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Normer og regelverk
Standards and regulations

AGRU store elektromuffer kan benyttes med PE
100 (-RC) og PE 80 rgr i henhold til DIN
8074/75, EN 1555-2, EN 12201-2, I1SO 4427 og
ISO 4437. Nasjonale/kommunale regler og
normer ma vurderes separat. Rgrene som skal
brukes ma ha en smelteflytindeks (MFR 190/5)
mellom 0,2 g/10’ og 1,7 g/10’

AGRU large diameter couplers can be processed with
PE 100 (-RC) and PE 80 pipes and fittings according to
DIN 8074/75, EN 1555-2, EN 12201-2, [SO 4427 and
SO 4437. National regulations have to be considered
separately. The pipes that are to be used have to have
a melt flow index (MFR 190/5) between 0.2 /10" and
1.7 /10"

Prosesseringsinformasjon

Sveisetemperaturen mellom -10 °C og +45 °C for
dimensjoner 560-710 (unntatt 710 SDR11) og 0 °
C og +45 °C for dimensjonene 800-1400 er
godkjent. Sveisesonen ma beskyttes mot
vaerforholdene (regn, direkte sollys, osv.).

The processing temperature between -10 °C and

+45 °C for Dimensions 560-710 (except 710 SDR11)
and 0 °C and +45 °C for Dim 800- 1400 are approved.
The welding area has to be protected from the weather
(rain, direct solar radiation, etc). The welding zones of

2 . . Sveiseomradene pa e-muffen og rgret ma vaere the e-coupler and the pipe have to be dry during the
Processing information : . . . - : o
tgrre under hele sveiseprosessen — bade pé entire welding process - concerning the inside as wel/
innsiden og utsiden. Sveisearbeid er ikke tillatt as the outside. Welding while media leaks from the
dersom media sildrer i rgret. Rgr og rgrdeler m& | pipe is not allowed. Pjpes and fittings have be on the
vaere pa samme temperaturniva under same temperature level during the processing
behandlingen (forbehandling)! (conditioning)!
Rgret ma kuttes helt rett med et egnet . . .
kappeverktgy og innstikkslengden ma markeres. Tﬁeplpe has to be cz{ffec{angu/af with a suitable
Rerkapping innstikkslengden = muffelengde x 0,5 (+ 10 mm. - a/z‘z‘/ng tool and the insertion length has to be marked.
3 Cutting the pipe > NS 416) Insertion length = coupler length x 0.5
R@render som har en karakteristisk konisk form The pipe ends, which have a distinctive conical shape,
(endekrymp) m3 kappes. need to be shortened.
Rgret ma rengjgres for grovt smuss i . .
Forhandsrengjgring innstikksomradet med et lofritt og ubleket 7,-/79'0’{05 has to be c{eanedfrom rough d”,f in the
4 Pre-cleaning engangspapir. Aldri bruk s&pevann til insertion area by a lint-free and undjyed d/s,qosab/e
forhandsrengjaring. paper. Never use soapy water for pre-cleaning.
Fjerning av oksidl?elegg Umiddelbart fgr montering ma diameteren
Removing the oxide layer sjiekkes. Deretter ma oksidlaget fiernes fullstendig | Directly before the mounting the diameter has to be
(>0,2 mm) opp til merkingen med et passende checked. Then the oxide layer has to be removed
roterende skrapeverktgy. Rgrets ytterdiameter completely up to the marking by a suitable rotation
OD: scraper (min. 0,2mm). The pipe after scraping has to be
Minimum diameter = nominell diameter - 0,4 not smaller in OD as:
mm. En enkelt skraping pd minimum 0,2 mm, Minimum diameter = nominal diameter - 0.4 mm
avhengig av passformen, kan allerede veere A single removal of minimum 0.2 mm, depending on
tilstrekkelig. Skader innenfor sveisesonen, som sar| tpe fir may already be enough. Damages within the
eller riper, er ikke tillatt. welding zone such as grooves or scratches are not
P& grunn av store toleranser for rgrdiametere, permissible.
kan det vaere ngdvendig 3 utfgre gjentagende Due to the big tolerance range of pjpes it may be
5 skrapinger For d unnga flere prevemonteringer, | necessary to repeat the scraping of the round pipe. In
anbefales det & male rgrets diameter for skraping.| order to avoid multiple try-ons we recommend
Lokale forhgyninger, som oppdages ved kontroll | measuring the pjpe’s diameter prior to the scraping.
av spaltemalet, kan utjevnes med en handskrape. | /oca/ maximals, which are detected at the checking of
Under forberedelsene tilstrebes et 53 lite the annular gap, can be removed with a hand scraper.
spaltemdl som mulig. During preparations it has to be taken care of to have a
Dersom rgrdeler brukes i stedet for rgr, ma delen | preferably small annular gap.
rengjgres og skrapes pa samme médte som et rgr. | /fg firting is used instead of a pipe for welding the
Rengjegrings- og skrapingsprosessen er ngyaktig fitting has to be cleaned and scrapped just like a pjpe.
den samme. The cleaning and scrapping process is exactly the same.
Den preparerte sveisesonen ma beskyttes mot The prepared area has to be protected from impurities
urenheter og ugunstige vaerforhold and unfavourable weather condiitions (humidity effects
(kondensering, fuktighet eller frostdannelse). or frost formation).
Fasing av rgrenden For & lette monteringen av muffen, kan det vaere | /7 order {o ease the coupler’s mounting a chamfering
Chamfering raw eges nyttig & fase rgrets utvendige kant pa den ytre of the pipe’s outside edge on the abutting face (5 mm
6 kanten (5 mm x 45°). Rgrets innvendige kant X 450} Is 0f/7€/,0. 7/76,0/,2763/775/27’9 E’U'gE’ must not be
skal ikke fases. Spon ma fjernes fra rgret. chamfered. Shavings have to be removed from the
pipe.
Ersteller: GroBauer, K. / Pramper, C. Prifer: Gruber, Ing. E. Freigeber: Gruber, Ing. E.
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Utbedring av ovalitet

Levelling out ovalities
Rgr blir vanligvis litt ovale under lagring. Nar Usually pipes become slightly oval during storage.
ovalitet i sveisesonen (maks. 3 mm) oppstar, When ovalities within the welding area (max. 3 mm)

7 ma et avrundingsverktgy brukes. occur, a re-rounding tool has to be used. Suitable are
Hydrauliske eller mekaniske hydraulic or mechanical rounding clamps, which are
avrundingsklemmer som monteres pa mounted at the end of the coupler’s insertion length.
enden av muffens innstikkslengde, er egnet
for dette.

