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Learning Objectives

During this course we will cover:

Health and Safety
Handling

Product Description
Certifications

Tools

Welding

- Socket fusion

- Weld in Saddles

- Welding Machines

Installation Principals

- In concrete installations

- In ground installations

- Clipping

- Expansion and Contraction
- Support Intervals

Warranty and testing
Discussion

Assessment / Skill Test



Safety Notice

s.“'P | When installing aquatherm products.

aquatherm NZ Ltd, encourages installers to wear protective clothing as required on site, take recommended
industry and OSH approved measures to ensure the safety of the installegrkers and the public when
working with Aquatherm products.

It is essetial that only trained aquatherm installers use the welding devices.

No one under any circumstances should use the welding device that is Under the influence of alcohal, illegal
substance or any prescribed medication that may affect performance do nahaseelding devices.

It is essential to be aware that as the welding device can reach temperatud€ afegress celsius, because of
this there is a risk of burngrirst Aid treatment should be sought immediately in the case of any burns injury. It
is ecommeded a first aid kit is kept on site with the welding team.
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site stay clear.

Please take proper electrical safety precautions when workiran installation setting, aircuit breaker / RCD
/ isolating transformeris recommended for use with any power tool.

When the welder is not in use and or you are not with the welder it is recommended
to return it to the protective metal box, note whethoing so please ensure the electrical cord does not come
into contact with the heating element.

Devices pre 2004 do not have heat proof leads in which case replacement of the cord by aquatherm NZ Ltd is
suggested if the plastic coating becomes damageti®internal wires are exposed.
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months.

Precutions check list:

Loose clothing, jewellery and long hair.

Wearing protective glasses when using

Use of supplied brackets to stabilise the welding device

Handling heated material or machinery, gloves are recommended

DO not handle the tool by the cord to raise or lower when working in an elevated position
Hazard identification prior to commencementtbie installation.

> > > D D

In accordance with Occupational Safety and Health Department recomendations we advocate prefabrication of
pipe work on the ground or at a suitable work bench prior to installation. Particularly when pipe is to be
installed above head hgint.



HANDLING

Transport and Storage

fusiotherm®pipes may be stored outside at any temperature. A solid base for the pipe is very important, to
avoid a deformation of the pipe while in transport and storage.

At temperature below OC it is possiblto damage the pipe through hard blows. The material has to be treated
with caution at low temperatures.

Although fusiotherm@ipes are extremely robust it is recommended to treat the material with care.
UVtradiation has effects on all high polymer plastiDo not store in the open air for long periods.

UV Resistance

fusiotherm®pipes may be stored outside at any temperature. A solid base for the pipe is very important, to
avoid a deformation of the pipe while in transport and storage.

At temperaturebelow (°C it is possible to damage the pipe through hard blows. The material has to be treated
with caution at low temperatures.

Although fusiotherm@ipes are extremely robust it is recommended to treat the material with care.
U\tradiation has effects oall high polymer plastics. Do not store in the open air for long periods.

Chemical Resistance

fusiotherm®pipes may be stored outside at any temperature. A solid base for the pipe is very important, to
avoid a deformation of the pipe while in transpamd storage.

At temperature below OC it is possible to damage the pipe through hard blows. The material has to be treated
with caution at low temperatures.

Although fusiotherm@ipes are extremely robust it is recommended to treat the material with .care

U\tradiation has effects on all high polymer plastics. Do not store in the open air for long periods.

Pipe friction loss

fusiotherm®pipes may be stored outside at any temperature. A solid base for the pipe is very important, to
avoid a deformation othe pipe while in transport and storage.

At temperature below OC it is possible to damage the pipe through hard blows. The material has to be treated
with caution at low temperatures.

Although fusiotherm@ipes are extremely robust it is recommendedieat the material with care.

UVtradiation has effects on all high polymer plastics. Do not store in the open air for long periods.



fusiolen

The experience of more than twenty years in manufacturing and application offPP
sanitary and heating pipes andthe simultaneous endeavor to continuous
development led to numerous improvements in the aquathersystemtechnology.

