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COMPANY PROFILE

ABOUT US

Radius Star Piping provide you with high quality
and efficient solutions for HDPE Piping Systems.
Radius Star Piping is your reliable source for
high-density polyethylene pipes and fittings to
meet project technical specifications. We
provide HDPE pipes, fittings, and
custom-fabricated solutions for even the most
complex and demanding projects. In addition to
our high-quality standard and special segmented
fittings, we also provide suitable welding
equipment for joining and welding technique. Our
extensive product and service range gives you
the possibility to obtain almost every-thing from
a single source.

We are your reliable supplier with extensive stock
for HDPE pipes and fittings. Our well experienced
and highly customer-oriented team is always up
to date and will be happy to support and serve

OUR TEAM

We are empowered by a team of skilled,
trained, and experienced professionals who
strive to develop, design and manufacture
different range of products best suitable as
per requirement and trend of present
industrial era. We have professional and
experienced teams across different
sections of company like manufacturing,
quality testing and marketing etc and our
team is kept updated with latest trends of
industry by organizing regular sessions and
seminars to enhance the skills.

We have a dedicated human resource team
and a policy setup which supervises
various aspects of our professionals like
recruitment, performance analysis, client
satisfaction, skills and knowledge of
industry. Our team is always glad to serve
our satisfied clients across the nation.

you our best quality products and services at all
the times.

CUSTOMER SATISFACTION

When it comes to customer satisfaction; we can say that we are one of the most
customer-oriented organizations with thousands of satisfied clients across the region. We strictly
adhere to the norms laid down by the authorities and maintain standard quality across different
ranges of our products. We believe that ‘Customer satisfaction is the key to success in today’s era”
and we continuously strive to enhance and upgrade experience of our clients. Due to our
customer-oriented approach and professional policies, we are a popular and reputed company
known for quality products and reasonable prices.

Our philosophy is to offer our customers the most efficient customer experience possible. For this
we make sure the right person will be handling the task to guide and support. Radius Star is driven
to work very close with his customers and project partners to improve Customer-Relationship
Management in the regions of the Middle East.



PRODUCT RANGE

HDPE PIPES

In today’'s pipe industry, engineers, installers, and environmentalists agree HDPE pipe is a
superior choice for developing a truly sustainable and environmentally friendly infrastructure.
From its low energy footprint to its ease of use, to its superior joint integrity, to the short- and
long-term economic advantages, there is no other material that can match the performance and
versatility of high-density polyethylene pipe.

HDPE pipe has proven to be the pipe of choice in many industrial applications because of its
non-conductivity, extreme strength, durability, flexibility and resistance to chemicals and
corrosion. These qualities of high-density polyethylene offer engineers and contractors a
significant design and installation advantages over traditional pipe materials. HDPE pipe and
fittings meet the highest industrial and environmental standards today while offering

tremendous long-term value to your customers.

HDPE Solid Wall
Pipes

HDPE solid wall pipe is
available in sizes from
20mm to 630mm with a
wide range of wall
thickness. HDPE solid wall
pipe is non-toxic, offers a
high flow capacity, extreme
longevity, and ability to
withstand high-pressure
applications.

HDPE Perforated
& Slotted Pipes

HDPE perforated, and
slotted pipe is available in
several industry standard
sizes and used for
applications requiring
water drainage, leachate
systems, cable protection,
ducting and landfill gas
dissipation. Please contact
a product specialist today
for availability and
perforated specifications.

HDPE Corrugated
Pipes

HDPE corrugated pipe's
unique ability to support
and distribute live and dead
load enables it to meet the
most demanding
applications. HDPE
corrugated pipe has a
strong track record in
some of the most
demanding environments
and offers superior value
and physical strength that
is unmatched by metal or
concrete pipe systems.
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HDPE FITTING

We offer a wide variety of industry-standard high-density polyethylene fittings and
components to complete your system application. What truly separates high-density
polyethylene pipe from other pipe materials is the ability to create integral systems using a
wide variety of standard and custom components, fittings and joining systems that meet the
same technical and environmental specifications of HDPE pipe.

Butt Fusion Fitting

The principle behind butt fusion is to heat two surfaces to a designated temperature, and then
fuse them together by application of the required force.

Electrofusion Fitting

Electrofusion welding is the name given to resistive implant welding of thermoplastic pipes.
It is one of two main techniques used for the joining of polyethylene gas and water pipes.



Compression Fitting

pp compression fitting is composed of pipe fitting body, lock nut, pipe clamp and V-shaped
sealing ring. As the pp compression fittings are sealed with V-ring, the roundness of the
pipes is strictly required, which is suitable for the installation of straight pipes.

Fabricated Fitting

Large diameter fittings are usually fabricated from sections of pipe or other parts. The
larger fittings are fabricated because their size exceeds injection molding equipment
capacities. Less common fittings may also be fabricated because their low demand does
not constitute the creation of a mold.

Puddle Flanges

Puddle flanges are usually fabricated from HDPE pipes. Our fabrication workshop
manufactures custom sized puddle flanges to suit the customers requirements using CNC
machines and extrusion welding techniques.



HDPE Specialty Fabrication / Customization

It is not uncommon for HDPE projects to require custom fabricated fittings or structures to
meet unique design specifications. However, customization also creates a design and
installation complexity that requires an experienced team of designers and installers. Our
team of product specialists and industry-qualified field technicians can show you ways to use
HDPE pipe and fittings to save you time and money.

HDPE Fabrication

RSP has years of experience
in the custom design,
engineering and fabrication
of specialty HDPE products
for projects of all sizes and
scopes. The ability to build
and install custom
high-density polyethylene
piping fittings and systems
are core strengths of RSP,
Our certified factory-trained
technicians are
knowledgeable in fusion
techniques and can provide
solutions that meet your
project’s needs.

Outfall Diffuser

Specialty Fittings

Many projects and
applications are so unique
that they require a variety
of high-density
polyethylene specialty
products and fittings.
RSP field technicians are
experts in fabricating
special fittings and can
provide a cost-effective
solution for your unique
application

Landfill Risers

A typical landfill uses
leachate collection systems
to protect the water and the
environment from landfill
contaminants. These
systems use a series of
high-density polyethylene
riser shafts, which must
have additional pipe
continuously added to the
riser as the landfill soil cover
increases in height. The
characteristics of HDPE pipe
and fittings allow these
systems to be continuously
modified as the landfill
progresses.

Ocean and river outfall pipelines require a series of high-density polyethylene diffusers to
dispense and distribute the effluent into the current so biological activity can consume the
degradable debris. These complex, large diameter HDPE pipe fabrications must be engineered
for constant pressure drop, constant velocity, self-cleaning velocity, and minimum velocity
among other parameters. RSP engineers can provide the customized diffuser based on your
project’s requirements.

Floats and Pontoons

Floats and pontoons have many applications where objects (such as pipelines) must be
suspended at or near the waterline. The high buoyancy factor and low material weight make
these HDPE pontoons a low cost, practical solution for any pontoon project. RSP engineers can
provide the design and fabrication based on your project's requirements.



WELDING MACHINES

Butt welding machines and CNC Butt welding machines are highly efficient and Butt welding
machines are manufactured with the latest technology. We can get yield in the most difficult
terrain conditions. We offer the best service with professional staff. We can combine PE, PP,
PVDF plastic pipes and fittings with by using Butt Welding machine. Clean water, waste water,
sea discharge etc. It can be used in all areas where liquid transfer is done. Butt welding
machines work with hydraulic system. The electrical type is 380V (three- phase). 220V (single-
phase) production can be done in some machine sizes.

Butt Fusion Welding Machines

Butt Welding Machines connect PE, PP; PVDF plastic pipes with diameters from Dia min 40 to
Dia max 2000 in proportion to machine sizes and their attachments through butt welding using
a heating system and can be used in all areas where liquids are transferred such as clean water,
waste water, sea discharge etc. through plastic pipes made of PE, PP; PVDF.

Butt Welding machines operate on a hydraulic system. Power type required to operate the
machine is 380V (triphase) however for certain machine sizes 220V (Monophase) can also be
supplied based on user preference.

CNC Butt Welding Machines

CNC Butt Welding Machines combine PE, PP, PVDF material plastic pipes and fittings up to Dia
min 40, Dia max 2500 diameter by butt welding method using a heating system and are used
with plastic pipes made of PE, PP, PVDF; clean water, waste water, sea discharge etc. It can be
used in all areas where liquid transfer takes place.

CNC Butt Welding Machines work with a hydraulic system. The electrical type required for the
operation of the machine is 380V (three-phase) and in some machine sizes, 220V
(single-phase) can be produced depending on the user's request.



Electro Fusion Welding Machine

Electrofusion welding machines are computer-controlled machines used for the welding of
HDPE-PP-PVDF pipes and electrofusion fittings up to 32-10 Bar in diameters of 1200-40 mm.
These machines provide powerful, easy and rapid welding with the shortest operational setup
in accordance with ISO 1-12176 International standards. It is lightweight and very easy to use.
Electrofusion welding machine has a maximum operating resistance of 120 Amps. It is
suitable for operation at-15 C° ~ 60 C° ambient temperature.

Hand Extruder

The Extruder as a geomembrane welding machine is the best device for the welding and
restoration of pipes, tanks, joints, agricultural ponds, geomembrane films, for PE and PP
(polyethylene and polypropylene).

Data Logger

Data Logger has many benefits. Pipe diameter, thickness, SDR, Contract No, coordinate,
Welder name, machine no, air condition, material, Some actions are made by entering the
data requested the data of the standard such as protection status and report parameters are
taken.



SERVICES

Radius Star Piping provide turnkey, end-end-piping solutions. We have specialized equipment
for HDPE pipeline installation, our welding team has vast knowledge and experience for the
installation and welding of thermoplastic piping systems made of HDPE, PP and PVDF up to
diameter OD 1,200mm. Our welding personnel regularly attends the training and certification
programs of SKZ German Plastics Centre.

Contracting

Pipe systems are generally under a
tremendous amount of pressure and stress.
And mistakes can be devastating to everyone
involved with a project. Proper installation and
quality welding are critical to the project's
long-term  performance and return on
investment.

Radius Star Piping has the knowledge and
experience to help you through all aspects
related pipeline installation. Our

industry-qualified technicians will also help
Radius Star

you organize and plan the jobsite setup,
providing layout and planning of the system
installation procedures. And when the project
is completed, we can provide hydrostatic
testing of the entire system to assure all
connections are sound and the system is
functioning as planned.

Equipment Rental

Piping has the knowledge,
experience, and equipment to provide
superior field services for projects of all sizes
and scopes. Let us get in the trenches with
you to make your project a success.

We provide all kinds of HDPE welding machines for rentals . We also industry qualified field

technicians as per client request
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CONTACT US

RADIUS STAR PIPING LLC

PO Box No: 19267

Al Qusais Ind Area No 5

Dubai, United Arab Emirates
Phone: +97142693863

Email: sales@radiusstarpiping.com
Web: www.radiusstarpiping.com
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HDPE 100 INJECTION FITTING

HDPE 100 ELECTROFUSION FITTINGS
HDPE 100 CONFECTION FITTINGS

BF & EF WELDING MACHINES
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EF MANSON /EF COUPLER / 311.CBAPHAA MY®TA 05
EF SEMER /EF SADDLE / 3J1.CBAPHOE CELilIO 06
EF VANASIZ SERVIS TE (MONO BLOCK) / EF TAPPING TEE (WITHOUT VALVE) (MONO BLOCK)

371.CBAPHOE CELI0 C APMATYPOW i1 BPE3KM 07
EF VANASIZ SERVIS TE 360° / EF TAPPING TEE (WITHOUT VALVE) 360° / QM1.CBAPHOE CEQNO C APMATYPO [1154 BPESKM....o.c.cce 08
EF VANALI SERVIS TE 360°/ EF TAPPING TEE (WITH VALVE) 360°/ 91.CBAPHOE CEILNIO C APMATYPOW [NIA BPESKM......cocooeororcrre 10
EF DIRSEK 45° / EF ELBOW 45° / 3¢ OTBOL 45° 12
EF DIRSEK 90°/ EF ELBOW 90°/ 3% OTBOf 90° 13
EF ESIT TE 90° / EF EQUAL TEE 90° / 3 TPOMHUK 90° 14
EF INEGAL TE 90°/ EF REDUCED TEE 90° / 3% TPOMHMK-NIEPEXOIHUK 90° 15
EF REDUKSIYON /EF REDUCER /3% MEPEXO[IHMK 18
EF KEP (KOR TAPA)/ EF CAP/ 3¢ 3ATTIYLLIKA 21
45° DIRSEK /45° ELBOW / 45° OTBO[ 22
90° DIRSEK / 90° ELBOW / 90° OTBO[ 23
90° ESIT TE /90° EQUAL TEE / 90° TPOVHMK 24
90° INEGAL TE / 90° REDUCED TEE /90° TPOUHVK-TIEPEXOIHMK 25
45° GATAL TE /45° WYE TEE /45° KOCOW TPOVHUK 29
90° ISTAVROZ TE /90° CROSS TEE /90° KPECTOBWHA 29
REDUKSIYON / REDUCER / MEPEXO[HUK 30
REDUKSIYON - KISATIP/ REDUCER - SHORT TYPE / TEPEXOIHUK (KOPOTKMM TWM) 34
REDUKSIYON - KISA KADEMELI/ REDUCER - SHORT STEPPED / MEPEXO[IHUK (KOPOTKWA CTYMEHYATBIN) 34
FLANS ADAPTORU / FLANGE ADAPTOR / BTYTIKA MOZ ®IAHEL| 36
FLANS ADAPTORU - KISATIP/ FLANGE ADAPTOR - SHORT TYPE / BTYJIKA MOL, ®JTAHEL} (KOPOTKMV TVM) 37
KEP/END CAP/ 3ATTIYLLKA 37
PE - METAL DIS DiSLI GECIS / PE-METAL MALE THREADED TRANSITION / TI3-METAN MEPEXOI. C HAP. PE3bEOM 38
PE - METAL iC DISLI GEGIS / PE-METAL FEMALE THREADED TRANSITION / TT3-METAJ MEPEXO, C BH. PESBBOW.......ooroccrorsrre 38
PE - GELIK KAYNAK AGIZLI GEGIS / PE - STEEL WELDABLE TRANSITION UNION / 113-CTATIb NMEPEXOLHMK MOL CBAPKY ..o 39
GELIK FLANS / STEEL FLANGE / CTANLHOW ®AHEL] 40
CELIK KOR FLANS / STEEL FLANGE / CTANbHOV TTYXOW GMAHEL| 41
11°-30° DIRSEK / 11°- 30° ELBOW / 11°- 30° OTBOJ 42
45° DIRSEK / 45° ELBOW / 45° OTBOf 44
90° DIRSEK / 90° ELBOW / 90° OTBOA 45
90° ESIT TE/90° EQUAL TEE /90° TPOMHWK 46
INEGAL TE / REDUCED TEE / TPOVHWK-NEPEXOIHMK 47
45° GATAL TE / 45° WYE TEE / 45° TPOVHUK 56
90° ISTAVROZ TE / 90° CROSS TEE / 90° KPECTOBMHA 57
KEP / END CAP / 3ATTIYLLIKA (CBapHasi) 57
90° INEGAL ISTAVROZ TE / 90° REDUCED CROSS TEE / 90° KPECTOBWHA-MEPEXOAHWK 58
KURESEL VANAPE / BALL VALVE / LLIAPOBbIV KPAH 61
BETON GEGIS ADAPTORU / PUDDLE FLANGE / TEPEXOIHMK AN1A EETOHA 62
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EF Manson EF Dirsek 45° EF Dirsek 90°
EF Coupler EF Elbow 45° EF Elbow 90°

EF Esit TE 90° EF inegal TE 90° EF Reduksiyon
EF Equal TEE 90° EF Reduced TEE 90° EF Reducer

EF Kér Tapa EF Semer EF Semer
EF Cap EF Saddle EF Saddle

¢=

EF Tamir Semeri EF Semer EF Semer
EF Repair Saddle EF Saddle EF Saddle

Or

EF Vanasiz Servis TE EF Vanasiz Servis TE 360 EF Vanal Servis TE 360°
EF Tapping Tee Without Valve EF Tapping Tee Without Valve 360 EF Valve Tapping TEE 360°
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Dirsek 11° (Konfeksiyon)
Elbow 11° (Confection)

Dirsek 30° (Konfeksiyon)
Elbow 30° (Confection)

Dirsek 45° (Enjeksiyon)
Elbow 45° (Injection)

Dirsek 45° (KiT Enjeksiyon Kaynakl)
Elbow 45° (KIT Injection Welded)

Dirsek 45° (Konfeksiyon)
Elbow 45° (Confection)

Dirsek 60° (KIT Enjeksiyon Kaynakli)
Elbow 60° (KIT Injection Welded)

Dirsek 60° (Konfeksiyon)
Elbow 60° (Confection)

Dirsek 90° (Enjeksiyon)
Elbow 90° (Injection)

Dirsek 90° (Konfeksiyon)
Elbow 90° (Confection)

Esit TE 90° (Enjeksiyon)
Equal TEE 90° (Injection)

Esit TE 90° (Konfeksiyon)
Equal TEE 90° (Confection)

inegal TE 90° (Enjeksiyon)
Reduced TEE 90° (Injection)

inegal TE 90° (KIT Enjeksiyon Kaynakh)
Reduced TEE 90° (KIT Injection Welded)

inegal TE 90° (Konfeksiyon)
Equal TEE 90° (Confection)

inegal TE 90° (KIiT Enjeksiyon Kaynakli)
Reduced TEE 90° (KIT Injection Welded)
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inegal TE Kisa Tip 90°
Reduced TEE 90° (KIT Injection Welded)

RedUksiyon (Enjeksiyon)
Reducer (Injection)

Uzun Kademeli Redisksiyon (KIT Enjeksiyon Kaynakl)
Long Step Reducer (KIT Injection Welded)

Kisa Kademeli Reduksiyon (Enjeksiyon)
Short Step Reducer (Injection)

Kisa Tip Rediksiyon (KiT Enjeksiyon Kaynakli)
Short Type Reducer (KIT Injection Welded)

Kisa Tip Reduksiyon (Enjeksiyon)
Short Type Reducer (Injection)

Flans Adc::lpiérﬁ Uzun Tip (Enjeksiyon)
Flange Adapter Long Type (Injection)

Flans Adaptéri Kisa Tip (Enjeksiyon)
Flange Adapter Short Type (Injection)

Kér Tapa (Enjeksiyon)
Cap (Injection)

Kér Tapa (KIT Enjeksiyon Kaynakli)
Cap (KIT Injection Welded)

istavroz TE 90° (Enjeksiyon)
Cross TEE 90° (Injection)

istavroz TE 90° (Konfeksiyon)
Cross TEE 90° (Confection)

Catal TE 45° (Enjeksiyon)
TEE Equal 45° (Injection)

Catal TE 45° (Konfeksiyon)
TEE Equal 45° (Confection)

Catal TE 60° (Konfeksiyon)
TEE Equal 60° (Confection)
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inegal istavroz TE 90 (Enjeksiyon)
Reduced Cross TEE 90 (Injection)

inegal istavroz TE 90 (KIT Enjeksiyon Kaynakl)

Reduced Cross TEE 90 (KIT Injection Welded)

inegal istavroz TE 90 (Konfeksiyon)
Reduced Cross TEE 90 (Confection)

PE-Piring (MS 58)-Metal Gegis Adaptéri (Dis Disli)
PE-Brass (MS-58)- Metal Transition Adaptor
(male threaded)

PE-Piring (MS 58)-Metal Gegis Adaptéru (ig Disli)
PE-Brass(MS-58)- Metal Transition Adaptor
(Female threaded)

PE Dis Disli Adaptér (Enjeksiyon)
PE Male Threaded Adaptor (Injection)

PE-Celik Gegis (Kaynak Agizh)
Pe-Steel Transition

PE-Celik Gegis (Kaynak Agizh)
Pe-Steel Transition

PE - Celik Gecis Adaptoru (Dis Disli)
PE- Steel Transition Adaptor (Male Threaded)

Celik Flang
Steel Flange

Catal TE 45° (KiT Enjeksiyon Kaynakli)
Tee 45° Equal (KIT Injection Welded)