Emballasjen pa elektrofusjonsmuffen bgr . L
) eJen pe. jon 0 The packaging of the electrofusion fitting should be
fiernes ikke tidiigere enn umiddelbart for removed directly before the welding. The coupler’s

8 Utpakking av EL-muffen sveising. Muffens innvendige overflate og de inside surface a{m’ the scrapped p/}()ge" ends misz‘ not be

Unpacking the e-coupler skrapede rgrendene ma ikke bergres med ' ;
bare hender. touched with bare fingers.
Rengjgring / Cleaning Muffen ma pakkes ut rett fgr sveiseprosessen,
og sveiseomradene ma rengjgres med et PE-
rengjgringsmiddel (Isopropanol, aceton eller
etanol i henhold til DVGW VP 603) og lofri
engfafngsklllut. \éaskeklulfkertlkte e/gr“et. H,V'S The fitting has to be unpacked directly before the
muI.erf\ allerece er pakt 3 ut og/etler V'se:j welding process and the welding areas have to be
synllg forurensning, ma den rengjores me cleaned with a PE cleaner (Isopropanol, aceton oder
aceton eller bremserens (etterfulgt av ethanol acc. to DYGW VP 603) and lint- free
;engmnng ,n;es PEﬂ-rengJ?cr!:tg: middel). disposable cloth. Cleaning cloth is not suitable. In case
velseomrade d(;nT fvaere it olr the fitting was already unpacked andor shows visible
;endgjmmg,sm't, de grtSVEISIngt( engre der +5 ° contamination it has to be pre-cleaned with aceton or
9 Cc;r Damp(r;mgs II vee emp?r? urer under brake cleaner (after this cleaning with PE cleaner). The
- Duggcannelse ma unngas: welding area has to be free of cleaning agent before
) . the welding (longer evaporation time at temperatures
Innstikksdybden ma markeres rundt hele rgrets fodllsmy +5€O T_Ze dew,[;'afmat/on J— be/;w/b’ed/
omkrets for etterkontroll. ’ ’
The insertion depth has to be marked all around the
pipe’s circumference for the follow-up control.
AM/Io“tjfi"th" muffen/ Ta hensyn til at muffens kontaktplugger og
ounting the e-coprer sveisekode er lett tilgjengelig. Monteringen kan | 0 oy nting take care of the coupler's contact
§t¢ttgl(ska;/ pazsende rr:iuffetrekkekllfmmer '"TL'L plugs and that the pre-heating code as well as the
innstikkslengden (rundt rgrets omkrets) er nadd. | o/ coge are easily accessible. The mounting can
For & unng flere prgvinger av muffen, ma be supported by a suitable coupler-pulling clamps unti!
diameteren i skjgteomradet males med et the insertion length (around the pipe’s circumference)
maleband. . . . . /s reached.
Rer og muffe md vaere justert slik at montering |/, oiior 10 avoid numerous try-ons of the couple do
blir spenningsfri og aksialt rett. Dette m& oppnas | oagre the diameter in the joining zone by means of
ved bruk av oppspenningsverktgy / a measuring tape.
avrundigsverktdy og hvis ngdvendig ved & legge | pie and/ coupler have to be aligned stress free and
10 noe under rgrledningen og muffen. Rgrene ma axial. This must be achieved by a clamping system /
ikke fgres inni muffen nar deter d(z!d.vekt eller support bar and if necessary by additionally laying
strekkbelastning. Dette gjelder helt til endt something underneath the pipeline and coupler. Pipes
kjgletid. Det andre rgret som skal sveises med have to be aligned into the coupler in a stress-free
muffen, prepareres og monteres som beskrevet |00 This js requested until the end of the cooling
ovenfor. phase Is reached.
o ) The second pipe that needs to be welded with the
Viktig: Tett rgrendene (Skorsteinseffekt) coupler has to be prepared and mounted as described
above.
ATTENTION: Close pipe ends (chimney effect)
Ersteller: GroBauer, K. / Pramper, C. Prifer: Gruber, Ing. E. Freigeber: Gruber, Ing. E.
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Deretter ma begge de 50 mm brede Afterwards both of the 50 mm wide tension belts have
spennbandene monteres pad muffen. De ma to be mounted onto the coupler. They have to be
1" Montering av spennband bestilles separat (Kode: SAGSPANNGO1) og kan ordered separately (Code: SAGSPANNG00/01) and can
Mounting the tension belts gjenbrukes etter at kjplefasen er over. Bruk av be reused after the end of the cooling phase. The
ekstra verktgy er ikke tillatt. usage of addjtional tools is not allowed.
Montering av spennband
Putting on the tension belts
Begge spennbandene ma monteres i de
bearbeidede sporene og strammes péa fglgende Both tension belts have to be put into the foreseen
mate: grooves and tightened as follows.
Apne spennehandtaket, sett den Igse enden Qpen the ratchet lever, insert the loose end into the
inn i spennearmen og trekk den gjennom. ratchet brace and draw it through.
Stram beltet. Tighten the belt.
12
Stram beltet ytterligere med jekkehandtaket til | 7ighzen the belt by hand with the ratchet lever until the
ﬁft 3'” sa stramt at det ikke kan beveges for belt is so tight that it cannot be moved by hand.
and.
Flytt jekkehandtaket til lukkeposisjon. Bring the ratchet lever into the closure position.
Ettir at kj(bllhztiden Er over, trﬁ‘fk dtaket Alfter the cooling time is over pull the function slider of
b“n S“Lnsg '18%?:' pla ‘:fem_‘e_ an ? c€Log the ratchet Jever and move it 180° into the end
cveg aen ! siuttposisjonen for a apne position in order to open the tension belt
spennbandet.
Ersteller: GroBauer, K. / Pramper, C. Prifer: Gruber, Ing. E. Freigeber: Gruber, Ing. E.
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Strgmtilfgrsel

Begge kontaktpluggene pa muffen ma kobles til
elektrodene pa sveiseapparatet. Pass pa at
sveiseapparatet har tilstrekkelig kapasitet, og
eventuelt ogsa stremaggregatet.

Egnet sveiseutstyr:

Both contact plugs of the coupler have to be connected
to the connection sockets of the welding device. It has
to be taken care of a sufficient performance of the
welding device and if need be of the generator.

Suitable welding machines:

Power supply
AGRU 300 Pricon - Productcode: SHR300PRIOO

Innlesing av forvarmingsparametrene gjgres ved | Read-in of the pre-heating parameters is done by the
hjelp av den hvite forvamingsstrekkoden med en | white pre-heating bar code with a bar code pen or
strekkodeskanner. Forvarming er ngdvendig for | scanner. The pre-heating is requested to reduce the
d redusere den annulzre spalten mellom annular gap between the coupler and the pipe to a
muffen og rgret til en maksimal klaring pa <2 maximum clearance of <2 mm (Dim. 1400<3 mm).