The priority of the productievelopment was the constant extension of the product range as well as the
development of stabilized pipesfirst as stabicompositepipe later as fasecompositepipe. On doing this
special importance was attached with the producer of the raw material to optimize the material characteristics.

The increasing globalization of the market and the resulting cditipe pressure challenge to highest
independence concerning the choice of material and its development.

Especially for this purpose aguatherms management came up with a team specialized on product, process and
material engineering which had the objea of developing an own innovative raw material.

This raw material should correspond to the national and international standards of the sanitary and heating
technology, as well as to the demands of industry, agriculture, private households, etc.

It was very important to set such a high standard for the raw material development that the characteristics of
former material are surpassed.

So in an unequaled teamwork aquatherm developed a raw material,
which now under the brandiamefusiolen® is the bsis of our pipe

and fitting production and referring to its excellent material
characteristics won worldwide recognition.




aquatherm firestop-
sprinkler pipe system

aquatherm firestop offers an extensive range of pipes and fittings for
the installation of fire sprinkler systems.

The system is based on a fibre reinforced polypropylene pipe [faser
composite pipe] produced in a multi-layer extrusion process.

The material fusiclen® PP-R [80] FS, used for the production of these
pipes, is a plastic whose profile of properties is designed for the special
demands of the field of application. Both, the installer's request for easier
processing and the demand for maximum safety in later application was
taken into account during its development.

aquatherm firestop is:

- connection by fusion welding
Mo sealants or adhesives are required for this permanent connection.

- corrosion-proof
Prevents the clogging of the sprinkler with corrosive products.
This ensures a long, low-maintenance service life as well as troublefree
functioning of the system.

The production of pipes and fittings is controlled according to the highest
quality standards on latest injection moulding machines and extrusion
lines. The high quality of our products is also ensured by extensive controls
of incoming goods and the production process.

The agustherm guality management system is certified according to
DIN EN 1S0O 9001 :2000.

aquatherm firestop -
The advantages:

= certified and quality inspected
= connection by fusion welding
=+ rgsistant against corrosion and chemicals
no accumulation of corrosion products
= |ow pipe roughness factor and high abrasion resistance
= heat and sounddinsulating characteristics
= high impact strength
= leakproof connection of pipe and
fitting by fusion technigue
= not easily flammable acc. to din
A102-1, building material class B1
= low weight compared to metal pipes
= short processing time
=+ no gaskets - sealing elements are not required
= 3-layer pipe with fibre glass reinforced inner layer
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International approvals
for the application as sprinkler lines

Fire protection requirements
and standards for planning

and construction of sprinkler
VdS systems vary locally.

Thus, the application of
firestop in any case has to be
For tha pipa dmensions 25, 32, 40, agreed and coordinated with
the local national fire protecti-
on authorities, the constructor
and the building insurers.
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AON SPRINKLER CERTIFICATION

Aon NZ Limited

Aon Sprinkier Certification A
Aaon Building
Takapuna, North Shore City o @
Telaphone: 00— 486 9761
Fax: 09 - 4860112 FORM 10 l'"""'
Aon File Reference: 2.5 SapAEan Nowy.

LISTING CERTIFICATE — SPRINKLER SYSTEM EQUIPMENT
As per section 114 of NZS 4541:2007

This is to confirm that, on the basis of the information supplied in the application for listing of the equipment dated
18 October 2007, this organisation, as the nominated Sprinkler System Certifier considers that the appropriate
requirements of NZS 4541:2003 and NZS4541:2007 have been adequately met with respect to the item described
below, for use under the conditions set out on this certificate.