Celik Kor Flans
Steel Blind Flange

PP Kaplh Celik Flang
PP Covered Steel Flange

—\
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MHW160

POLIETILEN BORU ALIN KAYNAK MAKINASI
POLYETHYLENE PIPE BUTT WELDING MACHINE

W160

POLIETILEN BORU ALIN KAYNAK MAKINASI
POLYETHYLENE PIPE BUTT WELDING MACHINE

W160 CNC

POLIETILEN BORU ALIN KAYNAK MAKINASI
POLYETHYLENE PIPE BUTT WELDING MACHINE

W 250
W250 CNC

POLIETILEN BORU ALIN KAYNAK MAKINASI
POLYETHYLENE PIPE BUTT WELDING MACHINE

W315
W315 CNC

POLIETILEN BORU ALIN KAYNAK MAKINASI
POLYETHYLENE PIPE BUTT WELDING MACHINE




A

W 400

W 400 CNC

POLIETILEN BORU ALIN KAYNAK MAKINASI
POLYETHYLENE PIPE BUTT WELDING MACHINE

W 500

W 500 CNC

POLIETILEN BORU ALIN KAYNAK MAKINASI
POLYETHYLENE PIPE BUTT WELDING MACHINE

W 630

W 630 CNC

POLIETILEN BORU ALIN KAYNAK MAKiNASI
POLYETHYLENE PIPE BUTT WELDING MACHINE

ws8oo

W 800 CNC

POLIETILEN BORU ALIN KAYNAK MAKINASI
POLYETHYLENE PIPE BUTT WELDING MACHINE

W 1000

W 1000 CNC

POLIETILEN BORU ALIN KAYNAK MAKINASI
POLYETHYLENE PIPE BUTT WELDING MACHINE

—
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W 1200

W 1200 CNC

POLIETILEN BORU ALIN KAYNAK MAKINASI
POLYETHYLENE PIPE BUTT WELDING MACHINE

W 1600

W 1600 CNC

POLIETILEN BORU ALIN KAYNAK MAKINASI
POLYETHYLENE PIPE BUTT WELDING MACHINE

W 2000

W 2000 CNC

POLIETILEN BORU ALIN KAYNAK MAKINASI
POLYETHYLENE PIPE BUTT WELDING MACHINE

EF-W630
EF-W1200

POLIETILEN BORU ELEKTROFUZYON
KAYNAK MAKINASI

POLYETHYLENE PIPE ELECTROFUSION
WELDING MACHINES

Data Logger For Hdpe Pipe
Butt Welding Machine
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Elektrofiizyon Ek Parcalar

Electrofusion Fittings



EF MANSON
EF COUPLER
3/1.CBAPHAA MYQ®TA

Elektrofiizyon / Electrofusion / MaterialPE100 / Standart: TS EN 1555-3:2010 + A1 ® TSEN 12201-3 + A1

-~
(k
68 20 120

@20  MNOO1600002014 PNl6 31 0,035

@25 MN001600002514  PN16 36 71 2,3 0,040 120
@32 MN001600003214 ~ PN16 45 79 30 0,050 100
@40  MNO01600004014 PN16 53 80 37 0,080 80
@50  MNO01600005014 PN16 67 89 4,6 0,120 60
@63  MNO001600006314 PN16 82 97 58 0,200 40
@75 MN0O1600007514  PN16 95 98 6,8 0,275 25
@90  MN001600009014 PNl6 116 114 8,2 0,400 12
(110  MN0O01600011014  PN16 138 146 10,0 0,700 16
@125  MNO01600012514  PN16 153 150 11,4 1,050 12

(140  MN001600014014  PNl16 177 162 12,7 1,450
@160  MN001600016014  PN16 200 178 14,6 1,850
MNOO1000018014 ~ PN10 218 192 10,7 1,700

—_
o

4
@180 N

MNOOI600018014  PN16 221 192 164 2,350 4

MNOOI000020014 PNIO 233 213 119 2280 3

200\ Noole00020014 PNI6 246 216 182 3300 3

MNO01000022514 PNIO 257 235 134 2650 1

225 \Nooleo022514  PNI6 267 230 205 3850 1

MNOOI000025014  PNIO 287 245 148 3650 1

P50 |INool60002504 PNI6 309 230 227 5650 1

MNOOI000028014  PNIO 339 250 166 6570 1

P80 \N0Ol600028014 PNI6 339 250 254 6950 1

MNOOIO00031514 PNIO 361 256 187 5990 1

B NoOle0003IS14  PNI6 380 251 286 850 1

MNOO1000035514 PNIO 400 272 211 7,250 1

P35 nooleooosssie  PNI6 422 272 322 10650 1

MNOOI000040014 PNIO 454 271 237 9670 1

P40 \iNool600040014 PNI6 483 271 363 15250 1

MNOOI000045014 PNIO 510 327 267 16500 1

0450 MNO001600045014  PN16 527 327 409 23,500 1

MNOOI000050014 PNIO 565 320 297 16500 1

P00\ Noole000S0014  PNI6 615 350 454 29258 1

MNOOIO00056014  PNIO 640 350 332 24600 1

" 60\ Noole000s6O14  PNI6 685 350 508 38360 1

r y MNOOIO00063014 PNIO 720 360 374 29500 1
R~ %930 \Noole00063014 PNI6 780 360 572 54300 1
' MNOOI000071014 PNIO 810 380 421 38500 1
70 \iNool60007I014 PNI6 880 380 645 68500 1

ol jsop VNODIOO00OOI4 PNIO 910 400 474 60000 1
MNOO1600080014 PNI6 980 400 726 89000 1

MNOOI000090014 PNIO 1025 450 533 80000 1

| (3 900 \N0Ol6000900I4 PNI6 105 450 817 130000 1

| 770 | MNOOI000100014 PNIO 1140 500 593 111,500 1
° P1000 | INoo1600100014 PNI6 1225 500 908 165000 1

MNOOI000120014 PNIO 1370 500 711 161000 1

P1200 | oole0020014  PNI6 1450 500 1091 245000 1

MNOOI000140014 PNIO 1600 550 830 243000 1

P40\ Nool600M40014 PNI6 1700 550 1273 380000 1

sigop MNOOIOOOIG0014  PNIO 1830 575 948 336000 i

MN001600160014  PN16 1900 575 145,5 448,000

—
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EF SEMER
EF SADDLE
J/1.CBAPHOE CEA/I0

Elektrofiizyon / Electrofusion / MateriatPE100 / Standart: TS EN 1555-3:2010 + A1 # TSEN12201-3 + A1

#6320  SE001600632020  PN16 0.418

(#63-25  SE001600632520  PN16 80 152 161 0.441 24
(6332 SE001600633220  PN16 80 152 161 0.428 24
#63-40  SE001600634020  PN16 80 152 161 0.434 24
?#63-50  SE001600635020  PN16 80 175 161 0.470 15
(#63-63  SE001600636320  PN16 80 80 161 0.347 15
(#7520  SE001600752020  PN16 86 158 161 0.507 24
(#7525  SE001600752520  PN16 86 158 161 0.531 24
@#75-32  SE001600753220  PN16 86 158 161 0.518 24
@75-40  SE001600754020  PN16 86 158 161 0.524 24
@#75-50  SE001600755020  PN16 86 181 161 0.562 15
(#75-63 ~ SE001600756320  PN16 86 86 161 0.438 15
#90-20  SE001600902020  PN16 94 166 161 0.481 18
#90-25 ~ SE001600902520  PN16 94 166 161 0.502 18
(#90-32  SE001600903220  PN16 94 166 161 0.489 18
?#90-40  SE001600904020  PN16 94 166 161 0.495 18
?#90-50  SE001600905020  PN16 94 189 161 0.533 18
#90-63  SE001600906320  PN16 94 94 161 0.409 18
(110-20  SE001601102020 PN16 104 176 161 0.597 18
(110-25  SE001601102520 PN16 104 176 161 0.619 18
(110-32  SE001601103220 PN16 104 176 161 0.606 18
(110-40  SE001601104020  PNl6 104 176 161 0.611 18
(110-50  SE001601105020 PN16 104 199 161 0.650 18
(110-63  SE001601106320 PN16 104 104 161 0.524 18
(125-20  SE001601252020 PN16 111 183 161 0.567 18
@125-25  SE001601252520 PN16 111 183 161 0.589 18
(12532 SE001601253220 PN16 111 183 161 0.575 18
(§125-40  SE001601254020  PN16 111 183 161 0.581 18
#125-50  SE001601255020 PN16 111 206 161 0.619 18
@125-63  SE001601256320 PN16 111 111 161 0.495 18
(140-20  SE001601402020  PN16 119 191 161 0.560 15
(140-25  SE001601402520 PN16 119 191 161 0.573 15
(140-32  SE001601403220 PN16 119 191 161 0.560 15
(140-40  SE001601404020  PN16 119 191 161 0.566 15
(140-50 SE001601405020  PN16 119 214 161 0.603 12
(140-63  SE001601406320  PN16 119 119 161 0.479 12
(#160-20  SE001601602020  PN16 129 201 161 0.536 15
(16025  SE001601602520 PN16 129 201 161 0.549 15
?#160-32  SE001601603220 PN16 129 201 161 0.536 15
(160-40  SE001601604020  PN16 129 201 161 0.542 15
(#160-50  SE001601605020  PN16 129 224 161 0.580 12
(#160-63  SE001601606320  PN16 129 129 161 0.457 12
(180-20  SE001601802020  PN16 139 221 162 0.666 15
(180-25  SE001601802520 PN16 139 211 162 0.689 15
(180-32  SE001601803220 PN16 139 211 162 0.676 15
(180-40 SE001601804020  PN16 139 211 162 0.682 15
(180-50  SE001601805020  PN16 139 234 162 0.720 12
(180-63  SE001601806320  PN16 139 139 161 0.596 12
(200-20  SE001602002020  PN16 149 221 162 0.653 15

#200-25 SE001602002520  PN16 149 221 162 0.680 15

—
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EF SEMER
EF SADDLE
3/1.CBAPHOE CEAJ10

Elektrofiizyon / Electrofusion / MateriakPE100 / Standart: TS EN 1555-3:2010 + A1 TSEN 12201-3 + A1

(#200-32  SE001602003220  PN16 0.667

(200-40 SE001602004020  PN16 149 221 162 0.673 15
(#200-50 SE001602005020  PN16 149 244 162 0.710 12
(#200-63  SE001602006320  PN16 149 149 162 0.586 12
(22520 SE001602252020 PN16 161 233 162 0.658 15
(#225-25  SE001602252520 PN16 161 233 162 0.689 15
(#225-32  SE001602253220 PN16 161 233 162 0.675 15
(#225-40  SE001602254020  PN16 161 233 162 0.682 15
(#225-50  SE001602255020  PN16 161 256 162 0.719 12
(#225-63  SE001602256320 PN16 161 161 162 0.595 12
(#250-20  SE001602502020  PN16 174 246 162 0.691 20

(#250-25  SE001602502520  PN16 174 246 162 0.709 20
(#250-32  SE001602503220  PN16 174 246 162 0.696 20

(#250-40  SE001602504020  PN16 174 246 162 0.702 20
#250-50 SE001602505020  PN16 174 269 162 0.740 20
(#250-63  SE001602506320  PN16 174 174 162 0.616 20
(#280-20  SE001602802020  PN16 189 261 162 0.727 20
(#280-25 SE001602802520  PN16 189 261 162 0.754 20

(J280-32  SE001602803220  PN16 189 261 162 0.740 20
(J280-40 SE001602804020  PN16 189 261 162 0.746 20
(#280-50  SE001602805020  PN16 189 284 162 0.784 20
(J280-63  SE001602806320  PN16 189 189 162 0.660 20

?#315-20  SE001603152020 PN16 206 278 161 0.742 20
(#315-25  SE001603152520 PN16 206 278 161 0.781 20
?#315-32  SE001603153220 PN16 206 278 161 0.767 20
?#315-40  SE001603154020 PN16 206 278 161 0.774 20
?#315-50  SE001603155020 PN16 206 301 161 0.811 20
?#315-63  SE001603156320 PN16 206 206 162 0.687 20
?#355-20  SE001603552020  PN16 226 298 161 0.825 20
(35525  SE001603552520 PN16 226 298 161 0.856 20

?#355-32  SE001603553220  PN16 226 298 161 0.842 20
(#355-40  SE001603554020  PN16 226 298 161 0.848 20
?#355-50  SE001603555020  PN16 226 321 161 0.886 20

(#355-63  SE001603556320  PNl6 226 226 162 0.762 20
#400-20 SE001604002020  PN16 249 321 161 0.895 20
(#400-25 SE001604002520  PN16 249 321 161 0.936 20
(J400-32 SE001604003220  PN16 249 321 161 0.922 20
#400-40 SE001604004020  PN16 249 321 161 0.927 20

(#400-50 SE001604005020  PN16 249 344 161 0.966 20
(#400-63 SE001604006320  PN16 249 249 162 0.842 20

16 www.radiusstarpiping.com



EF VANASIZ SERVIS TE (MONO BLOCK)
EF TAPPING TEE (WITHOUT VALVE) (MONO BLOCK)
3/1.CBAPHOE CEAJ10 C APMATYPOU 11 BPE3KW

Elektrofiizyon / Electrofusion / MateriatPE100 / Standart: TS EN 1555-3:2010 + A1 TSEN 12201-3 + A1

o | aruciewo Jose |0 Juu| 1 L 2 MY B

$40-20 ST001600402021 PN16 110 0,235

(#40-25 ST001600402521 PN16 99 33 99 70 110 0,235 25
($40-32 ST001600403221 PN16 99 33 99 75 110 0,238 25
?#50-20  STO01600502021 PN16 105 38 99 70 110 0,228 15
(#50-25 ST001600502521 PNl6 105 38 99 70 110 0,227 15
(#50-32  ST001600503221 PN16 105 38 99 75 110 0,228 15
(#6320 STO01600632021 PN16 168 71 157 84 120 0,480 15
(#6325 ST001600632521 PNl16 168 71 157 84 120 0,490 15
(#63-32  ST001600633221 PN16 168 71 157 84 120 0,500 15
(#63-40 STO01600634021 PN16 168 71 157 84 120 0,520 15
(#7520  ST001600752021 PN16 175 71 157 84 120 0,530 15
@75-25 ST001600752521 PN16 175 71 157 84 120 0,540 15
@#75-32  ST001600753221 PN16 175 71 157 84 120 0,550 15
(#75-40 ST001600754021 PNl16 175 71 157 84 120 0,560 15
(#90-20 STO01600902021 PN16 177 83 157 82 120 0,520 15
?#90-25 ST001600902521 PN16 177 88 157 82 120 0,530 15
(#90-32  STO01600903221 PN16 177 88 157 82 120 0,540 15
(#90-40 STO01600904021 PN16 177 88 157 82 120 0,550 15
(110-20  STO01601102021 PN16 185 96 160 82 120 0,630 10
(110-25 ST001601102521 PN16 185 96 160 82 120 0,640 10
(110-32  ST001601103221 PN16 185 96 160 82 120 0,650 10
(110-40 STO01601104021 PN16 185 96 160 82 120 0,660 10
(125-20 ST001601252021 PN16 188 102 156 60 96 0,740 8
(12525 ST001601252521 PN16 188 102 156 60 96 0,750 10
(12532 ST001601253221 PN16 188 102 156 60 96 0,760 10
(125-40 STO01601254021 PN16 188 102 156 60 96 0,770 10
(140-20 ST001601402021 PN16 196 102 156 60 96 0,780 8
(140-25 ST001601402521 PNl16 196 102 156 60 96 0,790 10
(140-32 ST001601403221 PNl16 196 102 156 60 96 0,800 10
(140-40 STO01601404021 PN16 196 102 156 60 96 0,810 10
(160-20 ST001601602021 PN16 204 122 157 61 95 0,630 8
($160-25 ST001601602521 PN16 204 122 157 61 95 0,640 10
(#160-32 ST001601603221 PNl16 204 122 157 61 95 0,650 10
(160-40 ST001601604021 PN16 204 122 157 61 95 0,660 10
($200-20 ST001602002021 PN16 224 122 157 61 95 0,720 8
#200-25 ST001602002521 PN16 224 122 157 61 95 0,730 10
$200-32 ST001602003221 PN16 224 122 157 61 95 0,740 10
(#200-40 ST001602004021 PN16 224 122 157 61 95 0,750 10
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EF VANASIZ SERVIS TE 360°
EF TAPPING TEE (WITHOUT VALVE) 360°
J/1.CBAPHOE CE[L/10 C APMATYPOU [L1fl BPE3KH

Elektrofiizyon / Electrofusion / MateriakPE100 / Standart: TS EN 1555-3:2010 + A1 TSEN 12201-3 + A1

o | arucowo Jowr |0 Juu| 1 L 2 MY B

(#63-20  ST001600632021 PN16 180 129 0712

(#6325 ST001600632521 PNl6 180 97 161 75 128 0.706 15
(6332 STO01600633221 PNl6 180 97 161 75 129 0706 15
(#63-40 STO01600634021 PN16 180 97 161 82 136 0722 15
(#63-50 ST001600635021 PN16 227 110 161 100 160 1024 15
$63-63 ST001600636321 PN16 227 110 161 97 157 1.086

(#7520  STO01600752021 PNl6 186 104 161 76 129  0.801

(#75-25 ST001600752521 PN16 186 104 161 75 128 0795 15
(#7532 ST001600753221 PN16 186 104 161 75 129 0794 15
@75-40  ST001600754021 PN16 186 104 161 82 136 0812 15
(#75-50  ST001600755021 PN16 233 121 161 100 160 1113 15
@75-63  ST001600756321 PNl16 233 121 161 97 157 1175

(#90-20 STO01600902021 PN16 194 112 161 76 129 0772

(#90-25 ST001600902521 PN16 194 112 161 75 128 0765 12
(#90-32  STO01600903221 PN16 194 112 161 75 129 0.765 12
(#90-40 ST001600904021 PN16 194 112 161 82 136 0782 12
(#90-50 ST001600905021 PN16 241 129 161 100 160 1.084 12
#90-63 ST001600906321 PNl16 241 129 161 97 157 1146 10
(110-20  STO01601102021 PN16 204 122 161 76 129 0.890 10
(110-25 ST001601102521 PN16 204 122 161 75 128 0.884 10
(11032  ST001601103221 PN16 204 122 161 75 129 0.882 10
(110-40 ST001601104021 PN16 204 122 161 82 136 0900 10
(110-50  STO01601105021 PN16 251 139 161 100 160  1.201 10
(110-63 STO01601106321 PN16 251 139 161 97 157  1.263 8
(125-20  ST001601252021 PN16 211 129 161 76 129 0.860
(125-25 ST001601252521 PN16 211 129 161 75 128 0.854 10
(125-32  ST001601253221 PN16 211 129 161 75 129 0.852 10
(125-40 ST001601254021 PNl16 211 129 161 8 136 0.870 10
(125-50 ST001601255021 PN16 258 146 161 100 160 1171 10
(125-63 ST001601256321 PN16 258 146 161 97 157  1.233
(140-20 ST001601402021 PN16 219 137 161 76 129 0.838 8
(J140-25 ST001601402521 PN16 219 137 161 75 128 0.834 10
(140-32 ST001601403221 PNl6 219 137 161 75 129 0.832 10
(140-40 ST001601404021 PNl16 219 137 161 82 136 0.849 10
(140-50 STO01601405021 PN16 266 154 161 100 160  1.150 10
(140-63 ST001601406321 PN16 266 154 161 97 157 1213 8
$160-20 STO01601602021 PN16 229 147 161 76 129 0.820 8
(#160-25 ST001601602521 PNl6 229 147 161 75 128 0.814 10
(160-32 ST001601603221 PNl6 229 147 161 75 129 0812 10
(#160-40 ST001601604021 PN16 229 147 161 82 136 0.830 10
(#160-50 ST001601605021 PN16 276 164 161 100 160  1.131 10
(#160-63 ST001601606321 PN16 276 164 161 97 157 1194
(J180-20 ST001601802021 PN16 239 157 162 76 129 0958
(180-25 ST001601802521 PNl16 239 157 162 75 128 0953 10
(180-32 ST001601803221 PN16 239 157 162 75 129 0952 10
(180-40 ST001601804021 PNl6 239 157 162 82 136 0968 10
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EF VANASIZ SERVIS TE 360°
EF TAPPING TEE (WITHOUT VALVE) 360°
J/1.CBAPHOE CELJ10 C APMATYPOU A1 BPE3KU

Elektrofiizyon / Electrofusion / MaterialPE100 / Standart: TS EN 1555-3:2010 + A1 ® TS EN 12201-3 + A1

