 20 16 7 25 20 16 14
32 20 18 9 32 20 18 17
[ e e
50 20 23.5 14 ‘ 50 20 23.5 28 25 x 1/2” 20 16 52 15.5 14 1
R : 63 20 275 17 - | 63 20 275 34 ) . ) _ 25x3/4" 20 16 545 155 15 1
B } N Hinh 1 - Figure 1 Hinh 2 - Figure 2 32 % 1" 20 18 78 17 18 5

DN

Néi géc 90° ren trong - Female threaded 90° elbow

Ba chac 90° - Tee

20 x 1/2” 145 34 155 145
25x1/2" 20 16 38 155 14 1 Wﬁ . 25 20 16 14
Hinh 1 - Figure 1 Hinh 2 - Figure 2 25 x 3/4” 20 16 395 155 15 1 N 777ﬂ 32 20 18 17
h 32x1” 20 18 65 17 18 2 - ‘ %@ 40 20 20.5 23
kL z |l 50 20 23.5 28
To. 63 20 27.5 34
N N o

4 Don vj tinh: PN: bar - Céc théng sb khac: mm Unit: PN: bar - Other units: mm 5
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SAN PHAM PP-R CHONG UV THEO TIEU CHUAN DIN 8077 & 8078 PP-R UV RESISTANCE PRODUCTS ACCORDING TO DIN 8077 & 8078 STANDARD

Ba chac ren trong - Female threaded tee Ba chac chuyén bac - Reduced tee

25-20 14.5

mmnnnnm 220 20 18 145 1 17

20 x 172" 14.5 15.5 32-25 20 18 16 14 17

1
25x1/2 20 16 38 155 14 1 DN 4020 20 205 145 11 23
25x3/4” 20 16 395 155 15 1 2z 4025 20 205 16 14 23
Hinh 1 - Figure 1 32x1° 20 18 58 17 18 2 S | 4032 20 205 18 17 23
50x3/4’ 20 235 49 27 15 1 N s gy 5020 20 235 145 11 28

h c

DN ” ©
‘ i 50x1” 20 235 62 27 18 2 ? 5025 20 235 16 14 28

50-32 20 23.5 18 17 28
E 50-40 20 23.5 20.5 23 28
63-25 20 27.5 16 14 34
63-32 20 27.5 18 17 34
63-40 20 27.5 20.5 23 34
63-50 20 27.5 235 28 34

Ba chac ren ngoai - Male threaded tee

Bich han I6ng - Flange
mmnnﬂ“m

20x 1/2” 14.5 15.5

1
25x1/2° 20 16 53 155 14 1 LT
e
Hinh 2 - Figure 2 S2x1” 20 18 72 17 18 2 . B 50 235
50x3/4” 20 235 63 27 15 1 5 | &5 20 275 a3
50x1" 20 235 74 27 18 2
-
=P L

Dau bit - End cap Van chin - Globe valve

Con 1 oen |
20 20 14.5

14.5
z 32 20 18 25 20 80 16
40 20 20.5 32 20 90 18
: 50 20 23.5 40 20 96 20.5
63 20 27.5

50 20 110 235

6 Don vj tinh: PN: bar - Céc théng sb khac: mm Unit: PN: bar - Other units: mm 7
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Van ctra - Gate valve

CATALOGUE SAN PHAM PP-R UV

65 14.5
25 20 72 16
32 20 80 18
40 20 100 20.5
50 20 115 235
63 20 130 27.5

Zac co nhwa - Barrel union

445 145 465
25 10 52.5 16 57.6
32 10 56 18 72
40 8 675 205 82
50 6 755 235 100
63 6 865 275 120

Zac co ren ngoai - Male barrel union

20 x 1/2” 14.5
25 x 3/4” 20 16 62 16
32x1” 20 18 65 18

40 x 1.1/4” 20 20.5 69 18

50 x 1.1/2” 20 23.5 73 18

63 x2" 20 27.5 83 18

20x1/2” 145 375
25 x 3/4” 20 16 47 17
32x1 20 18 48 19

40 x 1.1/4” 20 20.5 55 21
50 x 1.1/2” 20 235 605 22
63 x 2" 20 275 695 22

Ong tranh - Bypass bend

14.5
25 20 125 16

Don vj tinh: PN: bar - C4c théng s6 khac: mm

HUGNG DAN CHUNG
GENERAL INSTRUCTIONS

« Kha nang khang héa chat - Chemical resistance 28
« Ap suét va tudi tho lam viéc cta éng nhya PP-R ©= 1.5)