Item Aquatherm Firestop PP-R Plastic Pipes and Pipe Fittings

For use as Pipework and fittings as Listed by a SSC in accordance with table 4.3

Certificate number AQ-1 (Revision 3) Effective from 1 November 2007

Manufacturer / Supplier Aquatherm GmbH/Aquatherm NZ Limited

Make Firestop

Model Firestop

Reference information LPCB Certificate 684a, VdS Certificate G 4050042
Aquatherm Technical Instruction Firestop Issue 1//23-10-2006

Range limitations

Maximum pressure -1200kPa

Allowable temperature range 4°C to 50°C
Refer attachment AQ-1 for permitted
Occupancies

Restrictions and warnings

Pipe is specified by OD. Care needed to ensure Wet pipe systems only. No antifreeze or other
hydraulic calculations correct additives

Pipe may be used in buried situations. Good trade

practise shall be employed in selection of backfill

material.

Special conditions

Refer Attachm Q-1 for special

conditions A
Y/
Signed Date
b MNavsr loog
Name Chris Mak Designation Sprinkler Certification Manager |
Versgion 2. October 2007

F\Markeling and Specialiy\Sprinkier Certification\Msster ManualForms\Form 10
© Copyright Aon New Zealand Limited All Rights Reserved



ATTACHMENT TO LISTING CERTIFICATE AQ-1

General

Pipework shall only be installed by trade staff trained and certified by Aquatherm NZ Limited,

Reference documentation shall be made available to those designing and installing Aquatherm based systems, including
¢  Aquatherm Technical Instruction Firestop Issue 1//23-10-2006
¢  Fusiontherm Pipe System Installers Manual

Permitted Occupancies

Extra Light Hazard - all occupancies

Ordinary Hazard Group 1, 2 and 3 — Occupancies including or having conditions similar to hotels and hospitals (excluding
kitchens and plant rooms), museums, libraries (excluding stock rooms), court rooms, nursing homes, offices and data
processing rooms, schools, colleges, prisons, churches, restaurant seating areas, theatres and auditoriums (excluding stages
and prosceniums), unused attics and retail sales areas.

Storage is limited to free standing (block stacked) storage of category 1 goods only. Only concealed pipework shall be used in
storage areas — exposed pipework shall not be used.

Notes:
1. Permitted occupancies based on LPCB and VdS Certification
2.  Firestop shall not be used in occupancies not typical of those listed above, including:
a. Processing and production plants
b. Laboratories, (including those in schools and the like)
c. Carparks
Exposed Pipework
Pipework shall not be used out doors or where exposed to direct UV Radiation. Where used indoors and exposed to UV
Radiation, paint or lagging may be used to shield the pipe. If paint is used, an epoxy based primer as approved by Aguatherm
shall be used.

Where pipework is exposed to the fire area, it shall be either:
*  One layer of 10mm gypsum board or equivalent, or
e  Quick response sprinklers in accordance with 1.5.2 of Aquatherm’s Technical Instruction Firestop Issue 1//23-10-2006

Instaliation
Installation shall comply with Aquatherm Technical Instruction Firestop issue 1//23-10-2006
Hydraulic Calculations

Hydraulic calculations shall be carried out using a Hazen-Williams coefficient of 150, using the following internal diameters and
equivalent fitting lengths:

Pipe Dimensions
0D firestop 25.0mm 32.0mm | 40.0mm 50.0mm 63.0mm 75.0mm 90.0mm | 110.00mm 125.0mm
Internal pipe size (bore) 18.0mm 23.2mm | 29.0mm 36.2mm 45.8mm 54.4mm 65.4mm | 79.8mm 90.8mm
Article Equivalent length of pipe (m)
Socket 0.22 0.30 0.40 0.52 0.70 0.86 1.07 1.36 1.58
Socket Reduction of one dimension 0.27 0.37 0.48 0.63 0.83 1.03 1.28 1.63 1.90
Socket Reduction of two dimension 0.36 0.49 0.64 0.84 1.11 1.37 1.71 207 2.53
Elbow 90° 0.67 0.91 1.20 1.57 2.09 2.57 3.20 4,07 4.74
Elbow 45° 0.33 0.46 0.60 0.78 1.04 1.28 1.60 2.03 2.37
Standard Tee or cross - flow: branch 0.98 1.34 1.76 2.30 3.06 3.76 4.70 5.96 6.96