(180-50 ST001601805021 PN16 286 162 100 160  1.270

(180-63 ST001601806321 PNl16 286 174 162 97 157 1332 8
(#200-20 ST001602002021 PN16 249 168 162 76 129 0947 8
(#200-25 ST001602002521 PN16 249 168 162 75 128 0942 10
(#200-32 ST001602003221 PN16 249 168 162 75 129 0940 10
(200-40 ST001602004021 PN16 249 168 162 82 136 0958 10
(#200-50 ST001602005021 PN16 296 184 162 100 160  1.260 10
(#200-63 ST001602006321 PN16 296 184 162 97 157 1322 8
(#225-20 ST001602252021 PN16 261 179 162 76 129 0957 8
(#225-25 ST001602252521 PN16 261 179 162 75 128 0952 10
(22532 ST001602253221 PN16 261 179 162 75 129 0952 10
(#225-40 ST001602254021 PN16 261 179 162 82 136 0970 10
(#225-50 ST001602255021 PN16 308 196 162 100 160  1.271 10
#225-63 ST001602256321 PN16 308 196 162 97 157 1332 8
(#250-20 ST001602502021 PN16 274 192 162 76 129 0981 8
(#250-25 ST001602502521 PN16 274 192 162 75 128 0974 10
(#250-32 ST001602503221 PN16 274 192 162 75 129 0973 10
(#250-40 ST001602504021 PN16 274 192 162 82 136 0990 10
(#250-50 ST001602505021 PN16 321 209 162 100 160 1.291 10
(#250-63 ST001602506321 PN16 321 209 162 97 157 1353 10
(#280-20 ST001602802021 PN16 289 207 162 76 129 1024 10
(#280-25 ST001602802521 PN16 289 207 162 75 128 1016 10
(#280-32 ST001602803221 PN16 289 207 162 75 129 1017 10
(280-40 ST001602804021 PN16 289 207 162 82 136 1.034 10
$280-50 ST001602805021 PN16 336 224 162 100 160 1.336 10
(#280-63 ST001602806321 PN16 336 224 162 97 157 1398 10
31520 ST001603152021 PN16 306 224 162 76 129 1051 10
(#315-25 ST001603152521 PN16 306 224 162 75 128 1045 10
?@315-32 ST001603153221 PN16 306 224 162 75 129 1044 10
?315-40 ST001603154021 PN16 306 224 162 82 136 1.061 10
?@315-50 ST001603155021 PN16 353 241 162 100 160  1.363 10
#315-63 ST001603156321 PN16 353 241 162 97 157 1425 10
(#355-20 ST001603552021 PN16 326 244 162 76 129 1124 10
(#355-25 ST001603552521 PN16 326 244 162 75 128 1118 10
(#355-32  STO01603553221 PN16 326 244 162 75 129 1116 10
(#355-40 ST001603554021 PN16 326 244 162 82 136 1134 10
?#355-50 ST001603555021 PN16 373 261 162 100 160 1,435 10
?355-63 ST001603556321 PN16 373 261 162 97 157 1497 10
(#400-20 ST001604002021 PN16 349 267 162 76 129 1,206 10
(#400-25 STO01604002521 PN16 349 267 162 75 128 1,201 10
(#400-32 ST001604003221 PN16 349 267 162 75 129 1,198 10
(#400-40 ST001604004021 PN16 349 267 162 82 136 1216 10
(#400-50 ST001604005021 PN16 396 284 162 100 160 1,518 10
(#400-63 ST001604006321 PN16 396 284 162 97 157 1579 10
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EF VANALI SERVIS TE 360°
EF TAPPING TEE (WITH VALVE) 360°
J/1.CBAPHOE CE[L/10 C APMATYPOU L1l BPE3KH

Elektrofiizyon / Electrofusion / MaterialPE100 / Standart: TS EN 1555-3:2010 + A1 © TSEN 12201-3 + A1

o | arucews Jowr |0 I 1 L 2 MG B

(#63-20 STV01600632021 PN16 110 130 1.497

(#6325 STV01600632521 PNl16 244 110 161 75 130 1507 15
(#6332 STV01600633221 PNl16 244 110 161 75 130 1517 15
(#63-40 STV01600634021 PN16 244 110 161 97 153 1,613 15
(#63-50 STV01600635021 PN16 244 110 161 97 153 1623 15
§63-63 STV01600636321 PN16 244 110 161 97 153  1.633

@#75-20  STV01600752021 PNl6 250 115 161 75 130 1.633 8
@75-25 STV01600752521 PN16 250 115 161 75 130 1643 15
@75-32  STV01600753221 PN16 250 115 161 75 130  1.653 15
@75-40 STV01600754021 PN16 250 115 161 97 153 1704 15
@75-50 STV01600755021 PN16 250 115 161 97 153 1714 15
@75-63  STV01600756321 PNl16 250 115 161 97 153 1724

(#90-20 STV01600902021 PN16 258 123 161 75 130 1559

?#90-25 STV01600902521 PN16 258 123 161 75 130 1.569 12
(#90-32  STV01600903221 PN16 258 123 161 75 130 1579 12
(#90-40 STV01600904021 PN16 258 123 161 97 153  L675 12
?#90-50 STV01600905021 PN16 258 123 161 97 153 1685 12
#90-63 STV01600906321 PN16 258 123 161 97 153  1.695 10
($110-20 STV01601102021 PN16 268 133 161 75 130 1674 10
(110-25 STVO01601102521 PN16 268 133 161 75 130 1684 10
(11032  STVO01601103221 PN16 268 133 161 75 130 1694 10
(110-40 STV01601104021 PN16 268 133 161 97 153 1790 10
(110-50  STVO1601105021 PN16 268 133 161 97 153  1.800 10
(110-63 STV01601106321 PN16 268 133 161 97 153 1810 8
(125-20  STV01601252021 PN16 275 140 161 75 130 1.645

(125-25 STV01601252521 PN16 275 140 161 75 130 1655 10
(125-32  STV01601253221 PN16 275 140 161 75 130 1665 10
(125-40 STV01601254021 PN16 275 140 161 97 153 1761 10
(125-50 STV01601255021 PN16 275 140 161 97 153 1771 10
(125-63 STV01601256321 PN16 275 140 161 97 153 1781

(#140-20 STV01601402021 PN16 283 148 161 75 130 1.629 8
(§140-25 STV01601402521 PN16 283 148 161 75 130 1.639 10
(#140-32 STV01601403221 PN16 283 148 161 75 130 1649 10
(140-40 STV01601404021 PNl16 283 148 161 97 153 1745 10
($140-50 STV01601405021 PN16 283 148 161 97 153 1755 10
(140-63 STV01601406321 PN16 283 148 161 97 153 1765

(#160-20 STV01601602021 PN16 293 158 161 75 130 1607

(#160-25 STV01601602521 PN16 293 158 161 75 130  L617 10
(#160-32 STV01601603221 PN16 293 158 161 75 130 1.627 10
(#160-40 STV01601604021 PN16 293 158 161 97 153 1723 10
(#160-50 STV01601605021 PN16 293 158 161 97 153 1733 10
(#160-63 STV01601606321 PN16 293 158 161 97 153 1743

(J180-20 STV01601802021 PN16 303 168 162 75 130 1746

(180-25 STV01601802521 PN16 303 168 162 75 130 1756 10
(180-32 STV01601803221 PN16 303 168 162 75 130 1766 10
(180-40 STVO1601804021 PNl16 303 168 162 97 153 1862 10
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EF VANALI SERVIS TE 360°
EF TAPPING TEE (WITH VALVE) 360°
J/1.CBAPHOE CE[LJ10 C APMATYPOU L1l BPE3KH

Elektrofiizyon / Electrofusion / MateriatPE100 / Standart: TS EN 1555-3:2010 + A1 TSEN 12201-3 + A1

(180-50 STV01601805021 PN16 303 168 162 153 1.872

(180-63 STV01601806321 PN16 303 168 162 97 153  1.882

(#200-20 STV01602002021 PNl6 313 178 162 75 130 1736

#200-25 STV01602002521 PN16 313 178 162 75 130 1746 10
#200-32 STV01602003221 PN16 313 178 162 75 130 1756 10
(#200-40 STV01602004021 PN16 313 178 162 97 153  1.852 10
(#200-50 STV01602005021 PN16 313 178 162 97 153  1.862 10
(#200-63 STV01602006321 PNl6 313 178 162 97 153  1.872 8
(#225-20 STV01602252021 PN16 325 190 162 75 130 1745

$225-25 STV01602252521 PN16 325 190 162 75 130 1755 10
(22532 STV01602253221 PNl6 325 190 162 75 130 1765 10
(#225-40 STV01602254021 PN16 325 190 162 97 153 1861 10
(#225-50 STV01602255021 PN16 325 190 162 97 153  1.871 10
(#225-63 STV01602256321 PN16 325 190 162 97 153  1.881

(#250-20 STV01602502021 PN16 338 203 162 75 130 1766 8
(#250-25 STV01602502521 PN16 338 203 162 75 130 1776 10
(#250-32 STV01602503221 PN16 338 203 162 75 130 1786 10
(#250-40 STV01602504021 PN16 338 203 162 97 153  1.882 10
(#250-50 STV01602505021 PN16 338 203 162 97 153  1.892 10
#250-63 STV01602506321 PN16 338 203 162 97 153 1902 10
(#280-20 STV01602802021 PN16 353 218 162 75 130 1810 10
(#280-25 STV01602802521 PN16 353 218 162 75 130 1.820 10
(#280-32 STV01602803221 PN16 353 218 162 75 130 1.830 10
(#280-40 STV01602804021 PN16 353 218 162 97 153 1926 10
(#280-50 STV01602805021 PN16 353 218 162 97 153 1936 10
(#280-63 STV01602806321 PN16 353 218 162 97 153 1946 10
31520 STV01603152021 PN16 370 235 162 75 130 1.837 10
#315-25 STV01603152521 PN16 370 235 162 75 130 1847 10
(#315-32  STV01603153221 PNl6 370 235 162 75 130 1857 10
?#315-40 STV01603154021 PN16 370 235 162 97 153 1953 10
@#315-50 STV01603155021 PN16 370 235 162 97 153 1963 10
#315-63 STV01603156321 PN16 370 235 162 97 153 1973 10
?#355-20 STV01603552021 PN16 390 255 162 75 130 1912 10
(#355-25 STV01603552521 PN16 390 255 162 75 130 1922 10
(#355-32 STV01603553221 PN16 390 255 162 75 130 1932 10
(#355-40 STV01603554021 PN16 390 255 162 97 153  2.028 10
?#355-50 STV01603555021 PN16 390 255 162 97 153  2.038 10
?355-63 STV01603556321 PN16 390 255 162 97 153  2.048 10
(#400-20 STV01604002021 PN16 413 278 162 75 130 1992 10
(#400-25 STV01604002521 PNl16 413 278 162 75 130 2.002 10
(#400-32 STV01604003221 PN16 413 278 162 75 130 2012 10
(#400-40 STV01604004021 PNl6 413 278 162 97 153 2108 10
(#400-50 STV01604005021 PN16 413 278 162 97 153 2118 10
(3400-63 STV01604006321 PN16 413 278 162 97 153 2128 10

—
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EF DIRSEK 45°
EF ELBOW 45°
3o 0TBOJ 45°

Elektrofiizyon / Electrofusion / MateriatPE100 / Standart: TS EN 1555-3:2010 + A1 TSEN 12201-3 + A1

¢ | s Low [l a2 VG

*@332 DR451600003217  PN16 119 0,154
240 DR451600004014  PN16 54 52 42 10 0,105

?50 DR451600005014  PN16 67 58 45 13 0,170

63 DR451600006314  PN16 81 67 49 18 0,245

@75 DR451600007514 PNI6 94 83 62 21 0,433

@90 DR451600009014  PN16 114 90 64 26 0,655

@110 DR451600011014 PN16 138 108 78 30 1,155
@125 DR451600012514 PN16 153 109 77 32 1,255
*@125 DR451600014017 PNI6 163 213 83 130 3,205
7160 DR451600016014 PNI6 195 130 92 38 2,425
*@180 DR451600018017 PN16 222 152 105 47 4,160
*#200 DR451600020017  PN16 247 192 108 84 5,020
*@225 DR451600022517 PN16 273 160 120 40 6,750
DR451000025017 ~ PNIO 302 332 122 210 13,993

*@250
DR451600025017 PN16 302 332 122 210 15,920
0280 DR451000028017  PN10 350 345 125 220 19,826
DR451600028017 PN16 350 345 125 220 22,665
G315 DR451000031517 PNIO 380 373 133 240 25,895
DR451600031517 PN16 380 373 133 240 28,585
@355 DR451000035517 PNIO 410 360 129 231 26,780
DR451600035517 PN16 425 360 129 231 36,046
0400 DR451000040017  PNIO 460 384 131 253 35210
DR451600040017  PN16 490 384 131 253 49,060
*g450 DR451000045017  PN10O 510 471 162 309 55,060
DR451600045017 ~ PN16 555 471 162 309 78,882
0500 DR451000050017  PN10 570 509 175 334 73,080
DR451600050017 ~ PN16 615 509 175 334 102,516
@560 DR451000056017  PN10 640 441 175 266 80,940
DR451600056017  PN16 685 441 175 266 121,760
0630 DR451000063017  PNIO 720 460 180 280 101,240

m o e e e b b e e b e e b b e e b b e e b e e e b s e e

DR451600063017  PN16 780 460 180 280 168,700

* [sareti olan diriinler KiT'tir./ *Products which marked are specially produced.

—
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EF DIRSEK 90°
EF ELBOW 90°
3o 01BON 90°

Elektrofiizyon / Electrofusion / MaterialPE100 / Standart: TS EN 1555-3:2010 + A1 ® TS EN 12201-3 + A1

o | atcswo o Jan| 1 us| 2 ¥R
@20 44 34 10

DR901600002014  PN16 31 0,042

@325 DR901600002514  PN16 36 48 34 14 0,054
@32 DR901600003214  PN16 45 53 35 18 0,070
@340 DR901600004014  PN16 55 61 39 22 0,118
?#50 DR901600005014  PN16 67 70 42 28 0,172
7263 DR901600006314  PN16 81 80 46 34 0,276
@75 DR901600007514  PN16 95 100 61 39 0,475
?#90 DR901600009014  PN16 113 120 63 57 0,800
@110 DR901600011014 PN16 137 143 80 63 1,345
@125 DR901600012514 PN16 152 140 77 63 1,520
DR901000014017  PNIO 163 278 83 195 3,240
DR901600014017  PN16 163 278 83 195 3,778

7160 DR901600016014  PN16 195 171 93 78 2,920
*@180 DR901600018017  PN16 222 152 105 47 5,620
*@200  DR901600020017  PN16 246 215 104 110 5,500
*(225 DR901600022517 PN16 276 245 120 135 9,750
DR901000025017 ~ PN10 302 412 122 290 15570

*@3140

*@250
DR901600025017  PN16 302 412 122 290 17960
0280 DR901000028017  PN10 350 425 125 300 21,720
DR901600028017  PN16 350 425 125 300 25,218
0315 DR901000031517 PNIO 380 468 133 335 29415
DR901600031517 PN16 380 468 133 335 34,256
0355 DR901000035517  PN10 410 474 129 345 31,880
DR901600035517  PN16 425 474 129 345 42,377
03400 DR901000040017  PN1IO 460 501 131 370 41,005
DR901600040017  PN16 490 501 131 370 57605
0450 DR901000031517 PNIO 510 607 162 445 62960
DR901600031517 PN16 555 607 162 445 89,762
. DR901000031517 PNIO 570 660 175 485 84,180
9500 DR901600031517 PN16 615 660 175 485 117516
@560 DR901000031517 PNIO 640 968 175 793 126,468
DR901600031517 PN16 685 968 175 793 190,648
0630 DR901000031517 PN1IO 720 1008 180 828 160,810

S s b B s s b e b a8 b m s b b e b b b s b e s e s s e e

DR901600031517 PN16 780 1008 180 828 258,234

* [sareti olan diriinler KiT'tir./ *Products which marked are specially produced.
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EF ESIT TE 90°
EF EQUAL TEE 90°
30 TPOMHMK 90°

Elektrofiizyon / Electrofusion / MateriatPE100 / Standart: TS EN 1555-3:2010 + A1 TSEN 12201-3 + A1

| | woaena Lo o] ] 2 g

*@20 TE001600002017 PN1I6 31 213 50 75 0,097
*@25 TE001600002517 PN16 36 226 50 80 0,126
@32 TE001600003214 PN16 43 103 40 67 0,087

340 TEO01600004014  PN16 54 120 46 77 0,140

50 TEO01600005014  PN16 65 135 49 &7 0,220

763 TEO01600006314  PN16 78 150 55 100 0,323

@75 TEO01600007514 PN16 92 183 66 120 0,565

?#90 TE001600009014  PN16 110 201 76 140 0,865

@110 TE001600011014 PN16 135 251 85 161 1,550

@125 TEO001600012514 PN16 151 253 88 173 1,870

7140 TE001600014014 PN16 170 283 98 187 2,300
7160 TE001600016014 PN16 193 322 98 205 3,695
*@180 TEO001600018017 PN16 211 606 105 225 7,690
*3200 TE001600020017 PN16 230 655 115 250 10,110
@225 TE001600022514 PN16 256 658 116 253 12,100
TE001000025017 PNIO 302 794 130 275 17,795

m s s s s s b s b b b m b e b m b b bm m e b b m s s s s e e e e e

*(3250
TE001600025017 PN16 302 794 130 275 20,090
*0280 TE001000028017 PNIO 350 840 145 290 24,420
TE001600028017 PN16 350 840 145 290 27905
@315 TEO01000031517 PNIO 380 935 155 325 33,285
TE001600031517 PN16 380 935 155 325 38,400
0355 TEO01000035517 PNIO 410 988 155 360 37,807
TEO01600035517 PN16 410 988 155 360 45,785
*g400 TE001000040017  PNIO 460 1050 155 395 50,550
TE001600040017  PN16 490 1045 155 395 68940
0450 TEO01000045017  PN10 510 1213 175 445 76,000
TE001600045017  PN16 555 1213 175 445 107,882
@500 TEO01000050017 ~ PN10 570 1350 250 500 91,356
TE001600050017  PN16 615 1350 250 500 130,895
@560 TEO01000056017  PN10 640 1410 250 530 113,424
TEO01600056017 PN16 685 1410 250 530 170994
0630 TEO01000063017  PN10 720 1490 250 565 143,988

TEO01600063017 PN16 780 1490 250 565 232,867

* [sareti olan driinler KiT'tir./ *Products which marked are specially produced.
2 tarafi ayri ayri kaynatilabilir. / 2 side seperate fusion zone.