Allowable operating pressure for PP-R pipes (C= 1.5) 29
o Tiéu chudn san pham - Standard of products 30
« Tinh chét vat ly cua vat liéu - Physical properties of materials 30
« Pham vi iing dung cta san pham - Application scope of products 31
« Uu diém cuta san pham - Advantages of products 31

« Han 16ng 6ng va phu tung PP-R trén thiét bj cam tay

Welding PP-R pipes and fittings on hand-held equipment 32
« Han I6ng 6ng va phu tiung PP-R trén may han co (a4p dung cho méi néi phu ting

PP-R ©63 - @160

Welding pipe and fitting PP-R on mechanical welding machine. Applicable to the

PP-R fittings @63 - @160 33
¢ Huéng din han mat dau 6ng PP-R

Instruction butt fusion welding PP-R pipe 35
« Huéng dan Dai khai thuy han cdm PP-R

Instruction Weld in saddle PP-R 36
+ Méi néi bang ren

Threaded joint 38
« LAP DAT

INSTALLATION 39
« Bu gian nd nhiét - Compensate for expansion due to temperature 39

« Thiét ké diém giir cé dinh va diém giir di trugt - Fixed point and slip point designs 39

« Khoang cach dé éng - Pipe support distance 40

« Lap dat trong truc ding - Installation in vertical pipe 41

« Mét sé hinh anh vi du - Example images 42
Unit: PN: bar - Other units: mm 9
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Kha ndng khang héa chéat - Chemical resistance

Acetic Acid 10%

Ap suét va tudi tho lam viéc ciia 6ng nhwa PP-R (C= 1.5) - Allowable operating pressure for PP-R pipes (C= 1.5)

Loai héa chét Néng dé uPvC HDPE PP-R
Chemical type Concentration 20°C | 60°C | 20°c | 60°C | 20°C | 60°C
S S S S S S
S