AQ-1 Aguatherm Flrastop Rev 3 2



eriFire Equipment Listing Certificate
: Number 630.1 (revision 1) (2 pages)

On the basis of information supplied in the Application for Listing of Equipment, and subject
to satisfactory field performance, VeriFire, as a Sprinkler System Certifier, considers that the
following equipment meets the appropriate requirements of NZS 4541:2003, NZS
4514:2007, NZS 4515:2003 and NZS 4515:2009.

Aquatherm Firestop Polypropylene Pipe and Fittings
Manufacturer: Aquatherm GmbH Supplier: Aquatherm (NZ) Ltd

Model: Firestop (fusiolen PP-R (80) FS) Pipe and fittings - 25mm to 125mm O.D.

Reference information: Aquatherm Technical Instruction firestop (issue 2//23-11-2006).
LPCB listing certificate 684a (14/2/06).
VdS listing certificate G 4050042 (9/8/05).
SAl Standardsmark License SMKP20464 (28/7/05).

Range Limitations: Maximum working pressure 1200 kPa.
Ambient temperature range 4°C to 50 °C.

Restrictions and warnings:

1. For use in wet pipe systems only. Not for use with anti-freeze or other additives
unless specifically approved by VeriFire.

2. Use is restricted to systems protecting certain occupancies and fire loads. See
special conditions on page 2 for specific limitations. Where doubt exists concerning
the use of this pipe in a particular occupancy obtain VeriFires approval at the design
stage.

Pipe is specified by OD. See special conditions on page 2 for details of hydraulic
calculations based on ID dimensions.

. Installation must be by Aquatherm trained and certified installers and shall comply
with Aquatherm Technical instruction firestop 2//23-11-2006 and the Fusiotherm pipe
systems installer manual.

Special conditions: See page 2

e - NN

Nigel Robinson A
Technical Manager o) @
(IANZ Approved Signatory) l

e ol

inspectT:n body
Issue Date: 24 March 2010

Notes: Listed equipment is subject to annual review and re-listing requirements. Contact VeriFire where doubt
exists as to the listing status of equipment. This certificate remains the property of VeriFire Limited. ©

Copynight.




er l F 14 € Equipment Listing Certificate 630.1 — Page 2

Special Conditions

Permitted Occupancies: (based on LPCB and VdS certification criteria)

Extra light hazard — All occupancies

Residential and domestic — All occupancies as permitted by NZS 4515 and NZS 4517.

Ordinary Hazard Group 1, 2 and 3 — Occupancies including or having similar conditions to hotels and hospitals
{excluding kitchens and plant rooms), museums, libraries (excluding stack rooms), court rooms, nursing homes,
offices and data processing rooms, schools, colleges, prisons, churches, restaurant seating areas, theatres and
auditoriums (excluding stages and prosceniums), unused attics and some retail sales areas.

Permitted storage is limited to freestanding (block stacked) category 1 (NZS 4541:2003) commodities only.
Only concealed pipework is permitted in storage areas - exposed pipe shall not be used.

Note that Firestop may be permitted in some areas of a building but not others.

Excluded Occupancies

Occupancies in which Firestop shall not be used include, but are not limited to: Manufacturing, processing and
production areas, warehouses, laboratories (including schools), workshops, carparks, plantrooms and
commercial kitchens.

Firestop shall not be used in concealed spaces containing or constructed of combustible materials unless the
space is protected with quick response sprinklers. Firestop shall not be used to supply C/S sprinklers unless
specifically approved by VeriFire.

Firestop shall not be used in concealed spaces used a ventilation plenums.

Enhanced safety systems

Proposals to use Firestop pipe in enhanced safety systems must be specifically approved by VeriFire at the
design stage. In general Firestop will only be permitted downstream of floor or sectional isolating valves.