—
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EF INEGAL TE 90°
EF REDUCED TEE 90°
3O TPOUHUK-MEPEXOQHNK 90°

Elektrofiizyon / Electrofusion / MaterialPE100 / Standart: TS EN 1555-3:2010 + A1 ® TSEN 12201-3 + A1

Weight
o | seceno Jow en] 1 [l 2] Vg

*@25-20 TE001600502517  PN16 226 110 0,131
*(#32-20 TEOO01600502517 PN16 43 237 35 105 0,179
*(32-25 TEOO01600502517  PN16 43 237 55 80 0174
340-20 TE001600502514  PN16 53 120 35 67 0,135
(#40-25 TEO01600502514  PN16 53 120 39 71 0,138
?#40-32 TEO01600502514  PN16 53 120 45 77 0,140
?350-20 TEO01600502014  PN16 64 134 35 73 0,208
#50-25 TE001600502514  PN16 64 134 39 77 0,214
?#50-32 TEO01600503214  PN16 64 134 43 81 0,218
#50-40 TEO01600504014 PN16 64 134 48 86 0,220
?363-20 TEO01600632014 PN16 79 134 37 87 0,262
#63-25 TEO01600632514 PN16 79 134 40 90 0,267
#63-32 TEO01600633214  PN16 78 135 46 95 0,265
?63-40 TE001600634014 PN16 77 134 55 100 0,250
#63-50 TEO01600635014  PN16 78 151 54 98 0,330
(375-32 TEO01600753214  PN16 92 185 45 100 0,520
@75-40 TEO01600754014  PN16 92 185 45 100 0,540
?#75-50 TEO01600755014  PN16 92 185 45 100 0,535
*(75-63 TEO01600756317  PN16 95 375 60 115 1,040
#90-20 TE001600902014 PN16 115 193 60 120 0,640
?#90-25 TEO01600902514  PN16 115 193 63 124 0,645
?#90-32 TE001600903214  PN16 115 193 65 126 0,655
?#90-40 TEO01600904014 PN16 115 193 67 128 0,670
?#90-50 TE001600905014 PN16 115 193 67 128 0,700
#90-63 TEOO01600906314  PN16 115 193 67 128 0,730
?#90-75 TEO01600907514  PN16 115 193 67 128 0,750
*(3110-20 TEOO1601102017  PN16 133 393 35 150 1959
*(110-25 TEOO1601102517  PN16 133 393 55 125 1954
*(110-32 TEOO1601103217  PN16 133 393 60 135 1962
(110-40 TEO01601104014  PN16 139 227 68 143 1,260
(110-50 TEO01601105014  PN16 137 225 67 149 1,267
?110-63 TEOO1601106314  PN16 135 225 66 147 1,270
*@110-75 TEOO1601107517  PN16 133 459 70 142 2,250
#110-90 TEO01601109014  PN16 137 253 84 162 1,600
*(3125-50 TEO01601255017  PN16 152 517 45 167 3,272
*(3125-63 TEOO1601256317  PN16 152 517 60 140 3,220
*(3125-75 TEOO01601257517  PN16 152 517 65 202 3,389
12590 TEOO1601259014  PN16 151 255 86 175 1,896
(125-110 TEO01612511014  PN16 151 255 86 171 1900
?3140-90 TE001601409014 PN16 170 283 85 174 2,000
#140-110 TEOO1614011014  PN16 170 283 85 174 2,100
(#140-125 TEOO1614012514  PN16 170 283 95 184 2,200
?3160-50 TEO01601605014  PN16 195 275 61 187 2,600
?3160-63 TEO01601606314  PN16 195 275 61 187 2,655

T S S

www.radiusstarpiping.com



EF INEGAL TE 90°
EF REDUCED TEE 90°
3® TPOUHUK-NEPEXOQHUK 90°

Elektrofiizyon / Electrofusion / MateriatPE100 / Standart: TS EN 1555-3:2010 + A1 @ TSEN 12201-3 + A1

oz | audeno ool Julz MR

*(160-75 TEO01601607517  PN16 195 495 165 5,075

#160-90 TEO01601609014  PN16 195 275 84 197 2720

#160-110 TEO01616011014  PN16 195 277 85 196 2,555

#160-125 TEO01616012514  PN16 195 280 90 205 2830

(#160-140  TE001616014014  PN16 195 280 90 205 2900
*($180-90  TEO01601809017 PN16 211 606 95 455 6,648
*(§180-110  TEO01618011017  PN16 211 606 99 455 6,865
*§180-125  TE001618012517  PNl6 211 606 100 455 6,800
*@180-160  TE001618016017  PN16 211 606 105 455 7,000
*@200-63  TEO01602006317 PN16 230 655 63 495 8790
*@200-75 ~ TEO01602007517 PN16 230 655 78 495 9,100
*§200-90  TEO01602009017 PN16 230 655 80 495 9137
*@200-110  TE001620011017  PN16 230 655 82 495 9,180
*@200-125  TE001620012517  PN16 230 655 95 495 9150
*(@200-140  TE001620014017 PNl16 230 655 98 495 9,500
*@200-160  TE001620016017  PN16 230 655 102 495 9,680
*$200-180  TE001620018017  PN16 230 655 110 495 10,162
*@225-110  TE001622511017  PN16 256 658 85 515 10,621
*(J225160  TE001622516017  PN16 256 658 100 515 11,157
*(@225-200  TE001622520017  PN16 256 658 110 515 11,600
TEO01002509017  PN1O 302 669 82 220 14,400

*@250-90
TE001602509017  PN16 302 669 82 220 17050
TEOO1025011017  PN10 302 694 83 240 14,270
*(250-110
250125 TE001025012517  PN10 302 699 97 260 14,600
TEO01625012517  PN16 302 699 97 260 17050
TE001025014017  PN1IO 302 694 93 240 14,330
*?250-140
TEO01625014017  PN16 302 699 85 320 17276
0250160 TE001025016017  PN10 302 694 100 260 14,530
TEO01625016017  PN16 302 694 100 260 17,020
*g250-180 TE001025018017  PN10 302 799 90 295 17401
TEO01625018017  PN16 302 799 95 305 19711
02801110 TE001028011017  PN10 350 720 85 250 20,980
TEOO1628011017  PN16 350 710 85 250 23,765
TE001028012517  PN1IO 350 710 80 295 23,078
*(280-125
TEOO1628012517  PN16 350 710 80 300 24,175
0280160 TEO01028016017  PNIO 350 710 98 260 22960
TE001628016017  PN16 350 710 98 260 24,035
*g315-90 TEO01003159017  PN10 380 775 87 304 26,442
TEO01603159017  PN16 380 775 80 302 30,041
315110 TEO01031511017  PN10 380 775 80 265 26,345
TEOO1631511017  PN16 380 775 80 265 29907
TEO01031512517  PN10O 380 775 80 312 26,381
*@315-125
TEOO1631512517  PN16 380 775 80 312 30,777
“g315160 TEO01031516017  PN1IO 380 775 100 290 26,150
TEO01631516017  PN16 380 780 100 295 30,650
TEOO1031518017  PN1O 380 775 90 327 26,820
*@315-180

1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
TEO01625011017  PN16 302 694 83 240 16,610 1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1

TEO01631518017  PN16 380 775 95 337  3L117
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EF INEGAL TE 90°
EF REDUCED TEE 90°
3O TPONHUK-NEPEXOQHUK 90°

Elektrofiizyon / Electrofusion / MateriakPE100 / Standart: TS EN 1555-3:2010 + A1 © TSEN 12201-3 + A1

: Weight
| o2 | aruciens sar a1 | o u |2 | Rack

*g315200 TEO01031520017  PN10 380 775 120 310 26,600 1
TEO01631520017  PN16 380 775 120 305 30,750 1
*g315.225 TE001031522517  PN10 380 935 110 315 30,600 1
TEOO1631522517  PN16 380 930 125 392 37063 1
0315250 TEO01031525017  PN1O 380 930 125 315 31,485 1
TEO01631525017  PN16 380 930 125 315 36,070 1
355110 TEO01035511017  PN1IO 410 688 85 290 26900 1
TEO01635511017  PN16 428 688 85 290 35,506 1
355125 TEO01035512517  PN1IO 410 688 80 332 27439 1
TEOO1635512517  PN16 428 688 80 337 36,290 1
*0355-250 TE001035525017  PN10 410 838 150 327 31,500 1
TEO01635525017  PN16 428 838 150 327 42,266 1
0400250 TE001040025017  PN1O 460 891 150 350 40,500 1
TEO01640025017  PN16 489 891 150 350 56,130 1
*0450-90 TE001004509017 PN10 510 1213 85 830 79,505 1
TE001604509017  PN16 557 1213 85 810 110,534 1
0450125 TEOO1045012517  PN10 510 1213 95 785 79408 1
TEO01645012517  PN16 557 1213 85 745 110,526 1
*g450-180 TEO01045018017  PN1O 510 1213 90 755 79,502 1
TEO01645018017  PN16 557 1213 90 735 110,829 1
3450225 TE001045022517  PN10 510 1213 115 770 80,807 1
TEO01645022517  PN16 557 1213 115 795 121,535 1
0450315 TEO01045031517  PN10 510 1213 130 670 80,021 1
TEO01645031517  PN16 557 1213 140 705 114,685 1

* isareti olan iiriinler KiT'tir./ *Products which marked are specially produced.
2 tarafi ayri ayri kaynatilabilir. / 2 side seperate fusion zone.

—
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EF REDUKSIYON
EF REDUCER
3O MEPEXOQHNK

Elektrofiizyon / Electrofusion / MateriatPE100 / Standart: TS EN 1555-3:2010 + A1 @ TSEN 12201-3 + A1

oz | oo ool L Lu VGRS

*(25-20 RD001600252017 PN16 150 0,084
*(#32-20 RD001600322017 PN16 43 180 86 0,111
*#32-25 RD001600322517 PN16 43 187 91 0,121
*340-20 RD0O01600402017  PN16 53 179 85 0,136
*(#40-25 RD001600402517 PN16 53 181 85 0,146
*(#40-32 RD001600403217 PN16 53 181 85 0,162
*#50-25 RD001600502517 PN1I6 65 189 89 0,199
*(#50-32 RD001600503217 PN1I6 65 195 89 0,221
*@50-40 RDO01600504017  PN16 65 224 114 0,277
*(363-20 RD001600632017 PN1I6 80 200 98 0,273
*$63-25 RD001600632517 PNI6 80 203 98 0,303
(#63-32 RD001600633214 PN1I6 78 106 55 0,155
#63-40 RDO01600634014  PN16 78 107 51 0,165
*(63-50 RD001600635017 PNI6 80 206 98 0,382
*@75-20 RD001600752017 PN1I6 95 303 123 0,477
*@75-25 RD001600752517 PNI6 95 305 123 0,486
*@75-32 RD001600753217 PNI6 95 250 123 0,485
*@75-40 RD001600754017 PNI6 95 250 125 0,522
*(#75-50 RD001600755017 PNI6 95 264 125 0,579
*@75-63 RD001600756317 PN1I6 95 263 120 0,660
*#90-32 RD001600903217 PN16 110 282 136 0,672
*(#90-40 RDO01600904017  PN16 110 341 141 0,775
*#90-50 RDO01600905017  PN16 110 285 141 0,779
#90-63 RDO01600906314  PN16 116 146 66 0,350
#90-75 RDO01600907514  PN16 116 146 66 0,400

RD001001105017 PNIO 133 305 162 0,989

RD001601105017 PNI6 133 305 162 1,071
?110-63 RD001601106314 PN16 135 161 77 0,602

RD001001107517 PNIO 133 372 157 1,332

RD001601107517 PN16 133 322 162 1,315
?110-90 RD001601109014 PN16 141 170 80 0,750

RD001001255017 PNIO 152 395 169 1,435

RD001601255017 PN16 152 377 169 1,493
?3125-63 RD001601256314 PN16 150 180 85 0,694

RD001001257517 PNIO 152 407 169 1,650

*(110-50

*@110-75

*@3125-50

*(3125-75
RD001601257517 PN16 152 345 170 1,652
“g125-90 RD001001259017 PNIO 152 353 169 1,641
RD001601259017 PN16 152 353 169 1,820
“g12510 RD001012511017 PNIO 152 365 159 1,855
RD001612511017 PN16 152 365 159 2,090
14090 RDO01001409017  PN10 163 424 178 2,040
RD001601409017 PN16 163 354 178 2,090
*g140-110 RD001014011017 PNIO 163 364 178 2,080
RD001614011017 PN16 163 369 178 2,375
RD001014012517 PNIO 163 371 178 2,380
*(@140-125
RD001614012517 PN16 163 376 178 2,650
RD001001606317 PNIO 195 425 188 2,370
*(160-63

H o e b e b b e e b R e e b b e b b e e b R e e b b e b b e e b b e e b b e e b e e e

RD001601606317 PN16 195 410 188 2,619
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EF REDUKSIYON
EF REDUCER
3O NEPEXOHNK

Elektrofiizyon / Electrofusion / MateriatPE100 / Standart: TS EN 1555-3:2010 + A1 @ TSEN 12201-3 + A1

a2 | ucewo Jowfan| L {u ] g e

g16075 RD001001607517 PNIO 195 433 188 2,504 1

RD001601607517 PN16 195 438 188 2,795 1
*0160-90 RDO01001609017  PN10 195 369 188 2,480 1

RD001601609017 PNI6 195 379 188 2,815 1
?160-110 RD001616011014 PNI6 191 221 93 1,734 1
*g160-125 RD001016012517 PNIO 195 386 183 2982 1

RD001616012517 PN16 195 386 183 3,344 1

RD001016014017 PNIO 195 395 183 3,115 1
*(3160-140

RD001616014017 PNI6 195 395 183 3,560 1
180110 RD001018011017 PNIO 218 423 201 3,432 1

RD001618011017 PNI6 218 423 201 3,825 1

RD001018012517 PNIO 218 425 201 3,717 1
*#180-125

RD001618012517 PN16 218 425 201 4,195 1

RD001018014017 PNIO 218 424 201 3,887 1
*(180-140

RD001618014017 PN16 218 424 201 4,480 1

RD001018016017 PNIO 218 434 201 4,453 1
*($180-160

RD001618016017 PN16 218 434 201 5,100 1
*0200-63 RDO01002006317  PN10 245 483 218 4,587 1

RD001602006317 PN16 245 483 218 5048 1
020075 RD001002007517 PNIO 245 483 218 4,789 1

RD001602007517 PN16 245 483 218 5,186 1

RDO01002009017  PNI1O 245 489 218 4,883 1
*@#200-90

RD001602009017  PN16 245 489 218 5,359 1

RD001020011017 PNIO 245 440 218 4,945 1
*@200-110

RD001620011017 PN16 245 440 218 5,380 1

RD001020012517 PNIO 245 452 208 5,120 1
*(200-125

RD001620012517 PN16 245 442 218 5730 1

RD001020014017 PNIO 245 446 223 5,240 1
*@#200-140

RD001620014017 PN16 245 446 223 5,780 1

RD001020016017 PNIO 245 446 223 5,892 1
*@200-160

RD001620016017 PN16 245 456 218 6,500 1

RD001020018017 PNIO 245 449 223 6,380 1
*(3200-180

RD001620018017 PN16 245 454 218 7,145 1
0225110 RD001022511017 PNIO 273 463 236 6,077 1

RD001622511017 PN16 273 458 236 6,745 1
*225125 RD001022512517 PNIO 273 470 236 6,291 1

RD001622512517 PN16 273 535 231 7,502 1

RD001022514017 PNIO 273 464 231 6,355 1
*3225-140

RD001622514017 PN16 273 544 231 7,718 1

RD001022516017 PNIO 273 464 236 7127 1
*0225-160

RD001622516017 PN16 273 469 231 7,845 1

RD001022518017 PNIO 273 497 236 7,877 1
*$225-180

RD001622518017 PN16 273 537 211 9,047 1

RD001022520017 PNIO 273 484 231 8,880 1
*@225-200

RD001622520017 PN16 273 484 211 9,730 1
25075 RD001002507517 PNIO 273 606 216 6,968 1

RD001602507517 PN16 273 551 231 7,273 1
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EF REDUKSIYON
EF REDUCER
3 NEPEXOHUK

Elektrofiizyon / Electrofusion / MateriaPE100 / Standart: TS EN 1555-3:2010 + A1 @ TSEN 12201-3 + A1

oz | e Jow ol Lu [V

250160 RD001025016017 PN1IO 302 520 8,607 1
RD001625016017 PN16 302 520 242 9,312 1
RD001025020017 PNIO 302 535 227 10,358 1

*@250-200
RD001625020017 PN16 302 530 242 11,597 1
RD001025022517 PNIO 302 533 227 11,430 1

*§250-225
RD001625022517 PN16 302 533 222 12,090 1
RD001028011017 PNIO 350 612 265 11,093 1

*0280-110
RD001628011017 PN16 350 607 265 12,303 1
RD001028014017 PNIO 350 613 265 11,352 1

*@280-140
RD001628014017 PN16 350 598 265 12,547 1
RD001028020017  PN10 350 568 265 13,287 1

*(280-200
RD001628020017 PN16 350 553 265 14,595 1
RD001028022517 PNIO 350 576 265 14,497 1

*(#280-225
RD001628022517 PN16 350 556 260 15,530 1

*0280.250 RD001028025017 PNIO 350 567 260 15,480 1
RD001628025017 PN16 350 572 260 16,802 1

“g315160 RD001031516017 PNIO 380 560 283 13,920 1
RD001631516017 PN16 380 555 278 15,635 1

*g315180 RD001031518017 PNIO 380 619 278 14,845 1
RD001631518017 PNI6 380 639 283 16,858 1
RD001031520017 PNIO 380 576 278 15,675 1

*@315-200
RD001631520017 PN16 380 576 283 17,437 1

0315250 RD001031525017 PNIO 380 585 278 17,250 1
RD001631525017 PN16 380 580 278 19,685 1
RD001031528017 PNIO 380 608 268 20,375 1

*@315-280
RD001631528017 PN16 380 593 278 22,015 1
RD001035525017 PNIO 410 616 289 18,740 1

*(#355-250
RD001635525017 PN16 428 611 284 23,688 1

0355280 RD001035528017 PNIO 410 729 289 26,402 1
RD001635528017 PN16 428 704 289 28,152 1
RDO01040016017  PN10 460 663 271 19,153 1

*3400-160
RD001640016017 PN16 489 658 271 24,739 1
RDO01040025017  PN1O 460 808 271 25,211 1

*3400-250
RD001640025017 PN16 489 613 276 28,690 1
RD001040031517 PNIO 460 623 271 26,310 1

*(#400-315
RD001640031517 PN16 489 638 251 34,512 1
RDO01040035517  PN10 460 625 261 27,555 1

*(#400-355
RD001640035517 PN16 489 620 261 36,843 1
RD001045018017 PNIO 510 848 312 31,441 1

*(#450-180
RD001645018017 PN16 557 838 312 42,695 1
RD001045031517 PNIO 510 804 312 38,110 1

*(3450-315
RD001645031517 PN16 557 839 312 52,649 1

*g500315 RD001050031517 PNIO 570 888 325 48,250 1
RD001650031517 PN16 615 923 325 67926 1

*Isareti olan driinler KiT'tir. / *The marked products are KIT
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EF KEP
EF END CAP
30 3ATYILIKA

Elektrofiizyon / Electrofusion / MaterialPE100 / Standart: TS EN 1555-3:2010 + A1 ® TS EN 12201-3 + A1

Weight
o | arceno [ sar| a1 1| WGE" |
320 75

KE001600002014 PN16 30 0,038 1
325 KE001600002514 PN16 36 81 0,049 1
@32 KE001600003214 PNI6 43 87 0,068 1
@340 KE001600004014 PN16 53 90 0,100 1
?#50 KEO01600005014 PN16 65 104 0,159 1
263 KE001600006314 PN16 80 112 0,245 1
@75 KE001600007514 PN16 95 125 0,412 1
#90 KE001600009014 PN16 110 137 0,585 1
@110 KEO01600011014 PN16 144 153 0,887 1
@125 KE001600012514 PN16 149 170 1,290 1
@140 KE001600014014 PN16 169 173 1,520 1
#3160 KE001600016014 PN16 191 189 2,198 1
?180 KEO001600018014 PN16 217 201 3,072 1
#3200 KE001600020014 PN16 241 212 4,509 1
3225 KEO001600022514 PN16 276 231 5,857 1
#3250 KE001600025014 PN16 301 245 7,274 1
3280 KE001600028014 PN16 348 256 10,506 1
#3315 KE001600031514 PN16 382 277 13,750 1
(3355 KE001600035514 PN16 428 279 17,489 1
@400 KE001600040014 PN16 489 276 23,747 1

—
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Enjeksiyon - Konfeksiyon & KIT Ek Parcalari
Injection - Confection & KIT Fittings



45° DIRSEK
45° ELBOW
45° 0TBOA

Enjeksiyon / Injected / MateriatPE100 / Standart: TS EN 1555-3:2010 + A1 @ TSEN 12201-3 + A1

Weight
o | arcewo [ mar| L] 2| o | gE"| T
320 70 2,0

DR451600002011  PN16 40 0,015 120
325 DR451600002511 PN16 40 75 23 0,025 120
32 DR451600003211 PN16 55 75 30 0,050 100
340 DR451600004011 ~ PN16 55 82 37 0,076 60
#50 DR451600005011  PN16 63 86 4,6 0,120 50
DR451000006311  PN10 63 93 3,8 0,170 25
fes DR451600006311  PN16 63 93 58 0,220 25
DR451000007511  PN1IO 71 99 4,5 0,240 40
ors DR451600007511 PNI6 69 99 6,8 0,320 40
DR451000009011  PN1O 78 109 54 0,450 22
ao0 DR451600009011  PN16 78 109 8,2 0,500 22
DR451000011011 PNIO 83 120 6,6 0,650 20
ouo DR451600011011 PN16 83 120 10,0 0,820 20
DR451000012511 PNIO 98 137 74 0,920 8
oz DR451600012511 PN16 98 137 11,4 1,181 8
DR451000014011  PN1IO 97 142 83 1,420 6
fia0 DR451600014011 PNI6 97 142 12,7 1,512 6
DR451000016011  PN10 100 153 9,5 1,530 4
f160 DR451600016011 PN16 102 153 14,6 2,070 4
DR451000018011  PN10 108 155 10,7 1,950 3
o0 DR451600018011 PN16 108 155 16,4 2,700 3
DR451000020011  PN1O 117 173 11,9 2,690 2
p200 DR451600020011  PN16 120 173 18,2 3,700 2
DR451000022511 PNIO 126 223 134 4,440 1
0225 DR451600022511 PN16 123 222 20,5 6,020 1
DR451000025011  PN10 129 218 14,8 5,534 1
p2s0 DR451600025011 PN16 130 219 22,7 7,680 1
DR451000028011  PN10 140 238 16,6 6,926 1
p280 DR451600028011 PN16 139 238 254 9,765 1
DR451000031511 PNIO 152 255 18,7 9,840 1
o35 DR451600031511 PN16 148 256 28,6 12,585 1
DR451000035511 PNIO 164 280 21,1 15,470 1
0355 DR451000035511 PN16 164 280 32,2 22,500 1
DR451000040011  PN1O 179 315 23,7 21,920 1
paco DR451000040011 ~ PN16 179 315 36,3 32,000 1

—
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90° DIRSEK
90° ELBOW
90° 0TBOA

Enjeksiyon / Injected / Material.PE100 / Standart: TS EN 1555-3:2010 + A1 @ TSEN 12201-3 + A1