Aceton Loai céng nghiép-lédng - Industrial-liquid NS NS L L S
Allyl Alcohol Loai céng nghiép-léng - Industrial-liquid L NS S S S S D&y ap suat - Pressure Group
Ammonium Nitrate Dung dich b&o hoa - Saturated solution S S S L S S Nhiét do Tudi tho SDR 11 SDR 7.4 SDR 6 SDR 5
Aniline Loai cong nghiép-1éng - Industrial-liquid NS NS S L S S Te"‘?:g’;‘t“’e Se{"’f ';'fe PN10 PN16 PN20 PN25
nam A Lo e - S £
. . a T Ap suat lam viéc cho phép I&n nhat (bar)
B L hiép-I - Industrial-liquid NS NS L L L NS
enzene 041 ong nghigp-iong - IndusTriariqui Maximum Permissible Operating Pressure (bar)
Benzoic Acid Dung dich b&o hoa - Saturated solution L NS S S S 1 15.0 23.7 29.9 37.7
Borax Dung dich bao hoa - Saturated solution S S S S S S 20 10 13.7 21.7 27.4 34.5
Boric Acid 10% s L s S s . 50 12.9 20.4 25.7 324
Loai c5 hiep-13 Industria-liauid S 1 12.7 20.2 254 32.0
N-Butanol oai cdng nghiép-16ng - Industrial-liqui L S S S L 30 10 11.6 18.4 232 29.2
Calcium Hydroxide Dung dich b&o hoa - Saturated solution S S S S S S 50 10.9 17.2 21.7 27.4
Chromic Acid 50% S L S L - - 1 10.8 171 21.6 21.6
: . : 40 10 9.8 15.5 19.6 19.6
itri i Dung dich bao hoa - Saturated solution S
Citric Acid ga S S S S S 50 92 145 18.3 18.3
Cyclohecxanone Loai cong nghiép-léng - Industrial-liquid NS NS S L NS NS 1 9.1 14.5 18.2 23.0
Dioctyl Phthalate Loai cong nghiép-16ng - Industrial-liquid NS NS S L L L 50 10 8.2 13.1 16.5 20.8
Fomic Acid 50% s L s s s _ 50 7.7 12.2 15.4 19.4
Glyceri Loai cdng nghiép-léng - Industrial-liquid S S S S S S ! o4 122 154 194
yoerine 21 cong nghiep-ong g 60 10 6.9 11.0 13.9 175
Hydrochloric Acid 20% S L S S S S 50 6.4 10.2 12.9 16.2
Hydrogen Peroxide 30% S S S S S L 1 6.5 10.3 12.9 16.3
. o e 70 10 5.8 92 11.6 14.6
i i Loai cong nghiép-lédng - Industrial-liquid L - -
Lactic Acid 71 On9 noniepong e NS S S 50 4.2 6.7 8.5 10.7
Methyl Acohol Loai cong nghiép-léng - Industrial-liquid S L S S S - 80 1 5.4 8.6 10.8 13.7
Oleic Acid Loai cong nghiép-long S S S S S L 10 4.0 6.4 8.1 10.2
Sodium Carbonate 50% S S S S S S 95 1 3.8 6.1 7.6 9.6
i i 40% S - £ £ 2 N =
Sodium Hydroxide ° S S S S Vi du: Ong PP-R PN20 Iam viéc & nhiét dd 60°C, ap suét thuyc t& 12.9 bar thi tudi tho la 50 nam.
Sunphuric Acid 75% S L S S - - Example: PP-R PN20 operating temperature 60°C, reality pressure 12.9 bar, life of pipe is 50 years
Toluen Loai cong nghiép-lédng - Industrial-liquid NS NS L NS L NS
Xyleness Loai cong nghiép-ldng - Industrial-liquid NS NS L NS NS NS

V6i céc héa chét va didu kién st dung khéc, tham khéo khé ndng khang héa chét Tiéu chudn ISO/TR 10358:1993

For other chemicals and using conditions, please contact the manufacturer, or refer to the chemical resistant table in

ISO/TR 10358:1993.

S : Chju duoc - Satisfatory resistance

L : Chiu dworc co6 gidi han - Limited resistance

NS : Khéng chiu dwoc - Resistance not satisfactory

10
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Tiéu chuan san pham - Standard of products

San Pham San xuét theo tiéu chuan Quy cach
Product Standard Item

Ong va phu kién PP-R DIN 8077&8078:2008
! PP-R pipes and fittings DIN 16962 DN 20 - DN 200
2 Ong PP-R 2 16p chéng UV DIN 8077&8078:2008 DN 20 - DN 63

PP-R 2 layers UV resistence pipes

Tinh chat vat ly caa vat liéu - Physical properties of materials

Gia tri/Don vi tinh

Physical properties Testing method
HDPE
Ty trong 140 +1.45 g/em®  0.95 + 0.96 glem®  0.90 + 0.91g/cm? 1SO 1183
Density
He s gian no nhiet 0.08 mm/m°C 0.2mm/m.K 0.15 mm/m.K DIN 53752
Thermal expansion coefficients
Do bén kéo dut tdi thidu
Tensile strength 45 Mpa 20 Mpa 23 Mpa ISO 6259
Pham vi nhiét dé lam viéc 0 + 450C 0 + 40°C 0+ 950C
Temperature range
Bién tro suat be mat 1010 > 10720 21020 DIN IEC 60093
Surface resistivity
Mo-dun dan hoi 3000 MPa 800 + 1100 Mpa ; ISO 178

Elastic modules

Nhiét d6 héa mém Vicat
phu kién téi thidu 74°C - - ISO 2507
Vicat softening point fittings

Nhiét dd héa mém Vicat
éng téi thidu 80°C - - ISO 2507
Vicat softening point pipes

Do gian dai téi thidu

i ) - 350% - ISO 6259
Minimum expansion
Chi sb chay (190°C/5kg) ) 0.2+0.5¢/ ) 1SO 1133
Yield point (190°C/5kg) 10 phat/minutes
Bo6 bén va dap charpy ) i 154 1SO 179

Impact resistance

12

CATALOGUE SAN PHAM PP-R UV

Pham vi trng dung ctia san pham - Application scope of products

- Hé théng cAp nwéc néng, nwéc lanh
trong dan dung va cdng nghiép.
- S dung trong hé théng diéu hoa,

swéi Am.