Forvarming og redusering av spaltemalet mm (dim.1400 <3 mm). Denne spalten kan This gap can be measured with the provided feeler

Preheating and reducing the fusion cap méles med den medfglgende Innstikksfgleren. gauge.
Sveising av begge sider: (Med ett sveiseapparat Welding of both sides: (With one welding
er dette kun mulig opp til OD 1000 mm, for machine only possible up to 0D 1000 mm, for
stgrre dimensjoner er 2 sveiseapparater larger dimensions 2 welding machines are
ngdvendig): necessary):
1. Utfgr forvarmingen pa den fgrste 7. Execute the pre-heating of the first coupler side
muffesiden med den hvite strekkoden. with the white bar code.
2. Utfgr forvarmingen pa den andre 2. Execute the pre-heating of the second coupler
muffesiden med den hvite strekkoden. side again with the white bar code.
3. Sjekk spaltemalet pa den fgrste 3 Check the annular gap of the first coupler side
muffesiden etter forhdndsvarmen. Hvis spalten after the pre-heating. If the gap is okay, start
er innenfor spesifikasjonene, start sveisingen av the welding of the first coupler side
den fgrste muffesiden (OBS: Sveisingen ma (Attention: the welding must be carried

1 utfgres innenfor fglgende tidsramme etter out within the following time frame
forhandsvarmeprosessen: 15 min < t < 60 min). after the pre-heating process
Hvis spalten er for stor eller tidsrammen etter 15min<t<60 min). //the gap is too big or the
forhandsvarme er overskredet, gjenta time frime after pre-heating was exceeaed,
forvarmingen til den passer. repeat the pre-heating until it fits.
4. Sjekk spaltemalet pad den andre 4 Check the annular gap of the second coupler
muffesiden etter forvarmingen. half after the pre-heating .
5. Hvis spalten er innenfor 5 Ifthe gap Is okay, start the welding of the
spesifikasjonene, start sveisingen av den andre second coupler half within the within max.
muffesiden innen maks. 45 min. Hvis spalten er 45min. If the gap is too big, repeat the pre-
for stor, gjenta forvarmingen til den passer. heating until it fits.
Sveising av én side: Welding of one side:
6. Utfer forvarmingen p& muffesiden 7 Execute the pre-heating of the coupler side
med den hvite strekkoden. with the white bar coae.
7. Sjekk spaltemalet pa den fgrste 2 Check the annular gap of the first coupler side
muffesiden etter en ventetid pa 15 min. Hvis after a waiting time of 15 min. If the gap is
spalten er innenfor spesifikasjonene, start okay, start the welding of the coupler side
sveisingen av muffesiden innen maks. 45 min. within max. 45min. If the gap is too big, repeat
Hvis spalten er for stor, gjenta forvarmingen til the pre-heating until it fits.
den passer. The open pipe ends have to be closed in order
De &pne rgrendene m4 tettes for & hindre to prevent the stack-effect.
skorsteinseffekt.
Ersteller: GroBauer, K. / Pramper, C. Prifer: Gruber, Ing. E. Freigeber: Gruber, Ing. E.
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Gjennomfgring av sveisen

Etter minst én forvarmingsprosess og vurdering av
punkt 14 (Forvarming og reduksjon av
spaltemalet), kan sveisingen startes.

Legg inn sveisparametrene ved hjelp av en
strekodeskanner for den hvite koden pa den to-
fargede hovedstrekkoden. Den gulmerkede koden
inneholder produktets sporbarhetsdata.

Den korrekte prosedyren for sveising er beskrevet i

Alfter at least one preheating process-and consideration
of item 14 (Pre-heting and reducing the fusion gap),
the weld can be started,

Input the welding parameters by using a bar code pen
or a scanner for the white coae of the two-coloured
main bar code. The yellow highlighted code contains
the product traceability data.

The correct procedure of the welding is described in the

15 Bxecuting the welding manualen for det aktuelle sveiseapparatet. manual of the respective welding machine.
Etter sveiseprosessen ma den spesifiserte Affter the welding process, the specified cooling time
kjgletiden overholdes. Hvis det oppstod et has to be met. If an interruption of the welding
avbrudd i sveisingen (f.eks. strambrudd), kan occurred (e.g. power failure), the welding can be
sveisingen gjentas etter at total kjgling (<35 °C) har| repeated after a total cooling down (<35 °C). The pre-
skjedd. Forhandsvarmen og kontrollen av den heating and check of the annular gap has to be done
annulaere spalten ma gjgres pa nytt fer sveisingen | again before starting the welding. After the end of the
startes. Etter at kjgletiden er over, kan cooling time the belts can be removed from the
spennbandene fjernes fra muffen. coupler.
Den faktiske sveisetiden ma sammenlignes med
muffens nominelle sveisetid. Brukt sveisetid, dato | /7€ actual welding time has to be compared with the
og sveiseren sitt navn ma skrives pa muffen. En larget {’"’75’ on the machine. .7/7/‘5/ the date and the

16 Kontroll og dokumentasjon korrekt utfgrelse av sveisingen kan dokumenteres | Welder’s name has to be written onto the coupler. A

Inspection and technical documentation

enten ved en handskrevet logg eller ved den
automatiserte registreringen fra sveisemaskinen.
(Ref. NS 416 eller lokal norm for presisering).

correct execution of the welding can be documented by
either a hand-written log or the automated recording
of the device.

Kjgle- og ventetider
Cooling and waiting times

Skann her
scan here

NO

EN

Sikkerhetsinstruksjoner

Manglende overholdelse av denne installasjonsveiledningen samt de
falgende sikkerhetsinstruksjonene kan fgre til alvorlige ulykker,

helseskader og materielle skader.

¢5 Lokale standarder og forskrifter angadende arbeidsmiljg og sikkerhet ma
folges. Hvis tilgjengelig, skal sikkerhets- og verneplanen pa

byggeplassen fglges. . o . )
& Under hele installasjonsprosessen skal passende vernesko benyttes. < During the entire installation procedure appropriate safety shoes have to be worn.

¢ Ved arbeid i grofter og/eller ved mulig fare for fallende objekter (f.eks.

steinsprang) skal passende vernehjelm benyttes

¢ Ved arbeid med kniver samt fase- og skrapeverktgy anbefales det a

bruke kuttsikre hansker.

~
w

PE-rengjgringsmidler er lett antennelige. Dampen fra
rengjgringsmidlene kan danne potensielt eksplosive blandinger. Hold
unna tennkilder. Ikke rgyke. Unngd apen flamme og gnister. Hold

beholderen med PE-rengjgringsmiddel lukket.

”~
L

Hvis rgr ikke er kuttet vinkelrett og/eller ikke er helt satt inn i el-
muffen kan ikke varmen generert av motstandstraden overfgres til
rgret. Dette kan fgre til overoppheting, ukontrollert smeltedannelse

og/eller antenning.

”~
w

Generelt anbefales det & holde en sikkerhetsavstand pa minst 2 meter
fra el-muffen under sveiseprosessen. Hvis dette ikke er mulig, er
passende personlig verneutstyr ngdvendig (langermede klaer, hansker

og tette vernebriller).

Safety instructions

adhered.

~

wear cut resistant gloves.

Non-compliance of this installation guideline as well as the following safety instructions

may lead to serious accidents, damages to health and objects.