Weight
o | aricewo [ gar| L] 2| o | WG| R3S
720 70 2,0

DR901600002011  PN16 40 0,023 120
#25 DR901600002511 ~ PN16 40 75 2,3 0,036 120
732 DR901600003211 ~ PN16 53 80 30 0,050 100
@340 DR901600004011 ~ PN16 57 90 3,7 0,090 60
?#50 DR901600005011  PN16 62,5 100 4,6 0,140 40
DR901600006311 ~ PNIO 63 102 38 0,200 20
oes DR901600006311 ~ PN16 63 102 58 0,250 20
475 DR901000007511 ~ PN10 69 110 4,5 0,300 37
DR901000007511 ~ PN16 68 110 6,8 0,400 37
DR901000009011 ~ PN1O 76,5 125 54 0,470 20
po0 DR901000009011 ~ PN16  76.5 125 8,2 0,620 20
DR901000011011 PNIO 85 136 6,6 0,780 15
ouo DR901600011011 PN16 85 136 10,0 1,035 15
DR901000012511 PNIO 96 152 74 1,380 8
oz DR901600012511 PNI6 96 152 11,4 1,430 8
DR901000014011 ~ PNIO 96 157 8,3 1,480 6
fua0 DR901600014011 PN16 96 157 12,7 1900 6
DR901000016011  PN10 108 182 9,5 1940 4
f1e0 DR901600016011  PN16 108 182 14,6 2,600 4
DR901000018011 ~ PN10 103 182 10,7 2,570 2
o1 DR901600018011 ~ PN16 103 182 16,4 3,490 2
DR901000020011 ~ PN1O 119 202 11,9 3,510 2
9200 DR901600020011 ~ PN16 119 202 18,2 4,800 2
DR901000022511 ~ PN1O 126 225 134 5,070 1
0225 DR901600022511 PN16 126 225 20,5 6,750 1
DR901000025011 ~ PN10 130 230 14,8 5,640 1
p250 DR901600025011  PN16 138 230 22,7 7,710 1
DR901000028011  PN1O 137 268 16,6 9,550 1
0280 DR901600028011  PN16 137 268 25,4 13,000 1
DR901000031511 PNIO 149 286 18,7 11,900 1
o315 DR901600031511 PN16 150 286 28,6 16,300 1
DR901000035511  PN10 145 345 21,1 15,880 1
0355 DR901600035511 PN16 145 345 32,2 21,710 1
DR901000040011  PN1O 150 370 23,7 21,005 1
pa00 DR901000040011  PN16 150 370 36,3 30,180 1

—
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90° ESIT TE
90° EQUAL TEE
90° TPOMHUK

Enjeksiyon / Injected / Material.PE100 / Standart: TS EN 1555-3:2010 + A1 e TSEN12201-3 + A1

Weight
(k
50 145 20

@20  TEO01600002011 PN16 75 0,040 50
@25  TEO01600002511 PN16 80 50 155 2,3 0,050 50
@32  TE001600003211  PN16 86 55 168 3,0 0,080 45
@40  TEO01600004011 PN16 92 55 185 37 0,125 35
TEO01600005011  PN1O 100 60 205 3,0 0,170 25
TEO01600005011  PN16 108 62 208 4,6 0,206 25
TEO01600006311  PN10 110 62 220 38 0,330 30

@50

oes TEO01600006311  PN16 110 62 220 58 0,345 30
TEO01600007511  PN1IO 125 70 245 45 0,490 21

ors TEO01600007511  PN16 125 70 245 6,8 0,540 21
TE001600009011  PN1IO 140 80 275 54 0,745 14

po0 TEO01600009011  PN16 140 80 275 8.2 0,840 14
2110 TEO01600011011  PN1IO 153 88 306 6,6 1,055 8
TEO01600011011 ~ PN16 153 88 306 10,0 1,415 8
TEO01600012511  PN10O 170 100 345 74 1,455 5

oz TEO01600012511  PN16 170 100 345 114 2,000 5
TEO01600014011  PN1O 176 95 35 83 1,870 4

o0 TEO01600014011  PN16 176 95 355 127 2,520 4
TE001600016011  PN10 200 102 400 95 2,700 3

f1e0 TEO01600016011  PN16 200 102 400 14,6 3,690 3
TEO01000018011  PNI1IO 210 105 415 10,7 3,495 2

o1 TEOO01000018011  PN16 210 105 415 164 4,600 2
TE001000020011  PN10 235 115 425 119 4,840 1

p200 TE001000020011  PN16 235 115 425 182 6,995 1
TEO01000022511  PN1O 255 122 520 134 6,520 1

0225 TEO01000022511  PN16 255 122 520 20,5 9,280 1
TE001000025011  PN10 280 130 552 14,8 9,080 1

0250 TEO01000025011  PN16 286 131 560 22,7 11,290 1
TE001000028011  PN1I0O 290 145 590 16,6 11,520 1

p280 TEO01000028011  PN16 290 145 590 254 15,005 1
@315 TEO01000031511  PN1IO 325 155 705 187 16,000 1
TEO01000031511  PN16 340 150 670 286 21940 1
TEO01000035511  PN10 360 155 730 211 21,807 1

035 TEO01000035511  PN16 360 155 730 322 29785 1
TEO01000040011  PN1O 395 155 785 23,7 30,550 1

p400 TEO01000040011  PN16 395 155 785 36,3 41510 1

—
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90° INEGAL TE
90° REDUCED TEE
90° TPOMHWK-NEPEXOHUK

Enjeksiyon / Injected / MateriatPE100 / Standart: TS EN 1555-3:2010 + A1 TSEN 12201-3 + A1

erca ] arucens Jow) 2|21 | ] 2 MG B

?#32-20  TE001600322011 PN16 0,060
(#32-25  TE001600322511 PN16 165 80 55 3,0 2,3 0,070 50
($40-32 TEO01600402011 PN16 190 95 55 37 20 0,117 50
(#40-32 TE001600403211 PN16 190 95 55 37 3,0 0,125 50
?#50-25 TE001600502511 PN16 205 99 62 4,6 23 0,195 50
?#50-32  TE001600503211 PN16 202 108 61 4,6 3,0 0,190 50
?#50-40 TEO01600504011 PNl6 205 102 60 4,6 37 0206 50
(6325  TE001600632511 PN16 188 75 63 58 23 0,245 35
(#6332 TE001600633211 PN16 191 105 65 58 3,0 0,250 35
#63-40 TE001600634011 PNl6 197 107 64 58 3,7 0,265 35
?#63-50 TEO01600635011 PN16 206 111 63 58 46 0,300 35
TEO01000753211 PN1O 242 120 71 45 20 0480 20
TEO01600753211 PN16 242 120 71 6,8 3,0 0,510 20
TEO01000754011 PN1O 241 128 68 45 24 0,300 20
p75:40 TEO01600754011 PN16 241 124 70 6,8 37 0,505 20
TEO01000755011 PN10 245 120 70 45 30 0,350 20
07520 TEO01600755011 PN16 242 118 71 68 4,6 0,520 20
TEO01000756311 PN10 245 130 70 45 38 0,414 20
o763 TEO01600756311 PN16 242 129 69 6,8 58 0,530 20
TE001000903211 PNI1IO 250 129 80 54 20 0498 15
po032 TE001600903211 PN16 251 112 78 82 3,0 0,650 15
TEO01000904011 PN10 252 130 80 54 24 0500 15
po0-40 TEO01600904011 PN16 251 130 80 82 37 0,650 15
TE0O01000905011 PN1O 250 132 78 54 30 0,610 15
p90-50 TEO01600905011 PN16 250 130 77 82 4,6 0,700 15
390-63 TEO01000906311 PN1O 251 137 80 54 38 0,580 15
TE001600906311 PN16 251 137 80 8,2 58 0,658 15
TEO01000907511 PNIO 260 127 80 54 45 0,650 15
09075 TE001600907511 PN16 259 135 80 82 68 0,800 15

TEOO1001103211 PNIO 260 142 82 6,6 20 0910 1

@#75-32

?110-32
TEO01601103211 PN16 260 142 82 10,0 3,0 0980 11
TEO01001104011 PN1O 260 142 82 6,6 24 0,735 10
f110-40 TEO01601104011 PN16 260 142 82 100 3,7 0975 10
110-50 TEO01001105011 PNIO 260 138 82 6,6 3,0 0,715 10
TEOO1601105011 PN16 260 138 82 10,0 4,6 0995 10
9110-63 TEOO1001106311 PN10 260 140 83 6,6 38 0900 10
TEO01601106311 PN16 260 140 83 10,0 58 0996 10
TEOO1001107511 PN1O 271 136 84 6,6 45 0,815 10
o7 TEO01601107511 PN16 270 136 84 10,0 68 0810 10
TEO01001109011 PN10 286 147 83 6,6 54 0930 10
f110-90 TEO01601109011 PN16 286 147 83 10,0 82 1,180 10
TEOO01001255011 PN10 360 135 95 74 3,0 1,000 5
12550 TEO01601255011 PN16 360 140 90 114 4,6 1500 5
TEO01001256311 PN10 313 163 94 74 38 1,140 5
f125:63 TEOO1601256311 PN16 313 163 94 114 58 1,535 5
TEOO1001257511 PN1O 312 160 95 74 45 1,125 5
s7s TEOO1601257511 PN16 312 160 95 114 6,8 1,550 5

—
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90° INEGAL TE
90° REDUCED TEE
90° TPOMHWUK-NEPEXOAHUK

Enjeksiyon / Injected / MaterialPE100 / Standart: TS EN 1555-3:2010 + A1 @ TSEN 12201-3 + A1

a2 | artcieno | war] z) 1) 1| en] ] VG K
173 9 74 54

TEO01001259011 PN10 309 1,175
2590 TEOO1601259011 PN16 309 173 97 114 8.2 1,595
TEOO1012511011 PN10 325 160 97 74 6,6 1,290
fr25110 TEOO1612511011  PN16 325 160 97 11,4 10,0 1,795
TEOO01001406311 PNIO 395 165 100 83 3.8 1,790
p140:63 TEO01601406311 PN16 395 160 100 127 58 2,300
TEO01001407511 PNI1O 395 160 100 8,3 45 1,820
pLa07s TEO01601407511 PN16 395 155 100 127 6,8 2,400
TEO01001409011 PN10 332 176 100 8,3 54 1,540
p140:90 TEO01601409011 PN16 332 176 100 12,7 8,2 2,155
TEO01014011011 PN10 332 180 100 83 6,6 1,830
pr40110 TEOO1614011011 PN16 332 176 95 127 10,0 2150
TEOO1014012511 PNI1O 395 170 100 83 74 1,860
pra012s TEOO1614012511 PN16 320 180 90 127 114 2150
TEO01001603211 PNI1O 320 155 100 95 2,0 1,625
f16032 TEO01601603211 PN16 320 155 100 14,6 3,0 2,270
TEO01001605011 PN10 320 160 100 95 3,0 1,600
f160-50 TEO01601605011 PN16 320 160 100 14,6 4,6 2,200
TEO01001606311 PN1O 327 178 105 95 38 1,845
f160-63 TEO01601606311 PN16 327 178 105 14,6 58 2,440
TEO01001607511 PNIO 325 180 105 95 45 1,790
fre075 TEO01601607511 PN16 325 180 105 14,6 6,8 2430
TEO01001609011 PNIO 325 182 105 95 54 1,780
P160-90 TEO01601609011 PN16 325 182 105 14,6 82 2,470
160110 TEOO1016011011 PN1IO 320 180 105 95 6,6 1,945

TEOO1616011011 PN16 320 180 105 14,6 10,0 2430
TEO01016012511 PN10 345 190 105 95 74 1940
f160125 TEOO1616012511 PN16 345 190 105 14,6 114 2,680
TEO01016014011 PNIO 396 198 100 95 8,3 2,730
f160140 TEOO1616014011 PN16 396 198 100 14,6 12,7 3,610
TEO01001809011 PNIO 455 195 105 10,7 54 3,300
TEO01601809011 PN16 455 195 105 164 82 4,435
TEOO1018011011 PN1O 357 195 108 10,7 6,6 2,525
TEOO1618011011 PN16 357 195 108 16,4 10,0 3,475
TEO01018012511 PN10 355 195 110 10,7 74 2,600
f180125 TEOO1618012511 PN16 455 210 105 16,4 114 4,587
TEO01018014011 PNIO 355 200 110 10,7 83 2800
f10140 TEOO1618014011 PN16 455 215 105 164 12,7 4,650
TEO01018016011 PNIO 408 213 110 10,7 95 3,110
f180-160 TEOO1618016011 PN16 408 213 110 164 14,6 4,400

TE001002003211 PN10 420 195 110 119 20 3,300

?180-90

#180-110

(3200-32
TE001602003211 PN16 420 180 110 18,2 3,0 4,650
3200-63 TE001002006311 PN10 420 200 110 11,9 3,8 3,400
TE001602006311 PN16 420 200 110 182 58 4,700
320075 TE001002007511 PN10 420 200 110 11,9 45 3,400
TEO01602007511 PN16 420 200 110 18,2 6,8 4,800
TE001002009011 PN1O 420 220 110 119 54 3,700
#200-90

NN NN NN N NN NN NN W W W W W W W W ww DD DM DN DMDMDDDNSDMDDDNSDMO OO WG

TE001602009011 PN16 420 220 110 18,2 82 5,050
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90° TPOAHUK-NEPEXOHUK

Enjeksiyon / Injected / MaterialPE100 / Standart. TS EN 1555-3:2010 + A1 @ TSEN12201-3 + A1

iz | aticeno Joariz oL Lot ez Vg Gel

TE001020011011  PN10 212 119 6,6 3,230
TEOO1620011011 PN16 276 212 120 18,2 10,0 4,365
TE001020012511 PN10O 420 230 110 119 74 3,550
TEOO1620012511 PN16 420 230 110 18,2 11,4 5,100
TE001020014011 PN10 420 230 110 119 83 3,800
p200140 TE001620014011 PN16 420 235 110 18,2 127 5,200
TEO001020016011 PN10 424 220 122 119 95 3,835
p200160 TE001620016011 PN16 424 220 122 182 14,6 5340
TE001020018011 PN10 420 235 110 119 10,7 4,100
9200180 TEO01620018011 PN16 420 250 110 18,2 16,4 7360

TE001002259011 PN10 425 225 115 134 54 4,350

#200-110

(3200-125

#225-90
TE001602259011 PN16 425 225 115 205 82 6,200
TEO01022511011 PN10 425 225 115 134 6,6 4,310
p225110 TEO01622511011 PN16 425 225 115 20,5 10,0 6,250
TEO01022512511 PN10 425 240 115 134 74 4,450
pe2s12s TEO01622512511 PN16 425 240 115 20,5 114 6,000
TEOO1022514011 PN10 425 245 115 134 83 4,600
p225140 TEOO1622514011 PN16 425 250 115 20,5 127 6,400
TE001022516011 PNI1O 425 250 115 134 95 4,850
p225160 TEO01622516011 PN16 425 255 115 20,5 14,6 6,600
TEO01022518011 PN10 425 255 115 13,4 10,7 5,000
(#225-180

TEO01622518011 PN16 425 260 115 20,5 164 6,800
0225200 TEO01022520011 PN10 425 260 115 134 119 5,600
TE001622520011 PN16 425 260 115 205 182 7000

TEO01002509011 PN10 455 245 130 14,8 54 5900

#250-90
TEO01602509011 PN16 455 245 130 22,7 8,2 7,950
TE001025011011 PNIO 455 240 130 14,8 6,6 5470
p250110 TEOO1625011011 PN16 455 240 130 22,7 10,0 8,000
TE001025012511 PN10 455 260 130 14,8 74 5,800
p250125 TEOO1625012511 PN16 455 260 130 22,7 114 8,250
3250-140 TE001025014011 PN1O 455 240 130 14,8 83 5,530
TEO01625014011 PN16 455 240 130 22,7 127 5530
TE001025016011 PN10 455 250 130 14,8 95 6,150
0250160 TEO01625016011 PN16 455 250 130 22,7 14,6 8,200
3250180 TE001025018011 PN10 455 255 130 14,8 10,7 7000

TEO01625018011 PN16 455 250 130 22,7 164 8,500
4250200 TE001025020012 PN1O 555 255 130 14,8 119 8310
TEO01625020011 PN16 555 255 130 22,7 18,2 10,440

TE001025022511 PNI10O 555 260 130 14,8 134 8,600

(#250-225
TE001625022511 PN16 555 260 130 22,7 20,5 11,000
9280110 TEO01028011011 PN10 460 250 150 16,6 6,6 8,080
TE001628011011 PN16 460 250 150 254 10,0 10,865
TEO01028012511 PN10 460 255 150 16,6 74 8,200
(280-125

TEO01628012511 PN16 460 255 150 254 11,4 11,000

3280140 TEO01028014011 PNI1O 460 260 150 16,6 8,3 8,400
TEO01628014011 PN16 460 260 150 254 12,7 11,200

L e e e e e e o e e N e N e N L N B S N N e N L S S S R L L L I S R S S I N S S A ]
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90° INEGAL TE
90° REDUCED TEE
90° TPOMHWUK-NEPEXOAHUK

Enjeksiyon / Injected / MateriatPE100 / Standart: TS EN 1555-3:2010 + A1 @ TSEN 12201-3 + A1

a2 | ArtceNo Jaar) 2 [21] L et le2 | WG B

3280160 TE001028016011 PNI1O 460 260 150 16,6 95 10,060
TEO01628016011 PN16 460 260 150 254 14,6 11,135

3280180 TE001028018011 PN10 460 265 150 16,6 10,7 10,200
TE001628018011 PN16 460 265 150 254 16,4 11,400

(3280200 TE001028020011 PN10 460 270 150 16,6 11,9 10,400
TEO01628020011 PN16 590 275 135 254 18,2 13,580

0280225 TE001028022511 PN1O 460 275 150 16,6 13,4 11,000
TE001628022511 PN16 590 280 135 254 20,5 14,000

#280-250 TE001028025011 PN10 460 280 150 16,6 14,8 12,000
TEO01628025011 PN16 590 285 135 254 22,7 15,000

TEO01003159011 PNIO 510 265 140 187 54 9,760

?3315-90
TEO01603159011 PN16 510 265 140 28,6 8,2 13900
315110 TEOO1031511011 PNIO 510 265 140 187 6,6 10,345
TEOO1631511011 PN16 510 265 140 28,6 10,0 13907
TEO01031512511 PN10 510 270 140 187 74 10450
?3315-125

TEOO1631512511 PN16 510 270 140 28,6 11,4 14,200

#315140 TEO01031514011 PN10 510 285 140 187 8,3 10,500
TEOO1631514011 PN16 510 290 140 28,6 12,7 10,150

#315-160 TEO01031516011 PN10 510 290 140 187 95 10,600
TEOO1631516011 PN16 510 290 140 28,6 14,6 14,650

315180 TEO01031518011 PNI1O 510 300 140 187 10,7 10,800
TEOO1631518011 PN16 510 300 140 28,6 16,4 14,800

315200 TEO001031520011 PN1O 510 305 140 187 119 11,000
TEO01631520011 PN16 510 305 140 28,6 182 14,750

TEO01031522511 PN10 510 315 140 187 134 14,600
TEO01631522511 PN16 510 310 140 28,6 20,5 15,200
TEO01031525011 PN10 510 320 140 187 14,8 15485
p315-250 TEOO1631525011 PN16 665 315 145 28,6 22,7 20,070
0315280 TEO01031528011 PN10 510 325 140 187 16,6 16,000
TEOO1631528011 PN16 665 320 145 28,6 254 21,000
TEO01035511011 PN1O 430 290 130 21,1 6,6 10900
TEQ01635511011 PN16 430 290 130 32,2 10,0 14,840
TEOO1035516011 PN10 430 300 130 211 95 11,330
p355160 TEO01635516011 PN16 430 300 130 32,2 14,6 15597
TE001035525011 PN10 580 325 120 21,1 14,8 15500
0355250 TEO001635525011 PN16 580 325 120 32,2 22,7 21,600
TEO01040011011 PNI1O 485 315 155 237 6,6 16,325
pa00110 TEOO1640011011 PN16 485 315 155 36,3 10,0 21,787
3400160 TEO01040016011 PN1O 485 330 145 23,7 95 16,530
TE001640016011 PN16 485 330 145 36,3 14,6 22,825
TEO01040025011 PN10 630 350 160 23,7 14,8 20,500

TE001640025011 PN16 630 350 160 36,3 22,7 28,700

(#315-225

?#355-110

?#400-250

= s s s b ks b b b s b b b s e s bm s e b b m b b m m e b bm e b s b e e e s s e e
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45° CATAL TE
45° WYE TEE
45° KOCOH TPOMHUK

Enjeksiyon / Injected / MateriatPE100 / Standart: TS EN 1555-3:2010 + A1 TSEN 12201-3 + A1