- Water supply system for hot and
cold water in civil and industrial.

- Air conditioning and heating system.

Uu diém cta san pham - Advantages of products

- Nhe nhang, dé van chuyén.

- Chiju lwc nén va chju va dap cao.

- Kha nang chju mon cao.

- Kha nang khang héa chéat tét, sir
dung phu hop trong dan nuwéc cé tinh
axit, kiém, nwdc thai chira cac chat
hiru co, nwédc man. vv...

- N&i ghép dé dang.

- D& béo quan.

- Tubi tho dé&n 50 nam khi d&t ngadm
dudi dat trong diéu kién binh thudng.

- Chju dwoc nhiét d6 cao toi 95°C.

- Feather-light weight, easy to transport
- Bearing compression and high im-
pact resistant.

- High corrosion resistant.

- Chemical resistance, proper used
in acidic, alkaline water, wastewater
containing organic substances, salt
water, ...

- Easy pairing connection.

- Easy storage.

- 50 years to the lifespan when placed
underground in normal conditions.

- High temperature up to 95°C.

13



>

NHUA TIEN PHONG
TIEN PHONG
Q= Luén tién phong

HAN LONG ONG VA PHU TUNG PP-R TREN THIET Bl CAM TAY
Welding PP-R pipes and fittings by hand-heldmachine

« Vé sinh cac bé mat tru gia nhiét.

« LAp va bat ch&t cac tru gia nhiét

« Kétnbi may han v&ingudn dién va dat nhiét dé may han tir 250°C - 270°C.
- Clean the surface of sockets.

« Choose the suitable sockets and install.

* Poweron and set temperature within 250°C - 270°C.

« C4t 6ng theo phwong vudng goc véi dwéeng tam éng.
- Vé sinh sach bé mat ngoai cllia 6ng va bé mat trong cta phu tung khu vic
han.

- Cutthe pipe perpendicularly with the centerline.
« Clean the surface of pipe and welding area.

« Vach dau chiéu dai ctia mbi han 1&n bé mét cta 6ng.

‘ « Mark the length of weld on the pipe surface.

« Xac dinh try gia nhiét da dat nhiét dé han (den bao trén may)

« D4y ddng thdi ddu 6ng va phu ting vao dau gia nhiét dng va gia nhiét phu
tung (git déng tam).

« Gil» nguyén 6ng va phu tung cho t&i théi gian qui dinh (Bang 1—cot 3).

« Determine the reached welding temperature (light on machine).

« Push pipes and fittings simultaneously into welding sockets.

« Hold pipes and fittings in place until reaching the required period (Table 1-
column 3.

- Khi d& du thoi gian qui dinh, rat ddng thoi dng va phu ting ra khéi dau gia
nhiét (trong qua trinh rit khéng dwoc xoay dng hodc phu tiing).

« Nhanh chéng day dau 6ng da dwoc gia nhiét vao phu tiing cho téi chidu sau
da dwoc danh dau ma khéng duoc xoay dng hodc phu tung (Thoi gian nbi
6ng khoéng dwoc vuot qua thdi gian quy dinh cho trong bang 1 —cot 4). Méi
ndi duorc gilr cb dinh trong thoi gian dwoc cho trong bang 1 — Cot 5. Mébi nbi
chi dwoc lam viéc sau khi két thuc thdi gian lam ngudi (Bang 1 — Cot 6).

» Upon the end of required time, pull simultaneously both pipes and fittings out of sockets (do not rotate during
process).