€ Local standards and regulations concerning occupational health and safety have to be
followed. If available the security and safety plan on the construction site must be

<> While working in a trench and/or the possible danger of falling objects (e.g. rockfall)
an appropriate safety helmet has to be used.
> When working with knifes as well as burring and scraping tools it is recommended to

< PE cleaners are highly flammable. Fumes from cleaning agents can form potentially
explosive mixtures. Keep away from ignition sources. Do not smoke. Avoid naked
flames and sparking. Keep the container of the PE cleaner tightly closed.

< If pipes are not cut rectangular and/or not completely inserted into the e-fitting the
heat generated by the resistance wire cannot be passed on to the pipe. This may
result in overheating, uncontrolled melt formation or selfignition.

<& In general it is recommended to keep a safety distance of at least 2 meters to the e-
fitting during the welding process. If this is impossible appropriate personal protective
equipment is necessary (long sleeved clothes, gloves and sealed protective glasses).

Ersteller:

GroBauer, K. / Pramper, C.

Prifer: Gruber, Ing. E. Freigeber: Gruber, Ing. E.
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Normes et réglements
Hopwmbl 1 npasuna

Les manchons grandes dimensions AGRU se laissent
trafter avec des tubes PE 100 (-RC), PE 80 selon
DIN 8074/75, EN 1555-2, EN 12201-2, [SO 4427 et
/S0 4437. Les spécifications nationales sont a
considérer séparément. Les tubes a souder doivent
avoir un indexe de fusion (MFR 190/5) dans la plage
de02g/10°a 1,7 9/10".

Myl Bonbluoro avametpa AGRU npepnHasHayeHbl
ans coeguHenus Tpy6 u3 PE 100 (-RC), PE 80
cornacHo Hopmatueam DIN 8074/75, EN 1555-2, EN
12201-2, 1ISO 4427 v 1SO 4437. [lononHuTENbHO
cneayet cobniofjaTh HaLWoHamnbHbIe NPeAnMCcaHs.
CBapuBaeMble TpyObl AOMKHbI UMETb UHAEKC TEKYYECTU
pacnnasa (MFR 190/5) B ananasone ot 0,2 r/10 MuH o
1,7 /10 MuH.

Directives de traitement

Les températures entre -10 °C et +45 °C pour les
dimensions 560-710 (excepté 710 SDR11) et

entre 0 °C et +45 °C pour les dimensions 800- 1400
sont homologuées. La Zone de soudage doit étre
protégée des intempéries (plufe, rayon solaire diirect,

[lonycTmas Temnepatypa okpyxatoLeit cpebl — OT
-10 °C po +45 °C ans pasmepos 560-710 mm (3a uckn.
OD710mm SDR11) n ot 0 °C po +45 °C gns pasmepos
800-1400 mm. 3oHa cBapky JormkHa ObiTb 3aluuLeHa OT
aTMochepHbIX BO3AEACTBMIA (B0Xab, NPsSiMOe
CONHEYHOE U3nyyenue 1 T. A.). CooTBETCTBYHOLLMIA

2 etc.). le manchon £ et le tube doivent étre secs durant | yd4acToK 3MEKTPOCBapHOW MydTbl W TpyGbl Ha
TexHonoru4eckue ykasaHus ” ,
toute la procédure dans la zone de soudage — autant @ | NPOTSKEHUN BCETO NPOLLECCA CBAPKM AOMKEH ObiTh
[intérieur qua l'extérieur. Souder pendant que le fluide | cyxum — kak BHYTPU, Tak 1 cHapyxu. CBapka,
coule du tube n'est pas autorisé. Les tubes et raccords | ConpoBoXaaemas BbIXO[OM cpefbl U3 Tpybbl, He
doivent étre au méme niveau de température pendant | nonyckaetcs. Tpybbl 1 UTUHIM NpK CBAPKE JOMKHBI
leur traitement (condiitionnement)! MeTb OAMHAKOBBIN YPOBEHb TEMNEPATYpbI
(koHAMUMOHMpOBaHMe)!
Couper le tube a angle droit avec un outil adéquat et MMoa MpsiMbIM YITIOM OTPEXbTE TPYBY C NMOMOLbI0
marquer Ia longueur d insertion. MOAXOAALUETO UHCTPYMEHTA W OTMETBLTE FyGUHY
Coupe du tube - BCTaBKW.
3 Longueur insertion = longueur manchon x 0,5 _
Peska Tpy6bi / o g 2 0 'ny6uHa BcTaBkv = anvHa MydTbl X 0,5
es extrémités de tubes coniques prononcees sont a
dourtel le cas échéant KoHLybI TpY6bI, MMetoLLe BbIDAXEHHYIO KOHIIECKYIO
¢hopmy, Npu HEOBXOAMMOCTY CrEflyeT YKOpOTHTb.
. Nettoyer avec un chiffon propre et sec la zone Mo my6MHe, BCTaBKN QMCTUTS Toyby OT KpymHbIX
4 Pré-nettoyage dinsertion du tube des salissures 105 Ne jamais | SATPABHEHWIL C MIOMOLLIBIO CYXOW 1 YMCTOM TPSIMKA. He
grossiéres. Ne jamais
MpenBapuTenbHas ouncTka utilser d'eau savonneuse pour le pré-nettoyage. [0MyCKaeTCs UCMONb30BaHIe MbINbHOTO pacTeopa Anst
MbITbS! TPYObI.
Enlever la couche d oxyde HenocpencTBEHHO Mepes MOHTaXoM HeoBXOmNMO
Ynanexue okcUAHOrO Cros NPOBEPUTL ANaMETP, a 3aTeM C MOMOLLbI0
- T Juste avant fe montage, le diametre doit étre controlé NOAXOASILLEr0 POTALMOHHOIO yCTpOthTBa MOMHOCTLI
pour ensuite avec un appareil & rotation adéquate, CHATb OKCUAHBIM CRIOI BNNOTb A0 oTMeTkM. Mocne
enlever CO/ﬂp/E"l‘E’/ﬂE/]l‘ Ja couche U’b)(}/dE'/USZ]U au 3a4YUCTKN pr6a [l0NMXHa 0TBEYaThb crieayowmum
marquage. Le tube doit apres le décroutage, remplir TpeBoBaHnsM;
les conditions suivantes: MUHUMArbHBII AMaMETP = HOPMATUBHBIN AMaMeTp —
Diamétre Minimum = djamétre nominal - 0,4 mm 0,4 MM
Une diminution unique dau moins 0,2 mm peut ére | B 3aBUCUMOCTY OT Ka4eCTBa NOCAAKM AOCTATOMHO CHSTL
sufvant certaines condiitions déja suffisante. Des CrI0iA (TOMLLMHOM MuHUMYM 0,2 MM) fiWLLb OfMH pas.
dommages dans la zone de soudage comme des [MoBpeXaeHus 30HbI CBApKY, HANPUMEP, NPOAOIbHbIE
rainures axiales ou des griffures ne sont pas autorisés. | Gopo3abl N LiapanuHbl, He AonyckatoTcs. 13-3a Toro,
£n raison de la large échelle de tolérances des tubes, 4TO TPYGbI UMEIOT BoNblUMe NOMA AOMyCKa, CHAMATL
5 plusieurs décapages peuvent étre nécessaires. Il est cnoit ¢ Tpy6 kpyrnoit hopmbl MHorAa TpebyeTces
recommanadé de mesurer le diameétre avant cette Heckonbko pa3. Bo nsbexanne mHorokpatHoi
opération. Les points forts locaux, qui sont déterminés | NPUTOHKW PEKOMEHAYETCS W3MepuTb AvameTp Tpybbl
au controle de l'espace annulaire peuvent étre enlevés | elle [O Havana 3a4nCTKW. JlokamnbHble BO3BbILLIEHWS,
avec un grattoir manuel. A la préparation, il faut 0BHapyxeHHble BO BpeMs POBEPKM KOMbLIEBOrO
assurer | 'écartement le plus faible possible. 3a30pa, MOXHO yAanuTb pyyHbiM wabepom. Mpu
S au lieu d'un tube, un raccord est soude, la NOArOTOBKe CTapaiiTecb 06ecneynTb MUHUMANbHO
procédure de nettoyage et décroutage est la méme. BO3MOXHbII pasMep 3a3opa.
La zone ainsi préparée est a protéger de la Ecnu BmecTo Tpybbl CBapKa oCyLLECTBNAETCS Ha
contamination ou des intempeéries (exposition & (uTMHre, TO aHaNor4HO TpyGe UTHHT Toxe
['humidiité ou la formation de givre) ou des condiitions | HEOBXOANUMO NOABEPTHYTH OYMCTKE U 3aUMCTKE B 30HE
météorologiques défavorables. cBapku. OBpaboTaHHbIN y4acTok cregyeT 3aluTUTb
OT 3arpsi3HeHNn U HebnaronpuATHLIX aTMOCHEPHBIX
BO3/ENCTBUN (BO3AEICTBME BNAr U obmepsaxme).
Ersteller: GroBauer, K. / Pramper, C. Prifer: Gruber, Ing. E. Freigeber: Gruber, Ing. E.
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Un biseautage de |'extrémité sur le diamétre extérieur