Protection of pipework

Pipework shall not be installed outdoors or in any situation exposed to Ultra Violet light. For protection from UV
light inside a building pipe may be lagged or painted. If painted an epoxy based primer shall be used as
approved by Aquatherm.

Where pipework is exposed to the fire area it shall be installed close to a flat ceiling construction and use quick
response sprinklers in accordance with clause 1.5.2 of Aquatherm technical instruction 2//23-11-2006.

Concealed pipework shall have a minimum protection of 10mm gypsum board or equivalent.

Firestop pipe may be installed underground when used downstream of sprinkler system control valves.
Underground installation shall be in accordance with AS/NZS 2566 (buried flexible pipelines) plus any other
requirements for buried pipe required by the local Territorial Authority and Aquatherm technical specifications.
Ambient temperature limitations will require consideration of low temperature limits in many areas of New
Zealand, plus high temperatures limits if used in areas of geothermal activity etc.

Hydraulic Calculations

Hydraulic calculations shall be based on pipe |.D. dimensions and equivalent lengths of fittings, as published in
Aquatherm technical instruction firestop 2//23-11-20086, using a Hazen-Williams coefficient of 150.




Part A:
NMounting of the welding tools

1. Important!

Only use original fusiotherm®welding devices and fusiotherm®welding
tools.

2. Assemble and tighten the cold welding tools manually.

3. All welding tools must be free from impurities. Check, if they are clean
before assembling. If necessary clean the welding tools with a non
fibrous, coarse tissue and with spirit.

4. Place the welding toals, so that there is full surface contact between the
welding tool and the welding plate. Welding tools over @ 40 mm must
always be fitted to the rear position of the welding plate.

5. Plug in the welding device and check, if operating lamp is on. Depending
on the ambient temperature it takes 10-30 minutes to heat-up the
welding plate.

The heat-up phase ends, when the temperature pilot lamp blinks and
a signal is audible. 50336/50337

Electric power supply:

The power supply must coincide with the data on the type plate of the welding
device and must be protected according to the local regulations. To avoide high
power loss, the conductor crosssection of the used extension cables must be
selected according to the power input of the welding devices.
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Part A:
Heat-up phase

6. During the heat-up phase tighten the welding tools carefully with the
Allen Key. Take care that the tools fully contact the welding plate.
Never use pliers or any other unsuitable tools, as this will damage the
coating of the welding tools.

7. The required temperature to weld the firestop-system is 260 °C.
Acc. to DVSWelding Guidelines the temperature of the welding device
has to be checked at its tool before starting the welding process. This
has to be done with a fast indicating thermometer or alternatively with
a fusiotherm®thermocolour crayon. (see "Fusion part B, item 2")

ATTENTION:
First welding at the earliest 10 minutes after reaching the

welding temperature. DVS 2207, Part 11.

Heating plate

Temperature
pilot lamp

N i

Operating lamp [gréen]

Part A:
Handling

8. A tool change on a heated device requires another check of the
welding temperature at the new tool (after heat-up phase).

9. If the device has been unplugged, i. e. during longer breaks, the
heat-up process has to be restarted [from item 5).

10. After use unplug the welding device and cool down. Water must
never be used to cool the welding device, as this would destroy the
heating resistances.



Part A:
Handling

11. Protect fusiotherm®welding devices and tools against impurities.
Burnt-it particles may result in an incorrect fusion. The tools may be
cleaned with fusiotherm®-cleaning wipes, Art-No. 50193, Always keep
the burnt-in welding tools dry. If necessary, dry them with & clean, non
fibrous tissue.

12. For perfect fusion, damaged or dirty welding tools must be replaced, as
only undamaged tools ensure a perfect fusion welding.

13. Mever attermpt to open or repair a defective device. Return the defective
device for repair

14.Check the operating temperature of the fusiotherm®- welding devices
regularly by means of suitable measuring instruments.