- Apply immediately pressure and slide the pipe into fitting until the depth remark without rotation (do not exceed the
required jointing time which is based on table 1-column 4). The weld must be held in place during period in table 1-
column 5 and be able to use after cooling time.

14

CATALOGUE SAN PHAM PP-R UV

HAN LONG ONG VA PHU TUNG PP-R TREN MAY HAN CO
(AP DUNG CHO MOI NOI PHU TUNG PP-R ©63 - ©160)

Welding pipe and fitting PP-R by mechanical welding machine
(application range within the PP-R fittings @63 - ©160)

+ V& sinh sach cactap chattrénbé mat tru gia nhiét

+ Lap vabat chat cactru gia nhiét dau 6ng va dau phu tung 1én ban gia nhiét.
« Két ndi may han véingudn dién va dat nhiét d6 may han tir 250°C - 270°C.
 Clean the surfaces that are supposed to be welded.

- Install welding jigs.

* Poweron and set the temperature within 250°C - 270°C.

. Caténg vudng goc dudng tam.

« Vé sinh sach bé mat ngoai cia 6ng va bé mat trong ctia phu tung khu vuc
han.

« Vach d4u chiéu dai ctia mbi han 1én bé mat ctia dng. Lap éng va phu tung

I&én cac b kep trén may.

- Cut the pipe perpendicularly with the centerline.

- Clean the surface of pipe and welding area.

« Mark the length of the weld on the pipe surface, then, clamp
the pipes and fittings on machine.

« Khi dat d&n nhiét do han, day 6ng va phu tung vao dau gia nhiét cia may
han cho t&i phan gi¢i han cla dau gia nhiét. Gitr nguyén éng va phu tiing
cho t&i thoi gian quidinh (Bang 1 —c6t 3).

« When the welding temperature has reached, push the pipes
and fittings into the heating head of the machine until its limit.
Fasten them based on the required time (Table 1 - Column
3).

« Khi da da thoi gian qui dinh, rat ddng thdi 6ng va phu ting ra khéi dau gia
nhiét.

+ Nhanh chéng day dau éng da dwoc gia nhiét vao phu tung cho téi chidu
sau da dwoc danh dau (Thoi gian ndi 6ng khdng dwoc vwot qua thi gian
quy dinh cho trong bang 1 — cot 4). Méi néi dwoc gitr nguyén va lam nguoi
v&i thoi gian quy dinh (Bang 1 — Cét 6). Trong qua trinh lam nguéi, tuyét dbi
khongra, vao bd kep.

* Upon the end of required time, pull simultaneously both pipes and fittings out of sockets.

« Apply immediately pressure and slide the pipe into fitting until the depth remark (do not exceed the required jointing
time (table 3-column 4). The weld must be held in place during required period in table 3-column 5 and do not move
the clamp.

15
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CATALOGUE SAN PHAM PP-R UV

BANG 1: THONG SO HAN ONG - PHU TUNG PP-R
Pipe welding parameters - PP-R fittings

Duéng |1<inh éng | Chiéu dézi méi han | Thai gian3gia nhiét | Thai gia: nédi éng Thai g?an gilr Thc“siégian
(mm) (mm) (giay) (gidy) c6 dinh (giday) | lam ngudi, (phut)
Pipe diameter Weld length Heating time Jointing time Jointing time Jointing time

(mm) (mm) (s) (s) (s)

20 14.5 6 4 6 2

25 16 7 4 10 3

32 18 8 6 10 4

40 20.5 12 6 20 4

50 23.5 18 6 20 5

63 27.5 25 8 30 6

75 30 30 8 30 8

90 33 40 10 40 8

110 37 50 10 50 8

125 41 60 10 60 8

140 43 70 13 60 10

160 47 80 15 60 15

CHUY
Note

Cac c& phu tung PP-R @110 — @200 c6 thé han 16ng trén may han thuy luc.
Lién hé Coéng ty dé co thém théng tin chi tiét.

@110 - @200 PP-R Fittings can be welded on a hydraulic welding machine.
Contact the Company for more information.