MoHTax MychTbl 06reryaeT obLUMPHOe CHSTUE dhacku ¢
TOPLIEBOW CTOPOHBI TPYObI MO HapyHOMY AnameTpy (5

6 FEbavurer les arétes au tube (5 mm x 45 ) facilite le montage du X 45°). C o 6
CHsiTve chacku ¢ TOpLIOB manchon, Les arétes doivent étre ébavurées. Les MM ) BHyTpegHeM KPOMKM6pr bl CTIEAYyeT
copeaux dans le tube sont 4 enlever, yAanuTh 3ayceHLibl. CTpyxKy He0BX0AMMO M3BnEeYb U3
TpY6b.
Les tube s ovalisent généralement au stockage. Pour y E:Mz%?:ﬁaxg? Hg::i{{mfb&g;';“pa;:;;’m 6a crana
Remédier aux reme cler da/.ls /3. zone ofe soliage (”@X' 3 mim), i 12t 0BarnbHOW B 30HE csgpkm (MaK(z/.‘3 MM) He)cl)ﬁxoummo
7 ovalisations Uil 71‘?5 ﬁxaf/oqs CLizEes g’e mise en f orme. Pour BOCCTaHOBUTL €€ MepBOHaYasbHyto QJ(;pmy Ins
cela, utiliser des pinces hydrauliques ou mécaniques , :
YcTpaHeH e 0BanbHOCTH 5 f YAy 9TOr0 NOAOMAYT rMAPABNMYECKUE UMK MEXaHUYeck e
aaaptées pour étre monté a I'extrémité de la longueur b
dinsertion du manchon, XOMyTbl, yCTaHaBMNBaEMble B KOHLIE BCTABHOM
rny6uHbl MydTbI.
Le raccord électro-soudable doit étre retiré de OMEKTDOGEAPHOM (ITMHT HEOBXOMUMO M3BNEHS U3
8 Déballage du manchon /'emballage peu avant le soudage. L intérieur du LﬂaKOBKM HEMOCPEACTBEHHO NEPE/, HAanom Ceapky.
, e s . 11 B KOEM Cyyae He npukacaTbCs nanbLamm k
PacnakoBka anekTpocsapHoit MyTbI manchon et |'extrémité préparée de la conduite ne y
doivent en aucun cas étre touchés avec les dojgts. BHYTEHHEH CTOPOHE MY(Tb! U K 334MLIEHHOMY KOHLY
g TpY6b.
Nettoyage
Ounctka ®
WUTUHT BOMKEH BbiTb pacnakoBaH HENOCPEACTBEHHO
Le raccord doit étre retirée de I'emballage juste avant nepeq CBapoYHbIM MPOLIECCOM 1 CBapUBaeMble
le 50[/0'6_(]6‘ et les surfaces de 50[/0’3_(]6’ doivent étre NOBEPXHOCTMN JOSMKHbI BbITb OYULLEHDI C MOMOLLbIO
nettoyées avec un nettoyant PE (isopropanol, acétone | ouacTUTENs MOMMATUNEHA (M30MPONAHON, ALETOH MK
ou alcool éthylique conformément & DVGW VP 603) et | ataron cornacko ¢ DVGW VP 603) 1 6e380pcoBbIMu
des chiffons jetables sans fibres. Les chiffons de 07HOPa30BbIMY candeTkamu. TPAMKK He noaxoasT. B
nettoyage ne conviennent pas. Si le raccord cryyae ecnu UTUHI Bbin yxe pacnakoBaH uunum
a aéja été retiré de 'emballage et/ ou présente des NPUCYTCTBYIOT BUAMMbIE 3arPA3HEHNS, OH JOMKEH
impuretés visibles, il doit étre préalablement nettoyéd | GbiTb NPeABAPUTENBHO OUULLEH C MOMOLLBIO aLETOHa
9 ['acétone ou au nettoyant pour freins (puis a | aide nMBo 04MCTUTENS TOPMO3OB (11 MOCHE 3TOTO C
d'un nettoyant PE). I faut veiller a ce que les surfaces | NOMOLLbI OYUCTUTENS NONUITUNIEHA).
a souder solent exemptes de résidus d agents de HenocpencTBeHHO Nepef CBapkoii Ha CBapyBaeMbIX
nettoyage (évaporation plus longue a des MOBEPXHOCTSIX HE [I0MKHO OCTaTLCS YMCTALLMX
températures inférieures a +5 ° C). La rosée aoit cpepcTs (6onee AnMTENbHOE BPEMS UCNapeHus npu
également étre évitée! Temnepatype Huxe +5°C). CrnepyeT nsberatb
0bpasosaHms poch!!
La profondeur d'insertion sur le tube, répartie sur la
circonférence, doit étre marquée pour un controle 'ny6uHa BcTaBky Ha Tpy6Ky, pacnpeneneHHas no
ultérieur. OKPYXHOCTH, AOMKHa BbITb MapkupoBaHa s
MocneAytoLLEro KOHTporsl.
Montage de manchon Mpn MoHTaxe Heobxoaumo obecneunTb Nerkui
YcTaHoBKa anekTpocBapHoOn MydThl Au montage du manchon, il faut s assurer que les focTyn
connecteurs et les codes—barres de ,0/’67(/7&//%3_06 et de K KOHTaKTHbIM LUTEkepam My(bTbl, a TaKxke K kogam
soudage soient facilement accessibles. Le montage npeasapu-
peut étre facilité par des coups légers de marteau TEMbHOTO Harpeea W cBapki., OBNErdUTb MOHTAX
plastique uniformément donnés sur les bords de toute | moxHo ¢ no-
la circonférence jusqu @ ce que /a longueur d'insertion | molwblo paBHOMEPHBIX YAAPOB NNACTUKOBOIO
marquée soit atteinte. Lors du montage ne pas MOMOTKa MO TOPLIEBOW KPOMKE A0 TEX NOP, MOKa He
incliner. Si nécessaire, des pinces hydrauliques de mise | GyneT BOCTUTHYTA OTMEYEHHas rMyGuHa BCTaBKM N0
en forme doivent étre utilisées. BCEi! OKPYXXHOCTW. He fonyckaite nepekoca npu
Pour éviter de multjples essais avec le manchon, i/ est | coeguHerm. Mpn HEOBXOAMMOCTH criedyeT
recommandé de mesurer le diamétre dans la zone 1Cnonb30BaTh MMAPaBNNYECKUE XOMYTbI KPYrioi
10 dassemblage avec un ruban métrigue. chopmbl. Bo 13bexaHne MHOrOKpaTHONA MPUrOHKM
Le tube et le manchon doivent étre alignés axialement | MydTbl PEKOMEHAYETCS W3MEPUTbL AUAMETP B 30He
et sans contrainte. Cedi peut étre réalisé par des COEJMHEHNS MPY NOMOLLIM U3MEPUTENBHOM NEHTI.
dispositifs de maintien ou par un support de /a Tpy6y 1 MycdTy HE06X0AMMO BLIPOBHSTH MO OCK 63
conduite et/ou du manchon. Les tubes ne doivent pas | BHYTPEHHWNX HaNPSXKEHWA. JTOr0 MOXHO A0BUTBCS C
étre aans le manchon sous contrainte de leur propre NOMOLLBIO YEPKMBAIOLNX YCTPOCTB UMK TakKe
poids ou d'une tension de flexion. Ceci est @ maintenir | onop, NoAKnaabiBaeMbix Mof TPYOOMPOBOA 1 MydTy.
Jusqu @ l'expiration compléte ae la durée de Ha Tpy6bl, BCTaBNEHHbIE B MY(TY, HE LOMKHbI
refroidissement. BO3fleicTBOBaTL COBCTBEHHAs Macca 1nm
HanpshkeHme urnba. STo NpaBuno AeNCTBUTENBHO
Le deuxiéme tube a souder avec le manchon est BMNOTb 0 OKOHYAHUS (hadbl OXTaXAEHHs.
également a préparer de la méme facon que décrit ¢i- | BTopasi cBapuBaemas C MoMoLLbio My@TbI Tpyba Toxe
dessus. MOANEXUT NOATOTOBKE W MOHTaXY COrMAcHO OMMCaHMI0
BbILLE.
Ersteller: GroBauer, K. / Pramper, C. Prifer: Gruber, Ing. E. Freigeber: Gruber, Ing. E.
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Par la suite, les deux sangles de 50mm doivent étre
Installées. Celles-ci doivent étre commandés