We
HMEHHHE

CT451000006311 PNIO 164 254 0,342 1
CT451600006311 PN16 164 254 58 0,474 1
CT451000017511 PNIO 185 284 4,5 0,502 1

ors CT451600017511 PN16 185 284 6,8 0,693 1
CT451000029011 PNIO 213 321 54 0,840 1

poo (T451600029011 PN16 213 321 8,2 1,150 1
g110 CT451000011011 PNIO 230 390 6,6 1,526 1
(T451600011011 PN16 230 390 10,0 1,968 1
(T451000012511 PNIO 277 412 74 2,125 1

s CT451600012511 PN16 277 412 11,4 2,860 1
CT451000016011 PNIO 300 503 9,5 3986 1

o160 (T451600016011 PN16 300 503 14,6 5,225 1
CT451000018011 PNIO 394 578 10,7 6,470 1

o180 (T451600018011 PN16 394 578 16,4 8,590 1
0200 CT451000020011 PNIO 430 630 119 8,580 1
(T451600020011 PN16 430 630 18,2 11,350 1
(7451000022511 PNIO 475 692 134 11,920 1

pezs CT451600022511 PN16 475 692 20,5 15,790 1
CT451000025011 PNIO 507 729 14,8 14,840 1

g250 CT451600025011 PN16 507 729 22,7 20,130 1

90° ISTAVROZ TE

90° CROSS TEE
90° KPECTOBMHA

Enjeksiyon / Injected / MateriatPE100 / Standart: TS EN 1555-3:2010 + A1 TSEN 12201-3 + A1

We
o | oo Jow | 1] 2] 0 | GE B

Tv901011011013 PNIO 310 160 1,315 1
oo TV901611011013 PN16 310 160 105 1,814 1
TV901016016013 PNIO 400 200 115 3,212 1
P10 TV901616016013 PN16 400 200 115 4,395 1

—
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REDUKSIYON

REDUCER
[EPEXOAHUK

Enjeksiyon / Injected / MaterialPE100 / Standart: TS EN 1555-3:2010 + A1 TSEN 12201-3 + A1

Weight
(kg)

(#25-20 RD001600252011  PN16 0.014 150
?#32-20 RD001600322011 PN16 125 55 54 3,0 2,0 0,027 150
(#40-20 RD001600402011 PN16 150 73 57 37 20 0.040 100
(#3225 RD0O01600322511 PNl16 133 58 54 3,0 23 0,039 150
($40-25 RDO01600402511 PN16 148 73 55 37 23 0,051 80
(#40-32 RD001600403211 PNl6 140 70 50 3,7 3,0 0,057 80
?#50-20 RD001600502011 PN16 110 45 45 4,6 20 0.070 75
?#50-25 RD001600502511  PN16 152 71 54 4,6 23 0,072 80
(#50-32 RD001600503211 PN16 153 71 52 4,6 3,0 0,072 80
?#50-40 RDO01600504011 PN16 150 70 52 4,6 3,7 0,083 70
(#6320 RD0O01600632011 PN16 120 50 45 58 2,0 0.082 50
(63-25 RD0O01600632511 PN16 150 63 52 58 23 0.085 50
?#63-32 RD001600633211 PN16 150 63 52 58 3,0 0,091 50
(#63-40 RD001600634011 PNl6 150 62 57 58 37 0,01 50
?#63-50 RD001600635011 PNl16 148 62 57 58 46 0,118 50
@75-32  RDO01600753211 ~ PN16 172 70 57 68 30 0,139 35
@75-40  RDO01600754011  PN16 172 70 65 68 37 0,149 35
@75-50  RD001600755011  PN16 172 70 64 68 46 0176 35
@75-63  RDO01600756311  PNl6 170 70 67 68 58 0,195 25

RDO01000903211 ~ PN10 182 78 55 54 20 0,197 25
po032 RD001600903211 ~ PN16 182 78 55 82 3,0 0,300 25

RDO01000904011  PNIO 190 80 55 54 24 0.280 20
po0-40 RD0O01600904011 ~ PN16 190 80 55 82 37 0184 20

RDO01000905011 ~ PNI1IO 186 77 50 54 3,0 0,186 20
p90-50 RD0O01600905011 ~ PN16 186 77 50 82 4,6 0,290 20

RDO01000906311  PNIO 187 77 68 54 3,8 0235 22
po0-63 RDO01600906311  PN16 187 77 68 82 58 0,320 20

RDO01000907511 ~ PN1IO 184 82 64 54 45 0,300 20

?#90-75
RDO01600907511 ~ PN16 184 82 64 82 68 03l 20
RD001001103211 PNIO 200 75 57 66 20 0291 14
o032 RD001601103211 PN1I6 200 75 57 100 3,0 0,330 14
RDO01001104011 ~ PN10 200 75 50 6,6 24  0.280 14
f110-40 RDO01601104011 ~ PN16 200 75 50 10,0 3,7 0.296 14
RDO01001105011 ~ PN1IO 198 75 55 6,6 3,0 0.320 14
f110-50 RD001601105011 PN1I6 198 75 55 100 4,6 0410 14
RD001001106311 PNIO 202 78 55 66 38 0328 10
pno-e3 RD001601106311 PN16 202 78 55 100 58 0470 10
RD001001107511 PNIO 197 73 59 66 45 0392 10
ouo7s RD001601107511 PN1I6 197 73 59 100 68 0495 10
RDO01001109011 ~ PN10 203 77 80 66 54 0428 10
f110-90 RDO01601109011 ~ PN16 203 77 80 10,0 82 0,530 10
RDO01001255011  PN1O 200 80 60 74 30 0430 24
P125:50 RDO01601255011 ~ PN16 200 80 60 11,4 4,6 0474 24
RD0O01001256311 ~ PN1IO 202 79 60 74 38 0460 24
p125:63 RD001601256311 PN16 202 79 60 11,4 58 0,505 24
RD001001257511 PNIO 200 80 72 74 45 0410 24
s 7 RD001601257511 PN16 200 80 72 11,4 68 0,560 24
0125-90 RDO01001259011 ~ PN1IO 198 79 73 74 54 0,460 24

RD001601259011 ~ PN16 198 79 73 11,4 82 0,649 24

—
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REDUKSIYON
REDUCER
[EPEXOAHUK

Enjeksiyon / Injected / MateriatPE100 / Standart TS EN 1555-3:2010 + A1 TSEN12201-3 + A1

Wei
(
79 71 74 66

RD001012511011 PNIO 198 g i 0,590 16

(125-110
RD001612511011 PN1I6 198 79 71 11,4 100 0721 16
3140-50 RD001001405011  PNIO 221 85 72 83 30 0475 12
RDO01601405011  PN16 221 85 72 127 4,6 0,635 12
3140-63 RDO01001406311  PNIO 223 8 75 83 3,8 0500 11
RDO01601406311 ~ PN16 223 85 75 127 58 0,690 11
RDO01001407511 ~ PN10 223 79 72 83 45 0,567 11
(140-75

RD001601407511  PN16 223 79 72 127 68 0755 11
RDO01001409011 ~ PN1IO 220 93 83 83 54 0720
RDO01601409011 ~ PN16 220 93 83 127 82 0,850

RD001014011011 PNIO 218 90 85 83 66 0741

9
(3140-90
9
9
(3140-110
9
9
9

RD001614011011 PN16 218 90 85 127 100 0925

RD001014012511 PNIO 221 96 91 83 74 0790
(3140-125

RD001614012511 PN1I6 221 96 91 127 114 1,040

RDO01001605011 ~ PNIO 235 90 75 95 3,0 1240 10

?3160-50
RDO01601605011  PN16 235 90 75 146 46 1,290 10
160-63 RDO01001606311 ~ PNIO 227 90 65 95 3,8 0960
RDO01601606311 ~ PN16 227 90 65 14,6 58 1,045
316075 RDO01001607511 ~ PN10 220 90 70 95 45 0,766
RDO01601607511 ~ PN16 220 90 70 146 6,8 1,000
RDO01001609011 ~ PN1IO 228 92 75 95 54 0875
?#160-90

RDO01601609011 ~ PN16 228 92 75 146 82 1165

9160-110 RD001016011011 PNIO 230 98 87 95 66 0850
RD001616011011 PN16 230 88 87 14,6 10,0 1,120

9160125 RD001016012511 PNIO 231 91 76 95 74 1020
RD001616012511 PNI6 231 91 76 14,6 114 1260

#160-140 RDO01016014011 ~ PN10 230 91 76 95 83 0900
RD001616014011 PNI6 230 91 76 14,6 127 1460

RDO01001806311 ~ PN1IO 256 102 86 10,7 3,8 1,105

(#180-63
RDO01601806311  PN16 256 102 86 164 58 1150
RDO01001807511  PN10 242 105 77 10,7 45 1213
o107 RDO01601807511 ~ PN16 242 105 77 164 6,8 1,245
RDO01001809011 ~ PN10 256 100 91 10,7 54 0930
P180-90 RDO01601809011 ~ PN16 256 100 91 164 82 1,360
RD001018011011 PNIO 254 98 95 10,7 6,6 1,015
P180110 RD001618011011 PN16 254 98 95 164 100 1,380
2180125 RD001018012511 PNIO 254 101 98 10,7 74 1,095

RD001618012511 PN16 254 101 98 164 114 1512

9180140 RD001018014011 ~ PN1IO 251 104 93 10,7 83 1220
RDO01618014011 ~ PN16 251 104 93 164 127 1,724

#180-160 RDO01018016011 ~ PN10O 250 104 99 10,7 95 1,300
RDO01618016011 ~ PN16 250 104 99 164 14,6 1,800

RDO01002009011 ~ PNIO 250 104 90 11,9 54 1,263
RD001602009011 ~ PN16 250 104 90 182 82 1735

3200110 RD001020011011 PNIO 265 104 78 119 6,6 1420
RD001620011011 PN16 265 104 78 182 10,0 1,845

3200-125 RDO01020012511 ~ PN10 266 104 84 119 74 1,506
RD001620012511 PN16 266 104 84 182 11,4 2,005

3200140 RD001020014011  PNIO 264 104 96 119 83 1593
RDO01620014011  PN16 264 104 96 182 127 2140

?#200-90

oo o1 UL o Uy NN NN N N NN 00 00 00 0 00 00O 0O 00 O O O O
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REDUKSIYON
REDUCER
[EPEXOAHUK

Enjeksiyon / Injected / Material:PE100 / Standart: TS EN 1555-3:2010 + A1 e TSEN 12201-3 + A1

-z arvea Jowr| 2o 12| os | MRS
104 98

RD001020016011 ~ PN10 262 119 95 1760
p200-160 RDO01620016011 ~ PN16 262 104 98 182 14,6 2,245
RD001020018011 ~ PNIO 258 104 105 11,9 107 2180
p200-180 RDO01620018011 ~ PN16 258 104 105 18,2 164 2,460

RDO01002259011  PNIO 270 104 84 134 54 2422

0225-90
RD0O01602259011  PN16 270 104 84 205 82 1642
3225110 RD001022511011 PNIO 270 104 84 134 6,6 1727
RD001622511011 PN16 270 104 84 205 10,0 2,290
RD001022512511 PNIO 270 104 83 134 74 1,730
(#225-125

RD001622512511 PN16 270 104 83 205 114 2520

#225140 RD001022514011 PNIO 270 104 83 134 83 1790
RD001622514011 PN16 270 104 83 205 127 2576

3225160 RD001022516011 PNIO 270 104 90 134 95 1740
RD001622516011 PN16 270 104 90 205 14,6 3,126

3225180 RD001022518011 PNIO 270 104 98 134 10,7 2,030
RD001622518011 PN16 270 104 98 205 164 2972

3225200 RD001022520011 ~ PN10 270 104 100 13,4 119 2,380
RDO01622520011  PN16 270 104 100 20,5 182 2310

3250110 RD001025011011 PNIO 320 104 110 148 6,6 2270
RD001625011011 PN16 320 104 110 22,7 10,0 3,125

3250125 RD001025012511 PNIO 275 104 80 148 74 3,198
RD001625012511 PN16 275 104 80 22,7 114 4,760

#250-140 RDO01025014011 ~ PN10 275 104 90 14,8 83 3,198
RD001625014011  PN16 275 104 90 227 127 2334

#250160 RD001025016011 ~ PN10 313 104 110 14,8 95 1,742
RD001625016011 PN16 313 104 110 22,7 14,6 3,130

3250-180 RD001025018011 ~ PN10 315 104 111 14,8 10,7 2,780
RDO01625018011 ~ PN16 315 104 111 227 164 4,038

3250200 RD001025020011 ~ PN10 315 104 100 14,8 119 2923
RDO01625020011  PN16 315 104 100 22,7 18,2 4,020

3250-225 RD001025022511  PN10 315 104 120 14,8 134 3,670
RD001625022511 PN16 315 104 120 227 20,5 4,760

#280-110 RD001028011011 PNIO 340 104 102 166 6,6 3,280
RD001628011011 PN16 340 104 102 254 10,0 4,520

#280-125 RD001028012511 ~ PN10 340 104 105 16,6 74 3,340
RD001628012511 PN16 340 104 105 254 114 4,524

(280-140 RD001028014011 ~ PN10 340 104 105 16,6 83 3,344
RDO01628014011  PN16 340 104 105 254 12,7 4,524

3280160 RDO01028016011 ~ PN10 340 104 110 16,6 95 3,460
RDO01628016011 ~ PN16 340 104 110 254 14,6 5,054

0280180 RDO01028018011 ~ PN10 340 104 120 16,6 10,7 3,462
RDO01628018011 ~ PN16 340 104 120 254 164 5,058

3280200 RD001028020011 ~ PN10O 340 104 120 16,6 11,9 3,630
RDO01628020011 ~ PN16 340 104 120 254 182 5,560

3280225 RD001028022511  PN10 340 104 135 16,6 134 3,820
RDO01628022511  PN16 340 104 135 254 205 4,347

#280-250 RD001028025011 ~ PN1IO 340 104 140 16,6 148 4,450
RDO01628025011 ~ PN16 340 104 140 254 227 7090

e e b s e e b e e b e e b b e e b e e e b s e e b e e b e s e b e e e b s e e s e = U1 ol ;o Gl
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REDUKSIYON
REDUCER
MEPEXOAHUK

Enjeksiyon / Injected / MaterialPE100 / Standart: TS EN 1555-3:2010 + A1 TSEN 12201-3 + A1

104 95

3315160 RD001031516011 PNIO 335 187 95 4560
RD001631516011 PN16 335 104 95 28,6 14,6 4,560

3315180 RD001031518011 PNIO 335 104 110 187 10,7 4,236
RD001631518011 PN16 335 104 110 28,6 164 4,775

3315200 RDO01031520011 ~ PN1O 360 104 130 187 119 5,170
RD001631520011 PN16 360 104 130 28,6 182 7600

RD001031522511 PNIO 355 104 120 187 134 4,706
RD001631522511 PN16 355 104 120 28,6 205 7130

9315250 RD001031525011 PNIO 356 104 140 18,7 14,8 5,150
RD001631525011 PN16 356 104 140 28,6 22,7 8740

3315280 RD001031528011 PNIO 379 104 140 18,7 16,6 5852
RD001631528011 PN16 379 104 140 28,6 254 7565

0355160 RDO01035516011  PN1O 360 104 140 211 95 5378
RD001635516011 PN16 360 104 140 32,2 14,6 8194

9355180 RD001035518011 PNIO 360 104 140 21,1 10,7 5378
RD001635518011 PN16 360 104 140 322 164 8914

pas000 ROO0I035520011  PNIO 365 104 135 21 119 5260
RDO01635520011  PN16 365 104 135 32,2 182 8144

pasgps RDO0I035522511  PNIO 360 104 140 2L1 134 5378
RDO01635522511  PN16 360 104 140 322 20,5 8914

9355250 RDO01035525011  PN10 365 104 136 21,1 14,8 5960
RD001635525011 PN16 365 104 136 32,2 227 9,040

#355-280 RDO01035528011 ~ PN10 370 104 150 211 16,6 6,590
RD001635528011 ~ PN16 370 104 150 32,2 254 10,341

9355315 RD001035531511 PNIO 390 104 150 21,1 187 10,460
RD001635531511 PN1I6 390 104 150 32,2 28,6 11,300

3400200 RDO01040020011  PN10 375 104 110 23,7 119 7430
RDO01640020011 ~ PN16 375 104 110 36,3 182 9400

3400250 RDO01040025011 ~ PN10 375 104 105 237 14,8 8,180
RDO01640025011 ~ PN16 375 104 105 36,3 227 11,716

#400-280 RDO01040028011 ~ PN10 375 104 105 23,7 16,6 8,056
RDO01640028011 ~ PN16 375 104 105 36,3 254 11,432

3400315 RDO01040031511  PN10 382 104 145 23,7 187 8,310
RDO01640031511  PN16 382 104 145 36,3 28,6 12,670

9400-355 RDO01040035511 ~ PN10 375 104 155 237 21,1 12,260
RDO01640035511 ~ PN16 375 104 155 36,3 32,2 13,808

?#315-225

= s m e b s b b s bm b s bm s s b bm s e b b b s b m b s e m e s e e s e
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REDUKSIYON - KISA KADEMELI
REDUCER - SHORT STEPPED .
[EPEXOAHUK - KOPOTKWW CTYNERYATBIN

Enjeksiyon / Injected / Material.PE100 / Standart: TS EN 1555-3:2010 + A1 TSEN 12201-3 + A1

T CE DI E T EE

KR001045040033  PNI10 26,7 237 2,800 1
p4s0-400 KR001645040033 PN16 98 38 48 409 36,3 4,200 1
KROO1050040033 PN10 152 43 48 297 237 5400 1
Lo KRO01650040033 PN16 152 43 48 454 36,3 8,000 1
KRO01050045033 PN10 90 44 40 297 267 4,000 1
P500-420 KROO1650045033 PN16 90 44 40 454 409 5900 1
0560-400 KRO01056040033 PNI1IO 258 48 48 332 237 9000 1
KRO01656040033 PN16 258 48 48 50,8 36,3 13,500 1
KROO1056045033 PN10 170 48 44 33,2 26,7 7700 1
P560-450 KRO01656045033  PN16 170 48 44 50,8 409 11,500 1
KROO1056050033 PN10 112 55 44 332 297 5750 1
e KRO01656050033 PN16 112 55 44 50,8 454 8,500 1
KRO01063040033 PNIO 295 62 48 374 237 14412 1
p630-400 KROO1663040033 PN16 300 62 48 572 36,3 20,400 1
KR001063045033 PN10 252 62 40 374 26,7 12,150 1
st KROO1663045033 PN16 252 62 40 572 409 18,000 1
KRO01063050033  PN10 176 62 44 374 297 10,000 1
P630-500 KROO1663050033 PN16 176 62 44 572 454 15000 1
KROO1063056033  PN10 110 62 48 374 33,2 7200 1
psea KRO01663056033 PN16 110 62 48 572 50,8 11,000 1

REDUKSIYON - KISA TiP
REDUCER - SHORT TYPE

MEPEXOJHUK - KOPOTKUM THN

Enjeksiyon / Injected / Material.PE100 / Standart: TS EN 1555-3:2010 + A1 TSEN 12201-3 + A1

(e R EE CIEE R

RD100680071011  PN6 150 30,6 272 11270
(#800-710  RD101080071011 PN10 60 60 150 474 421 16,020
RD101680071011  PN16 60 60 150 72,6 64,5 22,720
RD100690080011  PN6 60 60 150 34,4 30,6 14,250
?#900-800 RD101090080011 PN1O 60 60 150 53,3 474 20,260
RD101690080011 PN16 60 60 150 81,7 72,6 28,760
RD100610009011  PN6 60 60 150 38,2 34,4 17480
#1000-900 RD101010009011 PNIO 60 60 150 59,3 53,3 25030
RD101610009011  PN16 60 60 150 90,8 81,7 35,660
RD100612001011  PN6 60 60 150 459 38,2 26,020
(1200-1000 RD101012001011 PN10 60 60 150 711 593 36,040
RD101612001011  PN16 60 60 150 1091 90,8 50,140
21400-1200 RD100612001011 ~ PN6 90 60 210 53,5 459 53,640
RD101012001011 ~ PN1IO 90 60 210 83,0 71,1 73,120
RD100612001011  PN6 90 60 210 61,2 535 73,240
RD101012001011  PNIO 90 60 210 94,8 83,0 97990

?#1600-1400

HHHHHHHH_H_H_HHH-‘%!
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REDUKSIYON - KISA TiP
REDUCER - SHORT TYPE

NEPEXOZHUK - KOPOTKMM THN

KIT Enjeksiyon / Injected Welded Desing / MaterialPE100 / Standart: TS EN 1555-3:2010+ A1 ¢ TSEN12201-3 +A1