16

HUSNG DAN HAN MAT DAU ONG PP-R
PP-R pipe butt fusion welding instruction

L . AT

- V& sinh sach bé mé&ttrong va ngoai hai dau éng hoac - Kep cac dau 6ng can han (co thé can hé tro béi cac
phu tung can han, ban khda, bé mé&t ban gia nhiét; gia dd con 1an dé gidm ap suét can.

« Clean both internal and external surface of pipe » Clamp welded pipe ends (Roller supports can be
ends or welded fitting, planing tool and heater plate usedto reduce pressure.

surfaces.

- Dwa may khdéa vao may. Khda phang hai dau éng « Can chinh hai dau 6ng. Hai dau 6ng khoéng dwoc
ho&c phu tung. nam léch nhau qua 10% so v&i chiéu day thanh éng.
* Put the planing tool into the frame between the pipe « Align the pipes which the maximum misalignment

ends. Planing the pipe ends orfitting. should not exceed 10% of the wall thickness.

- Cai dat ap suét han (tham khao hwéng dan van hanh « Gia nhiét hai dau 6ng hodc phu tung.
may han. « Gidm &p suét, bat d4u qua trinh G nhiét.
 Set up the fusion pressure (Refer to the manual of  Heat the pipe ends or fitting.
welding machine. * Reduce the pressure and start the heating soak
time.

« Kétthuc qua trinh G nhiét, IUi ban kep di dong, Iy ban nhiét ra ngoai.

* Han hai d4u ng hodc phu tung véinhau;

- Gitr hai dau 6ng hodc phu tung dwdi ap suét trong sudt qua trinh lam
ngudi & trong may.

« Néu c6 yéu cau, lam ngudi hoan toan méi han & trong may hoac
ngoai may.

* Finish the heating soak time, open the frame and take out the heating plate.
* Weld ends of pipes or fittings together.

* Hold the joint at pressure during cooling process inside.

* Ifrequired, cool the weld internal or external the machine.

Chi y: Quy trinh han, céc théng sé ky thuét han tham khao huéng dén van hanh cda tirng may han.
Note: Refer to Pipe Welding Machine guide for Butt fusion jointing process and technical information.

17
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HUSNG DAN DAl KHGI THUY HAN CAM PP-R

Instruction PP-R weld in saddle

(" )

« Vé sinh sach cac tap chat trén bé mat tru gia nhiét

+ L&p va bit chat cac tru gia nhiét dAu éng va dau phu tiing 1én ban gia nhiét BANG 2: THONG SO HAN DAl KHOI THUY HAN CAM PP-R
« Kétnbi may han voi nguén dién va dat nhiét d6 may han tr 250°C - 270°C. Table 2 WeIding paramers _ PP-R weld in saddle

» Clean the surfaces that are supposed to be welded.
- Choose suitable die head and install.
* Poweron and set the temperature within 250°C - 270°C.