[Mocne atoro Heo6xoaMMO ycTaHoBUTL ABa CTSKHBIX
PeMHs WipuHoit 50 MM. OHK 3aKa3bIBaKTCS OTAENBHO

1 Sangles de montage séparément (coge article: SAGSPANNGO1), et peuvent | (kog apTvkyna: SAGSPANNGO01). Mx MoxHo

MoHTax CTSKHBIX PEMHEN étre utilisés a nouveau apres 'expiration du temps de | NOBTOPHO MCMONbL30BATH MO OKOHYaHUM hasbl
refroidissement. Un outil supplémentaire n est pas OXnaxaeHus. Mcnonb3oBaHue [OMOMHUTENbHBIX
autorisé. VHCTPYMEHTOB He AoMyckaeTcs.

Installation des sangles

YCTaHOBKa CUCTEMbI CTSIKHBIX PEMHel
Les deux sangles sont a installer et fixer comme suit 0O6a CTSKHbIX PEMHS yCTaHaBNMBalOTCS U
dans les rainures. 3aKpEnnsITCs B Nasax CriedyHoLLm obpasom.
Ouvrir le fevier @ cliquets et enfiler |'extrémité libre PackpbiTb XpanoBbiil pblyar ¥ NpoaeTb CBOBOAHbIIA
dans la fente et tirer. KOHeL, Yepes LNMLEBbIN Ban
Serrer les sangles. 3akpenuTb pemeHb.