We
TS EOEEEE S

RD021071045013  PN10 42,1 26,7 23,500
RD021671045013 PN16 40 32 373 64,5 409 33,200
RD021071050013 PN1IO 40 30 318 421 297 21950
RD021671050013 PN16 40 30 318 64,5 455 30910
RD021071056013 PN10 40 100 200 42,1 33,2 16,070
RD021671056013 PN16 40 100 200 64,5 509 22,210
RD021071063013 PNIO 50 90 160 421 374 13,260
RD021671063013 PN16 50 90 160 645 572 18,630
RD021080040013 PN10 35 32 503 474 237 36,400
RD021680040013 PN16 35 32 503 72,6 364 55100
RD021080045013 PNI1O 35 30 503 474 26,7 34,850
RD021680045013 PN16 35 30 503 72,6 409 52,800
RD021080050013 PN1O 35 30 395 474 297 32970
RD021680050013 PN16 35 30 395 72,6 455 50,500
RD021080056013 PN10 35 100 330 474 332 28970
RD021680056013 PN16 35 100 330 72,6 509 44,110
RD021080063013 PN1IO 35 90 290 474 374 26,160
RD021680063013 PN16 35 90 290 72,6 572 40,580
RD021090040013 PN10 32 45 633 53,3 23,7 56,550
RD021690040013 PN16 32 45 633 81,7 364 83,590
RD021090045013 PN1O 30 45 578 53,3 26,7 55000
RD021690045013 PN16 30 45 578 81,7 409 81,300
RD021090050013 PN10 30 45 525 53,3 297 53,120
RD021690050013 PN16 30 45 525 81,7 455 78,540
RD021090056013 PNI1O 45 100 460 53,3 33,2 49120
RD021690056013 PN16 45 100 460 81,7 509 72,600
RD021090063013 PN1O 45 90 420 53,3 374 46,310
RD021690063013 PN16 45 90 420 81,7 572 69,070
RD021090071013 PN1IO 45 70 280 53,3 421 33,050
RD021690071013 PN16 45 70 280 81,7 64,5 50,390
31000-400 RD0210100040013 PN10 32 40 763 593 237 82010
RD0216100040013 PN16 32 40 763 912 364 118,800
31000-450 RD0210100045013 PN1IO 30 40 708 593 26,7 80,460
RD0216100045013 PN16 30 40 708 91,2 409 117210
#1000-500 RD0210100050013 PN10 30 40 665 593 297 78,580
RD0216100050013 PN16 30 40 665 91,2 455 114,450
RD0210100056013 PN10 40 100 590 593 33,2 74,580
RD0216100056013 PN16 40 100 590 91,2 50,9 108,000
#1000-630 RD0210100063013 PNIO 40 90 550 593 374 71,770
RD0216100063013 PN16 40 90 550 91,2 572 104,000
RD0210100071013 PN1IO 40 70 410 593 421 58,510
RD0216100071013 PN16 40 70 410 91,2 64,5 86,300
RD0210100080013 PN10 40 70 280 593 474 64,400

(1000-800
RD0216100080013 PN16 40 70 280 91,2 72,6 45,610

?#710-450

#710-500

#710-560

(#710-630

?#800-400

?#800-450

?#800-500

?#800-560

(#800-630

?#900-400

(#900-450

#900-500

#900-560

#900-630

?#900-710

#1000-560

1000-710
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FLANS ADAPTORU
FLANGE ADAPTOR
BTYJIKA 110]] ®JIAHEL,

Enjeksiyon / Injected / MateriatPE100 / Standart: TS EN 1555-3:2010 + A1 TSEN12201-3 + A1

| a [ articeno [Bar| 2 11| 1] a1]az] e [VEE
(kg
@20 FA001600002011 PN16 67 1 50 27 44 2,6 0,030 400
@25 FA001600002511 PN16 64 10 45 33 57 23 0,040 300
@32 FA001600003211 PN16 88 10 55 43 67 3,0 0,060 100
@40 FA001600004011 PN16 87 13 57 50 76 3,7 0,080 75
@50 FA001600005011 PN16 91 13 50 61 87 4,6 0,120 48
@63 FA001600006311 PN16 101 17 62 71 98 64 0,200 70
@75 FA001600007511 PN16 120 16 80 84 110 8.2 0,280 18
FA001000009044 PN10 133 18 105 102 132 6,2 0,330 25
FA0O01600009011 PN16 132 18 105 102 130 8,2 0,400 25

4110 FAO01000011044 PN1O 149 18 120 120 157 72 0,530 20
FA001600011044 PN16 149 18 120 120 157 10,2 0,650 20

125 FAO01000012544 PN10 171 23 134 130 158 8,2 0,650 14
FAO01600012544 PN16 171 23 134 130 158 120 0,860 14

9140 FAO01000014044 PN10 188 22 151 150 185 93 0950 12
FAO01600014044 PN16 188 22 151 150 185 13,2 1210 12

9160 FA001000016044 PNIO 176 23 138 170 213 115 1,260
FA001600016044 PN16 176 23 138 170 213 155 1,550

2180 FA001000018044 PN1O 193 25 137 185 222 11,8 1,600
FAO01600018044 PN16 193 25 137 185 222 170 2,000

3200 FA001000020044 PN10O 197 30 135 220 270 13,0 2400
FA001600020044 PN16 197 30 135 220 270 189 2900

4225 FA001000022544 PNI10O 196 30 145 230 270 13,8 2400
FAO01600022544 PN16 196 30 145 230 270 21,6 3,300

0250 FAO01000025044 PNI1O 221 36 132 265 319 170 4,000
FA001600025044 PN16 221 36 132 265 319 23,5 4900

29280 FA001000028044 PNIO 240 39 155 290 335 185 4,360
FAO01600028044 PN16 240 39 155 290 335 28,0 6,200

g315 FA001000031544 PNI1O 249 40 169 339 376 210 6,150
FAO01600031544 PN16 249 40 169 339 376 31,0 7750

0355 FA001000035544 PNIO 260 36 180 377 423 22,0 7500
FA001600035544 PN16 260 36 180 377 423 30,0 10,500

3400 FA001000040044 PN10 242 49 155 418 485 250 9,800
FAO01600040044 PN16 242 49 155 418 485 41,0 13,200

3450 FA001000045044 PN1O 277 51 190 456 531 31,0 13,400
FAO01600045044 PN16 277 51 190 456 531 44,0 17400

FAO01000050044 PN10 278 58 190 526 584 320 16,500

B

@90

@500
Kelebek vana icin istege bagh iiretim. FA001600050044 PN16 278 58 190 526 584 490 22,400
Specially design for Butterfly valve FAOOL000056044 PNIO 274 52 191 594 682 360 24,000
according your request. 7560

FA001600056044 PN16 274 52 175 615 682 50,8 30,450

3630 FAO01000063044 PN10 275 55 200 640 682 374 29100
FA001600063044 PN16 275 55 200 640 682 572 39,150

= = T T R e T e e e T =S U G N O e NEe N
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FLANS ADAPTORU - KISA TIP
FLANGE ADAPTOR - SHORTTYPE
BTY/IKA IO/l ®JIAHEL, - KOPOTKUW THN

Enjeksiyon / Injected / MaterialPE100 / Standart: TS EN 1555-3:2010 + A1 @ TSEN 12201-3 + A1

(] ez ) e ] 5 e T s

3400 FA101000040011 PNI1O 140 419 484 270 6900
FA101600040011 PN16 140 55 56 525 578 454 15000

FA101000045011 PN1O 143 67 52 453 537 290 8750
paso FA101600045011 PN16 143 62 47 458 532 450 11,000
FA101000050011 PN10 140 56 55 525 578 297 12,150
ps00 FA101600050011 PN16 151 66 62 517 583 51,0 15000
FA101000056011 PN10 152 59 100 597 685 36,0 16,000
p560 FA101600056011 PN16 152 60 58 615 685 50,8 22,000
FA101000063011 PN10 150 58 60 642 683 374 15500
p630 FA101600063011 PN16 144 74 54 632 675 66,0 18,000
FA101000071011 PN10 155 60 70 737 800 421 19,000
FA101600071011 PN16 155 70 60 737 800 64,5 25200
FA101000080011 PNI1O 155 55 60 840 905 474 23970
p800 FA101600080011 PN16 155 60 55 840 905 72,6 32,120
FA101000090011 PN10 155 60 60 944 1005 53,3 31,510
p900 FA101600090011 PN16 155 60 60 944 1005 81,7 42,100
FA101000100011 PNI1O 155 60 75 1047 1110 59,3 35570
FA101600100011 PN16 155 75 60 1047 1110 90,8 45420
#1200 FA101000120011 PN1O 155 70 60 1245 1330 711 53,020
(1400 FA101000140011 PNIO 200 85 40 1450 1535 83,0 90,900

(#1600 FA101000160011 PNI1O 200 100 40 1645 1737 94,8 120,500

3710

#1000

= b s bm m s b s s e s b s e e e e s e e

KEP
END CAP

SATTIYLLKA

Enjeksiyon / Injected / Material:PE100 / Standart: TS EN 1555-3:2010 + A1 e TSEN 12201-3 + A1

Tl =T = e
600

320 KEO001600002011 PN16 0,008

#25 KE001600002511 PN16 48 44 3,0 0,010 450
7?32 KE001600003211 PNI6 575 54 33 0,026 100
@340 KE001600004011 PN16 60 56 39 0,028 200
?50 KE001600005011 PN16 66,5 625 50 0,048 100

263 KE001600006311 PN16 66,5 62,5 6,5 0,080 70
@75 KE001600007511 PN16 77 71,3 7.8 0,136 64
?#90 KE001600009011 PN1I6 835 785 93 0,200 27
@110 KEO001600011011 PN16 93 85 11 0,338 30
@125 KE001600012511 PN16 103 90 11,5 0,450 30
@140 KE001600014011 PN16 98 90 14 0,665 26
3160 KE001600016011 PN16 118 105 15 0,850 20
(180 KE001600018011 PN16 122 108 19,5 1,400 13

7200  KE001600020011 PN16 128 112 18,5 1,680 8
3225 KE001600022511 PN16 123 109 21,5 1,888 1
#3250 KE001600025011 PN16 155 128 23,5 2916 1
#280  KE001600028011 PN16 170 140 25,5 3,550 1
?#315 KEO001600031511 PN16 155 129 36,5 7,500 1
?#355 KE001600035511 PN16 160 136 355 7,740 1
$400  KE001600040011 PN16 162 128 37 10,000 1

—
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PE - METAL DIS DiSLi GECIS
PE-METAL MALE THREADED TRANSITION
113-METAJ TIEPEXO/L C HAPYHl PE3bEO

Material: Brass + PE100 / Standart: TS EN 1555-3:2010 + A1  TSEN 12201-3 + A1

@ R ariceno Loar 1L e [V T

@320 12" DD001600002077  PN16 0.084 250
@25 3/4" DD001600002577  PN16 45 83 0.104 150
?32 3/4" DD001600003277  PN16 51 89 0.118 100
7332 1" DD001600003277  PN16 47 96 0.175 100
240 11/4" DD001600004077  PN16 56 118 0.412 60
@50 11/2" DD001600005077  PN16 56 119 0.512 30

763 2" DD001600006377  PN16 69 137 0.610 30
@75 2 1/2" DD001600007577  PN16 80 155 0.820 15
@90 3" DD001600009077  PN16 83 165 1.205

#4110 4" DD001600011077  PN16 85 168 1.800 5
7125 4" DD001600012577  PN16 88 171 2.400 5

PE - METAL iC DISLi GECIS
PE-METAL FEMALE THREADED TRANSITION

N13-META/I NEPEX0/1 C HAPYH PE3bBOI

Material: Brass + PE100 / Standart: TS EN 1555-3:2010 + A1  TSEN 12201-3 + A1

¢ e aridens Lear oLz VGRS

320 1/2" iD001600002077 PN16 0.048 250
?25 3/4" iD001600002577 PN16 45 71 0.076 150
@32 1" iD001600003277 PN16 47 81 0.138 100
@340 11/4" iD001600004077 PN16 56 100 0.307 60
?50 112" iD001600005077 PN16 68 116 0.292 30
263 2" iD001600006377 PN16 68 116 0.478 25
@75 2 1/2" iD001600007577 PN16 75 122 0.833 15
?#90 3" iD001600009077 PN16 80 142 1.140 10
@110 4" iD001600011077 PN16 83 138 1.442 5
7125 4" iD001600012577 PN16 85 168 1.800 5

/—
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PE - CELIK KAYNAK AGIZLI GECS
PE - STEEL WELDABLE TRANSITION
13-CTAJIb NEPEXO/IHUK MO CBAPKY

Steel / Material: PE100 / Standart: TS EN 1555-3:2010 + A1  TSEN 12201-3 + A1

¢ |y | srocero fou] | O

320 12" KA001600002077 PN16 185 325 0.342
@25 3/4" KA001600002577 PN16 180 85 330 0520 30
?32 1" KA001600003277 PN16 170 95 345 0576 16

#3250 10" KA001600025077 PN16 340 245 680 34.420
@280 10" KA001600028077 PN16 300 220 620 44.495
@315 12" KA001600031577 PN16 265 200 610 52.500
?#355 14" KA001600035577 PN16 365 235 750 98.000
3400 16" KA001600040077 PN16 370 220 770 114.000
@450 18" KA001600045077 PN16 367 230 767 150.000
@500 20" KA001600050077 PN16 370 220 760 184.000

7340 1 1/4"  KA001600004077 PN16 175 100 355 0972 9
@50 11/2"  KA0O01600005077 PN16 172 100 355 1.055 9
763 2" KA001600006377 PN16 175 110 355 1.688 9
@75 2 1/2"  KAD01600007577 PN16 140 135 385 2450 4
#90 3" KA001600009077 PN16 180 145 440  3.075 4
@110 4" KA001600011077 PN16 195 160 470  5.510 2
@125 4" KA001600012577 PN16 225 210 515 7.165 2
7160 6" KA001600016077 PN16 200 175 465 13962 1
#4180 6" KA001600018077 PN16 310 220 620 15105 1
@200 8" KA001600020077 PN16 325 250 660 22947 1
@225 8" KA001600022577 PN16 305 235 640 25495 1
1
1
1
1
1
1
1
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CELIK FLAN
STEEL FLANGE
CTAJIbHOM OMAHEL

Standart: TS 150 7005-1. TSEN 1092-1 + A1

da eight|
o [fa,| articeno aar|ap |k [0 a] b roestiigneack
520 gis 65 95 14 14 4

FN001000002088 PN1O 28 0.650 1
FNO01600002088 PN16 28 65 95 14 14 4 0.650 1
@25 @20 FNOO1000002588 PN10 34 75 105 14 16 4 0910 1
FNO01600002588 PN16 34 75 105 14 16 4 0.910 1
@2 @25 FNOO1000003288 PNIO 42 85 115 14 16 4 1.060 1
FNOO1600003288 PN16 42 85 115 14 16 4 1.060 1
040 @32 FNOO1000004088 PNI1O 51 100 140 18 16 4 1.550 1
FNO01600004088 PN16 51 100 140 18 16 4 1.550 1
@50 @40 FNOO1000005088 PN1O 62 110 150 18 16 4 1720 1
FNO01600005088 PN16 62 110 150 18 16 4 1720 1
@63 @50 FNOO1000006388 PN1IO 78 125 165 18 18 4 2.210 1
FNO01600006388 PN16 78 125 165 18 18 4 2.210 1
@75 065 FNOO1000007588 PN1O 92 145 185 18 18 4 2.720 1
FNO01600007588 PN16 92 145 185 18 18 4 2.720 1
@90 @80 FNO01000009088 PN10 108 160 200 18 20 8 3.180 1
FNO01600009088 PN16 108 160 200 18 20 8 3.180 1
g110  @9100 FNO01000011088 PN10 125 180 220 18 20 8 3.730 1
FNO01600011088 PN16 125 180 220 18 20 8 3730 1
g125 @100 FN0O1000012588 PN10 135 180 220 18 20 8 3.410 1
FNOO1600012588 PN16 135 180 220 18 20 8 3410 1
g140 @125 FNOO1000014088 PNI1O 158 210 250 18 22 8 4.750 1
FNO01600014088 PN16 158 210 250 18 22 8 4.750 1
G160 9150 FNOO1000016088 PN10 178 240 285 22 22 8 6.210 1
FNO01600016088 PN16 178 240 285 22 22 8 6.210 1
#180 9150 FNOO1000018088 PN10O 188 240 285 22 22 8 5710 1
FNO01600018088 PN16 188 240 285 22 22 8 5710 1
7200 3200 FNOO1000020088 PN10 235 295 340 22 24 8 8.380 1
FNO01600020088 PN16 235 295 340 22 24 8 8.380 1
0200 @225 FNO01000022588 PN10 238 295 340 22 24 8 8.170 1
FNO01600022588 PN16 238 295 340 22 24 8 8.170 1
@250 @250 FNO01000025088 PN10 288 350 395 22 26 12 10.810 1
FNO01600025088 PN16 288 350 395 22 26 12 10.810 1
@250 @280 FNO01000028088 PN16 294 350 395 22 26 12 10.250 1
FNO01600028088 PN16 294 355 405 26 26 12 11.160 1
@300 @315 FNOO1000030088 PNI1O 338 400 445 22 26 12 12.530 1
FNO01600030088 PN16 338 410 460 26 28 12 15.440 1
@350 @355 FNO01000035088 PN10 376 460 505 22 26 16 17.020 1
FNO01600035088 PN16 376 470 520 26 30 16 21.920 1
@400 ©400 FNOO1000040088 PN10 430 515 565 26 26 16 19.850 1
FNOO1600040088 PN16 430 525 580 30 32 16 27110 1
0450 @450 FNO01000045088 PN10 465 565 615 26 28 20  25.690 1
FNO01600045088 PN16 465 585 640 30 34 20  36.850 1
@500 @500 FNOO1000050088 PN1O 533 620 670 26 28 20 26.180 1
FNO01600050088 PN16 533 650 715 33 34 20 43.150 1
#9600 9560 FNOO1000060088 PN1O 618 725 780 30 28 20  36.070 1
FNO01600060088 PN16 618 770 840 36 36 20  66.240 1
@600 @630 FNOO1000063088 PN1O 645 725 780 30 28 20 30.170 1
FNOO01600063088 PN16 645 770 840 36 36 20  58.660 1
@700 @710 FNOO1000070088 PN10 740 840 895 30 30 24 42980 1
FNOO1600070088 PN16 740 840 910 36 36 24 55490 1
#800 @800 FNO01000080088 PN10 843 950 1015 33 32 24 58.030 1
FNOO1600080088 PN16 843 950 1025 39 38 24 71.270 1
@900 @900 FNOO1000090088 PN10 947 1050 1125 33 34 28  66.380 1
FNOO1600090088 PN16 947 1050 1125 39 40 28  80.640 1
#1000 #1000 FNO01000100088 PN1O 1050 1160 1230 36 34 28 78.610 1
FNOO1600100088 PN16 1050 1170 1255 42 42 28 109830 1
#1200 #1200 FN001000120088 PN10 1250 1380 1455 39 38 32 118790 1
FNO01600120088 PN16 1250 1390 1455 48 48 32 168790 1
#1400 31400 FNO01000140088 PN10 1460 1590 1675 42 42 36 158470 1
FNO01600140088 PN16 1460 1590 1685 48 52 36 200750 1
#1600 31600 FNOO1000160088 PN10 1650 1820 1915 48 46 40 242370 1
FNO01600160088 PN16 1650 1820 1930 55 58 40 315930 1
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CELIK KGR FLANS
STEEL BLIND FLANGE
CTAILHOM [1YXOM OAHEL