Part A:
Guidelines

15.For the correct handling of welding machines the following must be
observed:

General Regulations for Protection of Labour and Prevention of
Accidents

and particularly
the Regulations of the Employers' Liability Insurance Association of the
Chemical Industry regarding Machines for the Processing of Plastics,

chapter: "Welding Machines and Welding Equiprment”,

16. For the handling of the fusiotherm®welding machines, devices and
tools please observe

General Regulations WS 2208 Part 1 of the German Association for
Welding Engineering, Registered Society [Deutscher Verband fur Schweil3-

technik e. V).

14



Part B:
Checking of devices and tools

1. Check, if the fusiotherm®welding device and tool correspond to the
guidelines "Fusion Part A",

2. All devices and tools in use must have reached the required operating
temperature of 260° Cin use. This needs a separate, compulsory test,
acc. to DVS\Welding Guideline "Fusion Part A, item 8". The control of
the operating temperature can be made with fast indicating thermo-
meters.

Suitable measuring instruments must offer a temperature measurement
of up to 350° C with a high accuracy.

Alternatively it is also possible to check the welding temperature with the
fusiotherm®thermocolour crayon. The application of the special thermo-
colour chalk in the aluminium crayon enables an exact reading with a
tolerance of +/- 5 K to heated surfaces.

Application:

After the temperature pilot lamp of the welding device has indicated the
end of the heat-up period, put a firm chalk line on the heated external sur-
face of the welding tool. The colour must change within 1 - 2 seconds.

If the temperature is too high, the colour will change immediately and if it
is too low (below 260° C] it will change after 3 or more seconds.

If the colour does not change within 1 - 2 seconds another temperature
test has to be carried out, respectively the control of the welding
device is required.

Temperature control by means of surface temperature  Temperature control by chalk.
measuring instrument.

It is possible, that the printed colour differs slightly from the original




Part B:
Preparation for the fusion

3. Cut the pipe right-angled to the pipe axis.
Only use fusiotherm®-pipe cutters or other suitable cutting tools. Take
care that the pipe is free from burrs or cutting chips and remove if

necessary.

4. Mark the welding depth at the end of the pipe with the enclosed pencil
and template.

5. Mark the desired position of the fitting on the pipe and / or fitting.

The auxiliary markings on the fitting and the continued line on the
pipe may be used as a help.

Cutting of the pipe Marking of the welding depth

The fusion is subject to the following data

Pipe Welding | Heatup | Welding | Cooling
externat Depth time time

20 14.0 8 4 2
25 15.0 11 4 2
32 16.5 12 6 4
40 18.0 18 6 4
50 20.0 27 6 4
63 24.0 36 8 6
75 26.0 45 8 8
90 29.0 60 8 8
110 32.5 75 10 8
125 40.0 90 10 8

16



Part B:
Heat-up of pipe and fittings

6. Push the end of the pipe, without turning, up to the marked welding
depth into the welding tool and at the same time the fitting, without
turning, as far as it will go on the tool. It is essential to observe the
above mentioned heating times.

Pipes and fittings of the dimensions @ 75 to 125 mm may only be
welded with welding device Art-No. 50341 (or with machine Art-No.
50147). On using the fusiotherm®welding machine Art-No. 50147 a
separate operating instruction has to be observed.

ATTENTION:
The heating time starts, when pipe and fitting have been pushed with
the correct welding depth on and in the welding tool. Not before!

Part B:
Setting and alignment

Warming

7 After the stipulated heat-up time quickly remove pipe and fitting from
the welding tools. Join them immediately, without turning, until the
mark welding depth is covered by PP-bead of the fitting.

ATTENTION:
Do not push the pipe too far into the fitting, as this would reduce
the bore and in an extreme case may close the pipe.

8. The joint elements have to be fixed during the specified processing
time. Use this time to correct the connection. Correction is restricted
to the alignment of pipe and fitting. Never turn the elements or align
the connection after the processing time.

9. After the cooling period the fused joint is ready for use.

The result of the fusion of pipe and fitting is a permanent material
joining of the system elements.