Mui
Kiocied T1 T2 T3 (phat
Special (s) (s) (phat)
drill
90-20 20 20 14.5 18 6 4 4
75-20 20 20 14.5 18 6 4 4
63-20 20 20 14.5 18 6 4 4
50-20 20 20 14.5 18 6 4 4
40-20 20 20 14.5 18 6 4 4
90-25 20 25 16 23 7 4 5
- Dung miii khoét d&c chiing va c6 duwdng kinh phtihop - Lam sach hét phoi sau khoét 16, bé mat 6ng lan can viing 75-25 20 25 16 23 7 4 5
(bang 1). Khoét thiing 16 trén than éng. 16 khoét va bé mat han trén phu tung. 5305 20 Py 6 7 - 2 5
» Gouge hole in pipe using specialized drill that has + Clean both internal and external the gouged hole. 50-25 20 25 16 23 7 4 5
suitable diameter. 75-32 20 32 18 30 8 6 6
63-32 20 32 18 30 8 6 6
« Khi dat dén nhiét do han, cdm tru gia nhiét dwong vao 16 khoét, cdm phu 90-40 20 40 205 38 12 6 7
tung vao tru gia nhiét am. Trong qua trinh day khéng dwoc xoay hodc kéo
may han va phu tung ra ngoai. Gilr nguyén may han va phu tung cho t&i 7540 20 40 20.5 38 12 6 /
thii gian gia nhiét qui dinh (bang 2). 110-50 20 50 235 48 18 6 9
- When the welding temperature has reached, install the positive heated 90-50 20 50 235 48 18 6 9
tool into hole while putting the fittings into the negative. During pushing 125-63 20 63 27.5 61 25 8 11
process, do not rotate or pull the machine and fittings out. Hold them in
place until required heating time (table 2).
- Khi d& da thoi gian qui dinh, rat ddng théi may han va phu tung ra khai dau Miii khoét / Special drill
gia nhiét, trong qua trinh rut khdng dwoc xoay may han hoac phu tung. . ] ~ o ) .
- Nhanh chéng déy dau phu tung da dwoc gia nhiét vao 16 khoan trén 6ng DN: Buong kinh danh nghta (mm).  T1 : Thoi gian gia nhiét (s)
cho t&i hét chiéu dai I&p ghép ctia phu tung (thdi gian ndi dng khéng dwoc Nominal diameter. Heating time.
vuwot qua thdi gian quy dinh dwoc cho trong bang 2). Méi néi dwoc git cb PN: Ap suét (bar) T2 : Thoi gian ghép (s)
dinh trong thai gian 20 gidy va dwoc on dinh (lam ngudi) vei thoi gian quy Nominal pressure. Jointing time.
dinh (bang 2). 3 . P e .
Inh (béng 2) I :Chidu dai I4p ghép (mm) T3 : Thoi gian &n dinh méi ndi (phat)
Length of socket. Cooling time (minute).

- Uponthe end of required time, pull simultaneously both machine and fittings out of heating head without rotating.
« Apply immediately pressure and slide the heated fittings into the hole until the end of assembly length (do not exceed
the required jointing time in table 4). The weld must be held in 20s and meet the required cooling time (table 2).
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MOI NOI BANG REN LAP DAT
Threaded Joint INSTALLATION
« Quén bang teflon theo hwdng xoén clia ren cho ren 1. BU GIAN NO NHIET
ngoai. .
» Wrap the teflon tape along the thread for the male Thermal Expan5|on Compensatlon Method
thread. Trong trwdng hop dwdng éng PP-R dwoc chdn vao twdng hay dwdi san khéng can tinh dén bu gidn né do c6

lwe ma sat ngédn ngira sy gidn nd. Tuy nhién, dbi véi dwdng 6ng PP-R 18p tw do, can tinh dén sy bu do gian né. Co hai
lwa chon dé bu gidn né nhiét: nhanh gién né (hinh 1) ho&c vong gian né (hinh 2).

While burried PP-R pipes in wall or under the floor are not being required for expansion compensation due to
friction preventing, the freely installed PP-R pipes must be taken into account. There are two options for thermal

. Miét tay chat ddu sau khi hoan thanh 16p bing expansion compensation: expansion Branch (figure 1) or expansion ring (figure 2).

Teflon.
» Apply pressure to secure the tape.

« Van chatren ngoaivaren trong.

» Twist male thread into female thread.

Hinh 1. Nhanh gian n& Hinh 2. Vong gian n&
Figure 1. Expansion Branch Figure 1. Expansion ring
- Xiét chat ren bang ca 1& hodc dung cu twong dwong khac, d@m bao chi )
xiét thém tlr 1 dén 2 vong ren va néu khi vai hai dau ren da cham nhau FP: Di_ém gitt ¢ dinh (Fixed point)
thi xiét thém khéng qua 1/4 vong ren dé méi ghép ren khéng bi pha hay. SP: biem gitr di trwot (Slip Point)

« Tighten the thread by wrench or other tools, tighten more than from 1 to

2 threads; if two parts touch each other then tighten no more than 1/4 2. THIET KE DIEM GIU cO DINH VA DIEM GIU DI TRUOT (Hinh 3)

thread so that the threaded joint is not broken.