12
Serrer les sangles a la main au moyen du levier Bpyu4Hyto HaTAHYTb peMeHb C MOMOLLbIO XParnoBoro
dliquet jusqu a que celles-ci restent étroitement surfe | pblyara, TakyToBbl OH OBTAHYN MyTy HacTOMbKO,
manchon sans qu elles ne puissent plus glisser avec/a | 4To CMECTUTb ero BpyYHyio Gbino Obl yxe
main. HEBO3MOXHO.
Mettre le levier a cliquets en position fermée. 3aKpbITb XpanoBblil pbivar.
Aprés le temps de refroidissement, libérer le curseur de | Mo okoHyaHUM hasbl OXMaXAEHUS NOTAHYTL
fonction et ouvrir le levier a cliguet d'environ 180 ° paboynii NON3yHOK N packpbITb XPanoBbli pblyar
Jusqu a la butée d'extrémite. npumepHo Ha 180° BMNOTb [0 KOHLEBOTO ynopa.
Ersteller: GroBauer, K. / Pramper, C. Prifer: Gruber, Ing. E. Freigeber: Gruber, Ing. E.
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Les deux connecteurs du manchon sont a brancher sur | OBa WTexkepHbIX pasbema MydTbl creayet
Jes bornes ae la soudeuse. Il faut s assurer d'une COELNHUTb C COEAMHMTENbHBIMW THE3amm
puissance suffisante ae la machine et le cas échéant CBapOoYHOro annapara. ObecneunTb AOCTaTOYHYIO
au générateur. MOLLIHOCTb CBapOYHOTO annaparta, a Takke
reHepatopa (npu HeobxoaumocTy).
I Machines appropriées: [Moaxopsume cBapoYHbIe annaparbi:
13 ﬁ; ‘g”gzﬁ’z’; E’f’;{‘;’gﬁm - AGRU EF 1600 - Kog npoaykta: SHR1600EF00
y [] 2 [w]
AGRU 300 Pricon - Kog npoaykTa: SHR300PRI00
Préchauffage et réduction de /espace d assemblage MapameTpbl MpeABapUTENbHOMO Harpesa BBOAATCA
MpensapuTenbHbiil HAMPEB ANS YMeHbLIEHNS nyTem CYMTbIBaHWS 6ENOro koAa ¢ NOMOLLbO pyuHoro
3asopa CBETOBOrO Nepa Unu ckaepa. MpessapuTenbHbIi
Harpes yMeHbLUAeT KONbLEBO 3a30p Mexay MydqToi
1 TpyGoM A0 MaKCUManbHON BENUUYMHBI <2 MM.
(AvameTp 1400 Mm: < 3 mm). 3a30p MOXHO M3MEPUTH
MpY NOMOLLY LLyNa, BXOASALLETO B KOMANEKT NOCTABKM.
CBapka ¢ 06e1x CTOPOH: (C OAHUM CBapOYHbLIM
annapaTom BO3MOXHO TONIbKO A0 HapyXHOMO
anametpa 1000 mm, Ans 6onbwKUX AUAMETPOB
HeobX0ANMbI 2 CBapOYHbIX annapara):
1. BbINOnHUTL NpeaBapuTENbHbINA HAarpeB O4HOM
MONOBUHbI MyThl, UCMIONb3YS BEMbINA LUTPUX-
Kog.
L entrée des paramétres du préchauffage est effectuée | 2 BbINOMHNTL NpeABapUTENbHbIA Harpes Apyro
avec un Jecteur ou scanner du code—barres blanc. Le MOMOBYHbI My(TI, CHOBA UCTIONb3ys Benbiit
préchaufiage sert & rédluire espace annulaire entre fe WTPUX-KOA.
manchon et le tube a un maximum de <2 mm 3. Mocne npessapyTenbHoro . .
(dim. 1400 <3 mim). Harpesa MpoBEPUTL KONbLIEBOW 3a30p Nepeom
Cet écart peut étre mesuré avec le calibre fourni. MoMoBMHL! MyQTbl B MPEAEnax ykasaHHoro
Effectuer le préchauffage de la premiére moitié du BPEMEHN BbIACPXKY
manchon avec le code-barres blanc. (cm. Tabnuy 2). Ecrm sasop .
Effectuer aussi le préchautfage de la deuxiéme moitié B MIOpAAKE, HavaTb CBApKy MEPBOM NONOBHHbI
adu manchon avec le code-barres blanc. MYCDTBI C y4ETOM AONYCKOB BPGMEH! BLIASPKKU
Aprés le préchaufiage, |'espace annulaire de /a (BHumanwe: csapka aonkHa GuiTh
14 premiére moitié au manchon est a vérifier dans la :meon::l:'; B T':qiﬂn"e cn erfl.ylou.mx
période de maintien indiquée. Si | espace est bon, peme pamok nocne npouecca
P npeABapuUTeNLHOrO HarpeBa
commencer le soudage au premier coté du manchon 15 MH<t<GOMMH). ECr1 330p CTIALLKOM
dans la tolérance du temps de maintien. Si lespace est 6 ; : P .
; PR OMbLLOW, NOBTOPUTbL NPEABAPUTENbHbIIA
trop grand, le préchauffage aoit étre répéte. HarDes
Aprés le préchaufiage, espace annulaire de la 4 n ozn e. IDEMBADUTENLHOMO HAMPeBa NpoBEpHT
seconde moitié du manchon est a vérifier dans /a ' b KOMbUEBOM 3a30p BTOPOVA NOMOBHHBI MycDTbI
période de maintien indiquée. Si lespace est bon, B MPEENAX YKA3AHHOTO BPEMEHI BLITEPIKA
commencer le soudage du deuxiéme coté du manchon (cM. Ta6nuLy 2). ECrin 3330p B NOPSIKe, HavaTh
dans la [0/6/5/7(6’[0’1/ temps de maintien. f/ / espace est CBApKY BTOPOV MONOBUHS! MyhTL! 8 Npefenax
trop grand, le préchauffage aoit étre répére. MAKC. 45 MAHYT.
l,eg extrénmités auverz“es,des tubes sont a fermer pour 5. ECnv 3a30p CTULIKOM GOMbLLOM, NIOBTOPUTS
éviter [ effet de cheminée. npeABapuUTENbHbIA Harpes. Bo n3bexarue
kaMUHHOrO abcheKTa 3aKkpbITb OTKPbITHIE KOHLIbI
TpY6b.
CBapka 0fjHOIi CTOPOHbI:
1. BbINONHUTE NpeaBapUTENbHbIA HAarpeB OfHON
MOMOBUHBI My(TbI, UCTIONb3YsI Benblii LUTPUX-
Koa.
2. TpoBepbTe KOMbLEBOV 3a30p Ha NepBoit
CTOPOHE MydTbl Yepe3 15 MUHYT OXWAAHMS.
Ecnv 3a30p B nopsiake, HayaTb CBapky o
CTOPOHbI My(ThI B pegenax Makc. 45 MUHYT.
Ecnu 3a30p crnvwukom 6ornbLLUoi, NOBTOPUTL
npefBapUTENbHbIN HArpes.
Bo u3bexaHue kaMuHHOro achpekTa 3aKpbITh
OTKPbITbIE KOHLbI TPYGb.
Ersteller: GroBauer, K. / Pramper, C. Prifer: Gruber, Ing. E. Freigeber: Gruber, Ing. E.
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Aprés au moins un préchauffage et la prise en compte
au point 14 (préchautfage et réduction de /'espace), le
souaage peut commencer. L ‘entrée des paramétres de
soudage se fait avec un lecteur ou un scanner sur la
partie blanche du code a barres principal & deux tons.
Le code sur fond jaune contient des données pour la
tracabilité.

Pour I'exécution correcte de la soudure, voir la notice

Tonbko nocne kak MUHUMYM OfJHOKPaTHOro
npeABapuUTENbHOTO Harpesa 1 npu cobnioaeHnn
yKkasaHuit nyHkTa 14 (MpesBapuUTenbHbIN Harpes Ans
YMeHbLLUEHIS 3a30pa) MOXHO Ha4MHaTb CBAPKY.
[MapameTpbl CBapKi BBOASTCS NYTEM CYUTBIBAHMS
6enoi YacTv ABYXLBETHOrO OCHOBHOTO LUTPUX-KOAA
C MOMOLLbIO PYYHOTO CBETOBOrO Mepa Ui ckaHepa.
Kop xenToro Ljgeta CoaepxuT AaHHbIE MO
OTCIEXUBAHMIO AeTanM.