Unrivaled connection technique with security for a life-time!

Joining, fixing and... ..aligning!

17



Visual inspection of fusion seam

=+ correct fusion welding

Mormally on fusioning a bead is formed around the entire circumference
gt the edge of the socket. This bead is an indication of proper welding.

Incorrect shape of bead

Different shape of bead [b] or nonexistent bead at one
or &t both ends [a] [partial or total extent], resulting from:
temperature of heating tool is too low [g]

heat-up time too short [a]

unacceptable tolerances [a and bj

eprcessive temperature of heating tool [b)

heat-up ime too long [b)

a b
Single shape of bead, resulting from:
heat-up ime too short _ _
temperature of heating tool is too low
unacceptable tolerances

LI O A

11

heat-up of only one welding-part

Excessive melting, resulting from:

temperature of heating tool is too high

misaligned movement of welding-part, e.q. by inadequate fixing
= unacceptable tolerances

i

i

Elbow variance

Partially or double-sided inclined welded pipe into the socket without ar
with slight bracing, resulting from:
= machinery defect
= falze installation

Acceptable, fe =2 mm

Mistake of bonding by improper pipe insertion,
resulting from:

heat-up time too short
pipe ends not at 30" [right-angled]
heating temperature too low ©
axial movement during cooling time
change-over time too long
E X

Acceptable up to 01 x d and 015 x socket depth
18
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Part C:
Weld-in saddles

1. Before starting the welding process, check if the fusiotherm®-
welding devices and tools meet the requirements of "Fusion Part A"

2. The first step is to drill through the wall of the pipe at the point inten-
ded for the outlet by using the fusiotherm®-drill.

branch 20/25 mm: Art.-No. 50940/41

branch 32 mm: Art-No. 50842
branch 40 mm: Art-No. 50944
branch 50 mm: Art-No. 50946
branch 63 mm: Art.-No. 50848

3. The welding device/saddle welding tool must have reached the
required operating temperature of 260 °C [check with reference to
“Fusion Part B, item 2").

4. The welding surfaces have to be clean and dry.

5. Insert the heating tool on the concave side of the weld-in saddle tool
into the hole drilled in the side wall of the pipe until the tool is completely
in contact with the outer wall of the pipe. Next the weld-in saddle spigot
is inserted into the heating sleeve until the saddle surface is up against
the convex side of the welding tool. The heating time of the elements is
generally 30 seconds.

6. After the welding toal has been removed, the weld-in saddle spigot is
immediately inserted into the heated, drilled hole. The weld-in saddle
should then be pressed on the pipe for about 15 seconds. After being
allowed to cool for 10 minutes the connection can be exposed to its full
loading. The appropriate branch pipe is fitted into the sleeve on the
fusiotherm®-weld-in saddle using conventional fusion technology.

By fusing the weld-in saddle with the pipe outer surface and the pipe inner
wall the connection reaches highest stability.

Drilling Heat-up Joining
through the pipe wall of pipe and fitting

19



Part D:
Support intervals

ED‘25|32‘4D|5D‘53|7‘5|EID"HD|’125

Table to determine support intervals in corr
junction with outside diameter. Support intervals in cm

120 ‘ 140 | 180 ‘ 180 | 205 ‘EBD | 245 | 260 ‘ 290 | 320

Pipe
externat

Welding Welding
Depth time

50 20.0 29 6 4
63 24.0 36 8 6
75 26.0 45 8 8
90 29.0 60 8 8
110 32.5 75 10 8
125 40.0 90 10 8

Part D:
Support intervals

firestop-pipe SDR 7.9

Pipe diameter d [mm)]

Table to determine support intervals in cone 2L | 2b | 3e ‘ 40 | 50 | 63 | 75 | 90 ‘ 110 | 1e3

junction with outside diameter. Support intervals in cm

120 | 140 | 180 ‘ 180 | 205 |EEID | 245 | 280 ‘ 290 | 320
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