Fixed point and slip point designs - Figure 3

~ Cb hai cach dé tao ra diém neo gitr 6ng, s& dung
. | kepong (diem git co dinh) hodc st dung kep di tregt voi sy

QA o tx < 2 o . két hgp véi phu tung trén dwong dng (hinh 3). Phy tun
S616p bang quan cy the cho timg ¢& ren la: . ngan hgu’a 6rF1)g fru’o’t%heo mot hué’gng 9 - P ting
+1/2";3/4"; 1" Quén tir 10 dén 20 16p. -~ e _ ol ' ' '
+1.1/4%1.1/2", 2", 2.1/2"; 3", 4": Quan tr 20 4én 30 16p. o X .—-ﬂ-. .—-B There are two ways to create a pipe holding point:

* Miét tay chat deu sau hoan thanh quan I6p bang véi muc dich dé chong bang bi day ra ngoai trong qua trinh van - _ : ; using the hose clamp (fixed holding point) or using the slide
xiétren & cac bwéc sau. Fipa clamp '::ﬁg?;gpgg’:ng“?gﬂ ¥ Slidingelamp | - c12mp in combination with the fitting on pipe (figure 3).

conjuntion with fitting Fittings prevent the pipe from sliding towards one direction.

* Number of layers of teflon tape for each thread size:
+1/2": 3/4"; 1": Wrap from 10 to 20 layers.

+1.1/4";1.1/2"; 2"; 2.1/2"; 3"; 4": Wrap from 20 to 30 layers. F?izrr‘e33
* Tighten after wrapping the tape to prevent being pushed out during the thread-tightening process in the following g
steps.
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3. KHOANG CACH b0 ONG 4. LAP BDAT TRONG TRUC BUNG
Pipe support distance Installation in vertical pipe
Ong nén dugc d& &@ mot khodng cach nhat dinh dé tranh xé 6ng. Khoang cach d& 6ng dwoc cho trong bang 3. ’ Khi I&p dat bng trong truc dirng, can dam bao éng nhanh phit hop véi sw gian né nhiét bng dirng. Diéu nay co
thé dat dwoc bang cach dat 6ng dirng & vi tri phu hop (vi du (1) trong hinh 4 hodc tao 16 trong twong du Ién - (2) trong
The pipe should be supported at a certain distance to avoid sagging. Pipe support distances are given in Table 3. hinh 4 hodc tao cau tric nhanh gidn né - (3) trong hinh 4.

When vertical pipes are installed, ensure that branch duct is consistent with thermal expansion by placing the
vertical pipe in a suitable position (e.g. (1) in figure 4 or by carving a large hole in the wall large enough — (2) in figure 4 or

Bang 3. Khoang cach d& 6ng (L) phu thudc nhiét do - ) Ire
by creating an expanding branch structure - (3) in figure 4.

Table 3. PP-R pipe supporting distance based on operating temperature

m
/
20 800 750 700 700 650 600

25 850 850 850 800 750 700
32 1000 950 950 900 850 150

40 1100 1100 1050 1000 950 850

50 1250 1200 1150 1100 1050 900

63 1400 1350 1300 1250 1200 1050

75 1550 1500 1450 1350 1300 1150

90 1700 1700 1600 1600 1450 1350

110 1900 1850 1800 1750 1600 1550

125 2250 2100 2000 1850 1750 1650

160 2250 2150 2050 1950 1850 1750

200 2400 2250 2150 2050 1950 1850

CHUY \_
Note

Hinh 4. Lap ng trong truc
) ) ) Figure 4. Installation in vertical pipe
Do6i v&i dwong ong truc dirng, khoang cach L nhan thém hé s6 1,3.

For vertical pipes, the distance L multiplies 1.3.
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5. MOT SO HINH ANH Vi DU
Example images

™\ e ™ 4 N 4 )
J - J N J < J
DPiém c6 dinh & day doan 6ng dirng Diém c6 dinh & giira doan 6ng dirng Vi du vé bu gian né uén tron Vi du vé bu gian n& trong doan thang cua 6ng
(Fixed point footing the vertical pipe section) (Fixed Point in the middle of the vertical section) (Examples of circle bend compensation) bang uén tron va loai U

(Example of linear expansion compensation in a
straight section of pipe circle bend and U-type
compensator)
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