Exécution du soudage d utilisation de la machine de soudage utilisée. TopsinoK BbIMOMHEHWSI CBAPKW CM. B PYKOBOLCTBE M0
15 BbinonHerme caapku Aprés le soudage, les temps de refroidissement 3KCNyaTaLyi UCronb3yeMoro CBapoYHOro annaparta.
prescrits doivent étre absolument respectés. £n cas Mo okoH4aHWK cBapku HeobxoaMMo 06s13aTenbHO
d'interruption de la soudure (par exemple par une BblAEpXaTb NPeANMCaHHOE BPEMS OXNaXaeHMs (CM.
coupure de courant), un re-soudage au manchon est Tabnuuy 2). Ecnn cBapka npepbiBaeTcs (Hanpumep,
autorisé apres le refroidissement complet (<35 ° C), ce | w3-3a c60s 3NEKTPONUTAHNS), [ONYCKAETCH
qui veut dlire commencer de nouveau avec le NoBTOpHas cBapka MydTbl NOCNE ee NOMHOMo
préchauffage et le controle de /'espace avant ocTbiBaHms (<35 °C), npu 3TOM Nepes Havanom
deffectuer le soudage. CBapky HE0BXOAMMO CHOBA BbINOMHUTL
Aprés ['expiration du temps de refroidissement, les npeaBapuTENbHbIN HarpeB 1 NpoBepuTb 3a30p. Mo
deux sangles peuvent étre retirées du manchon. OKOHYaHUM (hasbl OxnaxpeHus (cm. Tabnuuy 2) oba
PEMHSI MOXHO CHSITb C MyhTbI.
Le temps réel de soudage est & comparer avec le baKTU4eCkyto ANUTENBHOCTb CBAPKU HEOBXOAMMO
temps déal sur | appareil et a inscrire sur le manchon, CPABHWTL CO SHA{EHNEM, YCTAHOBNEHHLIM AT
Contrdle & Documentation ainsi que la date et le nom du soudeur. CBAPOHOTO annapara, v 0693Haqmb Ha My@re
16 BMECTe C AaTol 1 haMmunmei ceapLuyyka.

KOHTpOJ’Ib W DOKYMeHTauua

L exécution correcte de la soudure peut étre
documentée sur un manuscrit ou sur lenregistrement
adu protocole de | apparell.

I'IpanmbHocm BbINONHEHWNS CBAPKMU MOXHO
3aj0KyMEHTUPOBATL C NOMOLLBH0 PYKONUCHOIO Unn
aBTOMATU4eCKM CO34aHHOro NpoToKona.

Temps de refroidissement et d'attente
Bpemst oxnaxaeHus U oxuaaHus (DE/EN)
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Instructions de sécurité

Le non respect des instructions de montage et des recommandations de sécurité

sulvantes peut conduire @ des accidents, des dommages corporels et matériels.

& Les normes et directives locales en rapport a la sécurité du travail sont a respecter. Le
cas échéant, le plan de sécurité et des risques sur le chantier est a prendre en

compte.
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Pendant toute /installation, porter des chaussures de sécurité adéquates.

Un casque approprié de protection doit étre porté pour tout travaux dans une fosse
et/ou un risque de chutes dobjets (par ex.. pierres) est possible.

L usage de gants est requis pour les opérations de grattage et de nettoyage des

extrémités de tubes ou des raccords PF.
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Les nettoyants PE sont facilement inflammables. Les vapeurs de solvants peuvent

YkasaHusi no TexHuke 6e30macHoOCTy

ylepoy.
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HecobniofeH1e HaCcTOALLEI MHCTPYKLUM NO YKIaZKe 1 CNIeSYIOLUMX HUKE YKa3aHUi MOXeT
MPUBECTY K MPUYMHEHMIO Yilepba 3[0POBbIO, HECYACTHBIM CryyasM W MaTepuanbHOMy

& Heobxoanmo cobniopatb HaLMoHanbHble CTaHAapTbl U MpeanucaHns no
BesonacHocT Tpyaa. Heobxoaumo cobniogatb cxemy 6e3onacHocTu (npu ee
HanM4nm) 1 y4UTHIBATb PUCKN HA CTPOUTENBHON NMOLLaAKe.

Ha npoTshkeHnm BCel yknaakv cnepyeT HOCUTb COOTBETCTBYHOLLYIO 3aLUMTHY 0BYBb.
[Mpw BbINONHEHUM PabOT B TpaHLLee 1 (1K) Npy ONAacHOCTM NageHust 06bEKTOB
(Hanpumep, kamMHei) creayeT HOCUTb COOTBETCTBYHOLLYIO 3aLUMTHYHO Kacky.

[Mpyn paboTe ¢ HoXamu, a TaKke Npy yaaneHnu acku 1 OKCUAHOro Crost
PEKOMEHYeTCs HOCUTb MepyaTky NS 3aLLWUThl PyK OT NOPE30B.
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former des mélanges gazeux explosifs. Tenir €loigner de toute source dinflammation,
ne fumer pas, éviter les flammes nues et étincelles, tenir fermer hermétiquement les
flacons de nettoyant PE.

Pour les tubes dont la coupe nest pas perpendiculaire a la génératrice du tube et/ou
pas complétement enfonces, la chaleur au manchon n est pas transmise
correctement, ce qui peut amener une surchauffe locale, une fusfon incontrolée et
une inflammation spontanée.

En mesure de précaution genérale, il est recommandeé de garder au moins 2m de
recul par rapport au raccord électro-soudable, pendant la procédure de soudage.

S/ cela nest pas possible, des équjpements aaéquats de protection (manches longues,
gants et lunettes de sécurité) sont nécessaires
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Ounctutenn ans M3 nerko BocnnameHsitoTes. Mapbl pacTBOPUTENS MOTYT MPUBECTY
k 06pa3oBaHui0 B3pbIBOOMACHbIX [a30BO3AYLUHbIX CMecel. [lepxaTbcs Baanu ot
ICTOYHMKOB OTHS, HE KYpTb, M3beraTb OTKPLITOrO NnameHy 1 UCKPEHNS, repMeTU4YHO
3aKpbIBaTb EMKOCTM C ouncTuTenem ans 9.

Ecnu tpy6bl 06pe3aHbl He nog NpsMbIM YIoM W (Unk) BCTaBMEHb! He MOMHOCTbIO,
Tenno, CO3aBaemMoe HarpeBaTenbHON Cnupanbio, He OTBOANTCS K Tpy6am.
Bo3MoXHbI NokanbHbIN Neperpes, HEKOHTPONMpyeMoe 06pa3oBaHne pacnniasa 1
CaMOBO3ropaHme.

B kayecTBe 06LLeit Mepbl NPeSOCTOPOXHOCTY BO BPEMS CBapKV PEKOMEHYeTCS
HaxoAuTbCS Ha PacCTOSHNM He MeHee 2 M OT 3NeKTPOCBapHOro tuTuHra. Ecnn ato
HEBO3MOXHO, CrieflyeT 1Cnonb3oBaTh COOTBETCTBYIOLME CPEACTBA NHAVBIUAYANBHOM
3alLMTLI (0AEXKAA C ANNHHBIMM pPyKaBamu, NepyaTkv U NAOTHO MpUNEeraemble 04ky).
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