Standart: TS 150 7005-1. TS EN 1092-1 + A1

da
(steel)
@20 715 9 14 14 4

FN001000002088 PN10 65 0.710 1
FNOO1600002088 PN16 65 95 14 14 4 0.710 1

025 @20 FNOO1000002588 PN10 75 105 16 14 4 1.010 1
FNO01600002588 PN16 75 105 16 14 4 1.010 1

02 @25 FNOO1000003288 PN10 85 115 16 14 4 1.230 1
FNOO1600003288 PN16 85 115 16 14 4 1.230 1

G40 @32 FNOO1000004088 PN10 100 140 16 18 4 1.810 1
FNO01600004088 PN16 100 140 16 18 4 1.810 1

@50 040 FNOO1000005088 PN1O 110 150 16 18 4 2.100 1
FNOO1600005088 PN16 110 150 16 18 4 2.100 1 /

g63 @50 FNOO1000006388 PNI1O 125 165 18 18 4 2.880 1 ‘f
FNO01600006388 PN16 125 165 18 18 4 2.880 1 ‘

075 065 FNOO1000007588 PN10 145 185 18 18 4 3.660 1 \
FNOO1600007588 PN16 145 185 18 18 4 3.660 1 \

@90 ¥80 FNOO1000009088 PN10O 160 200 20 18 8 4.620 1 \
FNOO1600009088 PN16 160 200 20 18 8 4.620 1 \

g0 @100 FNOO1000011088  PN1O 180 220 20 18 8 5.660 1 \
FNO01600011088  PN16 180 220 20 18 8 5.660 1

#1255 @100 FNOO1000012588  PN10 180 220 20 18 8 5.660 1
FNOO1600012588  PN16 180 220 20 18 8 5.660 1

#140 @125 FNOO1000014088 PN10 210 250 22 18 8 8.150 1
FNOO1600014088 PN16 210 250 22 18 8 8.150 1

#160 @150 FNOO1000016088  PN10 240 285 22 22 8 10.520 1
FNOO1600016088  PN16 240 285 22 22 8 10.520 1

7180 @150 FNOO1000018088  PN10 240 285 22 22 8 10.520 1
FNO01600018088 PN16 240 285 22 22 8 10.520 1

@200 200 FNOO1000020088 PNI1O 295 340 24 22 8 16.570 1
FNO01600020088 PN16 295 340 24 22 12 16.280 1

9200 225 FNO01000022588  PN10 295 340 24 22 8 16.570 1
FN001600022588  PN16 295 340 24 22 12 16.280 1

@250 @250 FNOO1000025088 PN10 350 395 26 22 12 24.140 1
FNOO1600025088 PN16 350 395 22 26 12 25.050 1

@250 280 FNO01000028088 PN16 350 395 26 22 12 24.140 1
FNO01600028088 PN16 355 405 26 26 12 25.050 1

3300 @315 FNOO1000030088 PNIO 400 445 26 22 12 30.890 1
FNOO1600030088 PN16 410 460 26 28 12 35.210 1

@350 7355 FNOO1000035088 PN10 460 505 26 22 16 39.730 1
FNOO01600035088 PN16 470 520 26 30 16 48.130 1

@400 9400 FNOO1000040088 PN10 515 565 26 26 16 49.560 1
FNO01600040088 PN16 525 580 30 32 16 63.680 1

G450 @450 FNO01000045088 PN10 565 615 38 26 20 63.110 1
FNO01600045088 PN16 585 640 30 34 20 82.280 1

@500 @500 FNOO1000050088 PNIO 620 670 28 26 20 75.340 1
FNOO1600050088 PN16 650 715 33 34 20 102840 1

@600 0560 FNOO1000060088 PNI1O 725 780 28 30 20 102.160 1
FNOO1600060088 PN16 770 840 36 36 20 151.220 1

@600 3630 FNOO1000063088 PN1O 725 780 28 30 20 102.160 1
FNOO1600063088 PN16 770 840 36 36 20 151.220 1

@700 @710 FNOO1000070088 PNI1IO 840 895 30 30 24 144510 1
FNOO1600070088 PN16 840 910 36 36 24 177320 1

@800 @800 FNOO1000080088 PN10 950 1015 32 33 24 198570 1
FNOO1600080088 PN16 950 1025 39 38 24 238160 1

@900 @900 FNOO1000090088 PN10 1050 1115 34 33 28 254820 1
FNOO1600090088 PN16 1050 1125 39 40 28 332330 1
FNOO1000100088  PN10 1150 1230 34 36 28  310.270 1

e FNOO1600100088  PN16 1170 1255 42 42 28 395990 1

#1200 31200 FNO01000120088  PN10 1380 1455 38 39 32 485730 1
FNO01600120088  PN16 1390 1455 48 48 32 632290 1
FNO01000140088  PN10 1590 1675 42 42 36 711740 1

Pietl jaiaco FNO01600140088  PN16 1590 1685 52 48 36 885760 1

91600 1600 FNOO1000160088  PN10 1820 1915 46 48 40 1.016.320 1
FNO01600160088  PN16 1820 1930 55 58 40 1291780 1

—
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11°-30° DIRSEK
11°- 30° ELBOW
11°- 30° 0TBOJ,

KIT/ Injected Welded Desing/ MateriakPE100 / Standart: TS EN 1555-3:2010+ A1 TSEN 12201-3 + A1

DR111000009013  PN10 120 0.380 1
DR111600009013 ~ PN16 78 120 8.2 0.487 1
DR111000011013 PNIO 82 131 6,6 0.598 1
fuo DR111600011013 PN16 82 130 10,0 0.772 1
DRI111000012513 PNIO 87 138 74 0.794 1
o1z DR111600012513 PN16 85 138 114 1129 1
DR111000014013 PNIO 92 151 8,3 1.055 1
pLa0 DR111600014013 PN16 91 150 12,7 1.402 1
DR111000016013 PNIO 97 160 9,5 1.491 1
p1e0 DR111600016013 PN16 98 161 14,6 1970 1
DR111000018013 PNIO 105 170 107 2.037 1
o180 DR111600018013 PN16 105 171 16,4 2.659 1
DRI11000020013 ~ PN1IO 113 186 119 2.703 1
p200 DRI111600020013 ~ PN16 110 185 18,2 3.574 1
DR111000022513 PNIO 120 200 134 4.366 1
p225 DR111600022513 PN16 122 200 205 5915 1
DR111000025013 PNIO 129 218 14,8 5479 1
p2s0 DR111600025013 PN16 130 217 227 7603 1
DR111000028013 ~ PNIO 140 238 16,6 6.857 1
p280 DR111600028013 PN16 139 238 254 9.667 1
DR111000031513 PNIO 150 256 187 9.796 1
o315 DR111600031513 PN16 148 256 28,6 12.459 1

—
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11°-30° DIRSEK
11°-30° ELBOW
11°-30° 0TBOA

Konfeksiyon / Fabricated / Material:PE100 / Standart: TS EN 1555-3:2010 + A1 e TSEN12201-3 + A1

HETEARREaE

DR111000020012 PNIO 130 119 2,120 1

p200 DR111600020012 PN16 130 157 18,2 3,330 1
DR111000022512 PNIO 130 160 13,4 3,040 1

0225 DR111600022512 PN16 130 160 20,5 4,460 1

DR111000025012 PNIO 130 164 14,8 3,820 1

p250 DR111600025012 PN16 130 164 227 5,620 1

DR111000028012 PNIO 130 168 16,6 4,860 1

0280 DRI111600028012 PN16 130 168 254 8,120 1
DR111000031512 PNIO 170 212 18,7 7,730 1

o35 DR111600031512 PN16 170 212 28,6 11,380 1

DR111000035512 PNIO 170 218 2Ll 10,060 1

0355 DR111600035512 PN16 170 218 322 14,790 1

DR111000040012  PNI1IO 170 224 237 13,080 1

paco DR111600040012 PN16 170 224 36,3 19,290 1
DR111000045012 PNIO 170 230 26,7 17,010 1

pas0 DR111600045012 PN16 170 230 409 25,130 1
DR111000050012 PNIO 170 237 297 21,640 1

P50 DR111600050012 PN16 170 237 454 31,860 1

DR111000056012 PNIO 170 245 332 32,880 1

9560 DR111600056012 PN16 170 245 50,8 41,210 1

DR111000063012 PNIO 200 285 374 40,860 1

pex0 DR111600063012 PN16 200 285 572 60,060 1

DR111000071012 PNIO 220 320 421 57,220 1

7o DR111600071012 PN16 220 320 645 84,530 1

DR111000080012 ~ PN1I0 250 358 474 82,240 1

v80o DR111600080012 PN16 250 358 726 120,330 1
@900 (7451000090012  PNIO 300 420 53,3 115,000 1
(1000  (T451000100012 PNIO 300 434 593 152,000 1
(1200  (T451000120012 PNIO 300 460 711 225,000 1
(#1400  (T451000140012 PNIO 400 587 83,0 385,000 1
(#1600  (T451000160012 PNIO 400 614 94,84 525,000 1
(1800  (T451000180012 PNIO 400 641 106,6 695,000 1
(#2000  (CT451000200012  PN1O 400 668 1184 890,000 1

—
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45° DIRSEK
45° ELBOW
45° 0TBOJ,

Konfeksiyon / Fabricated / Material:PE100 / Standart: TS EN 1555-3:2010 + A1 e TSEN 12201-3 + A1

o | wmoewo Jear [0 2 ] o | g (Bt

DR451000020012  PN1IO 130 248 119 2,950
9200 DR451600020012  PN16 130 248 182 4,510 1
DR451000022512 ~ PN10 130 255 134 3,420 1
p22s DR451600022512 PN1I6 130 255 205 5,230 1
DR451000025012  PN1I0O 130 260 148 3,850 1
p2s0 DR451600025012  PN16 130 260 22,7 5900 1
DR451000028012  PN1IO 130 267 16,6 4,430 1
p280 DR451600028012  PN16 130 267 254 6,780 1
DR451000031512 PNIO 170 337 187 6,300 1
o315 DR451600031512 PN16 170 337 286 9,640 1
DR451000035512  PN10 170 346 211 7,300 1
0355 DR451600035512 PN16 170 346 322 11,140 1
DR451000040012  PN10 170 357 23,7 8,460 1
pa00 DR451600040012  PN16 170 357 36,3 12,960 1
DR451000045012  PN1O 170 368 26,7 9,830 1
P420 DR451600045012  PN16 170 368 40,9 15,050 1
DR451000050012  PN1IO 170 380 297 11,290 1
p=00 DR451600050012  PN16 170 380 454 17,250 1
DR451000056012  PN10 170 394 33,2 13,080 1
p560 DR451600056012  PN16 170 394 50,8 20,020 1
DR451000063012  PN1IO 220 488 374 18,250 1
pe30 DR451600063012  PN16 220 488 572 27910 1
DR451000071012  PNIO 220 506 421 85,360 1
no DR451600071012 PN16 220 506 64,5 126,100 1
DR451000080012  PN1O 250 560 474 110,880 1
o800 DR451600080012 ~ PN16 250 560 72,6 162,220 1
@900  DR451000090012  PN10 300 600 533 191,550 1
(1000  DR451000100012  PNIO 300 670 593 220,000 1
(#1200  DR451000120012  PN1IO 300 712 71,1 330,000 1
(1400  DR451000140012  PN10 400 906 83,0 575,000 1
#1600  DR451000160012  PN10 400 948 94,84 785,000 1
(1800  DR451000180012  PNIO 400 990 106,6 1.035,000 1
(#2000 DR451000200012  PN10 400 1030 1184 1.330,000 1

—
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90° DIRSEK
90° ELBOW
90° 0TBOA

Konfeksiyon / Fabricated / Material:PE100 / Standart: TS EN 1555-3:2010 + A1 TSEN 12201-3 + A1

o | aewo Joar [ 1] 2 ] o | VR LT

DR901000020012  PNIO 130 410 119 4,860 1
9200 DR901600020012  PN16 130 410 18,2 7,180 1
DR901000022512  PN1I0O 130 420 134 6,430 1
p22s DR901600022512  PN16 130 420 205 9,430 1
DR901000025012  PN1IO 130 430 14,8 8,030 1
p250 DR901600025012  PN16 130 430 227 11,830 1
DR901000028012  PNIO 130 442 16,6 10,140 1
p280 DR901600028012  PN16 130 442 254 15,020 1
DR901000031512  PN1IO 170 543 187 16,530 1
o315 DR901600031512 PNI6 170 543 28,6 24,320 1
DR901000035512  PN1IO 170 561 21,1 21,660 1
0355 DR901600035512  PN16 170 561 32,2 31,850 1
DR901000040012  PN1O 170 580 237 29,400 1
paco DR901600040012  PN16 170 580 36,3 43,370 1
DR901000045012  PNIO 170 602 26,7 37,880 1
0420 DR901600045012  PN16 170 602 409 55,960 1
DR901000050012  PN10O 170 624 297 47,740 1
p=00 DR901600050012  PN16 170 624 454 70,310 1
DR901000056012 ~ PN1IO 170 650 33,2 63,020 1
p5e0 DR901600056012  PN16 170 650 50,8 92,920 1
DR901000063012 ~ PN1I0O 220 786 374 97,160 1
p630 DR901600063012  PN16 220 786 572 142,800 1
DR901000071012  PNIO 220 820 421 132,000 1
no DR901600071012 ~ PN16 220 820 64,5 195,000 1
DR901000080012  PN10O 220 860 474 179,200 1
o800 DR901600080012  PN16 220 860 72,6 262,180 1
@900  DR901000090012  PN10 300 1160 53,3 260,000 1
(1000  DR901000100012  PNIO 300 1210 593 335,000 1
(1200  DR901000120012  PN1IO 300 1310 711 520,000 1
(#1400  DR901000140012  PN10 400 1646 83,0 890,000 1
#1600  DR901000160012  PN10 400 1746 94,84  1.230,000 1
(#1800  DR901000180012  PN10 400 1846 106,6  1.645000 1
(#2000  DR901000200012  PN10 400 1946 1184 2.135,000 1

—
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90° ESITTE
90° EQUAL TEE
90° TPOHHK

Konfeksiyon / Fabricated / Material:PE100 / Standart: TS EN 1555-3:2010 + A1 e TSEN12201-3 + A1

We
o | wceto Jourl L fu Lz | e | VB RS

TEO01000020012 PN10 540 270 119 5710
TE001600020012 PN16 540 170 270 18,2 8,420
TE001000022512 PN10 565 170 2825 134 7,590

3200

3225
TEO01600022512 PN16 565 170 2825 205 11,140

TE001000025012 PNIO 590 170 295 14,8 9,790
TE001600025012 PN16 590 170 295 227 14,420
TEO01000028012 PNIO 620 170 310 16,6 12,880
TEO01600028012 PN16 620 170 310 254 19,080
TEOO01000031512 PN1O 655 170 3275 187 17400
o315 TEO01600031512 PN16 655 170 3275 28,6 25,600
TEO01000035512 PN10 795 220 3975 211 26,520
035 TE001600035512 PN16 795 220 3975 32,2 39,000

TEOO1000040012 PN10 840 220 420 237 36,400

@250

3280

p400 TEO01600040012 PN16 840 220 420 36,3 53,690
TE001000045012 PNI1O 890 220 445 26,7 49,560
pas0 TEO01600045012 PN16 890 220 445 409 73,220
TEO01000050012 PN10 940 220 470 297 63,510
ps00 TEO01600050012 PN16 940 220 470 454 93,530
TEO01000056012 PN10 1020 230 510 332 84,940
9560 TE001600056012 PN16 1020 230 510 50,8 125,240
3630 TEO01000063012 PNI1O 1090 230 545 374 114,510

TEO01600063012 PN16 1090 230 545 572 168,300
TE001000071012 PNI1O 1310 300 655 421 176,000
ono TEO01600071012 PN16 1310 300 655 64,5 260,000
TEO01000080012 PN10 1400 300 700 474 240,800
TE001600080012 PN16 1400 300 700 72,6 352,300
(@900 TE001000090012 PN10 1500 300 750 53,3 225,000
(1000 TE001000100012 PN10 1700 350 850 593 315,000
(1200 TE001000120012 PNIO 1900 350 950 711 515,000
(1400 TE001000140012 PN10 2300 450 1150 83,0 835,000
(#1600 TE001000160012 PN10 2600 550 1350 94,84 1.255,000
(1800 TE001000180012 PN10 2900 600 1400 106,6 1.975,000
(2000 TE001000200012 PNI1O 3200 600 1500 1184  2.265000

@800

= s m s s b bm b s b m m e b b e e s b e b s m e e s m e e e e s e
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Konfeksiyon / Fabricated / MaterialPE100 / Standart: TS EN 1555-3:2010 + A1 ® TSEN12201-3 + A1

| wrcno Jowr] 1z Lo | VG B

3225-50

#225-63

#225-75

(#225-90

(#225-110

(#225-125

(#225-140

(#225-160

(#225-180

#225-200

?3250-50

(3250-63

#250-75

#250-90

(#250-110

(#250-125

#250-140

#250-160

#250-180

#250-200

(#250-225

(#280-50

—

RT901002255012
RT901602255012
RT901002256312
RT901602256312
RT901002257512
RT901602257512
RT901002259012
RT901602259012
RT901022511012
RT901622511012
RT901022512512
RT901622512512
RT901022514012
RT901622514012
RT901022516012
RT901622516012
RT901022518012
RT901622518012
RT901022520012
RT901622520012
RT901002505012
RT901602505012
RT901002506312
RT901602506312
RT901002507512
RT901602507512
RT901002509012
RT901602509012
RT901025011012
RT901625011012
RT901025012512
RT901625012512
RT901025014012
RT901625014012
RT901025016012
RT901625016012
RT901025018012
RT901625018012
RT901025020012
RT901625020012
RT901025022512
RT901625022512
RT901002805012
RT901602805012

PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16
PN10
PN16

420
420
420
420
420
420
450
450
480
480
500
500
520
520
540
540
580
580
580
580
420
420
420
420
440
440
460
460
460
460
500
500
520
520
540
540
590
590
590
590
590
590
590
590

100
100
115
115
130
130
130
130
150
150
165
165
165
165
180
180
210
210
230
230
230
100
100
115
115
130
130
130
130
150
150
165
165
165
165
165
210
210
210
210
230
230
100
100

134
20,5
134
20,5
134
20,5
134
20,5
134
20,5
134
20,5
134
20,5
134
20,5
134
20,5
13,4
20,5
14,8
22,7
14,8
22,7
14,8
22,7
14,8
22,7
14,8
22,7
14,8
22,7
14,8
22,7
14,8
22,7
14,8
22,7
14,8
22,7
14,8
22,7
16,6
254

4,6
38
58
4,5
6,8
54
8.2
6,6
10,0
74
11,4
83
12,7
9,5
14,6
10,7
16,4
11,9
18,2
30
4,6
3,8
58
4,5
6,8
54
8,2
6,6
10,0
74
11,4
8,3
12,7
9,5
14,6
10,7
16,4
119
18,2
134
20,5
3,0
4,6

4,590
6,670
4,650
6,730
4,750
6,830
5,290
7590
6,120
8,620
6,630
9,350
7,450
10,370
8,250
11,380
9,950
13,700
11,290
15,260
11,120
16,320
11,180
16,380
11,280
16,480
11,380
16,580
11,760
16,960
11,830
17,030
12,200
17,400
12,550
17,750
12910
18,110
13,810
19,010
14,150
19,350
13,820
20,420

T S S
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REDUCED TEE
TPOUHUK-NEPEXOAHUK

Konfeksiyon / Fabricated / Material:PE100 / Standart: TS EN 1555-3:2010 + A1 e TSEN 12201-3 + A1

Weight
|t | aricieno Joar | 1 2 [ e | or | V" [

RT901002806312 PN10 420 115 16,6 3,80 7,030 1

p280-63 RT901602806312 PN16 420 115 254 580 10,330 1
RT901002807512 PN10 420 130 16,6 4,50 7,130 1

PE Enjeksiyon Malzeme #280-75

PE Injected Meterial RT901602807512 PN16 420 130 254 6,80 10430 1
RT901002809012 PN10 420 130 16,6 540 7920 1

028090 RT901602809012 PN16 420 130 254 8,20 11,550 1
3280110 RT901028011012 PN10 460 150 16,6 6,60 8,980 1
RT901628011012 PN16 460 150 254 10,00 12940 1
RT901028012512 PN10 500 165 16,6 740 9,740 1

0280125 RT901628012512 PN16 500 165 254 11,40 14,030 1
9280140 RT901028014012 PN10 510 165 16,6 8,30 10,790 1
RT901628014012 PN16 510 165 254 12,70 15,410 1
RT901028016012 PN10 520 180 16,6 9,50 11,830 1
0280160 RT901628016012 PN16 520 180 254 14,60 16,780 1
RT901028018012 PN1O 530 180 16,6 10,70 14,240 1
0280180 RT901628018012 PN16 530 180 254 16,40 20,180 1
RT901028020012 PN10O 560 200 16,6 1190 17,880 1
0280-200 RT901628020012 PN16 560 200 254 18,20 25,140 1
RT901003155012 PN10 420 100 18,7 3,00 8,820 1

et RT901603155012 PN16 420 100 28,6 4,60 12,920 1
RT901003156312 PN10 430 115 18,7 3,80 8,880 1

p315-63 RT901603156312 PN16 430 115 28,6 5,80 12,980 1
RT901003157512 PN10 440 130 18,7 4,50 8,980 1

AR RT901603157512 PN16 440 130 28,6 6,80 13,080 1
RT901003159012 PN10 450 130 18,7 540 9,950 1

p315-90 RT901603159012 PN16 450 130 28,6 8,20 14,460 1
RT901031511012 PN10 480 150 18,7 6,60 11,200 1

UERE RT901631511012 PN16 480 150 28,6 10,00 16,120 1
RT901031512512 PN10 500 165 18,7 740 12,140 1

pa15125 RT901631512512 PN16 500 165 28,6 11,40 17,470 1
9315140 RT901031514012 PN1O 500 165 187 8,30 13,380 1
RT901631514012 PN16 500 165 28,6 12,70 19,120 1
RT901031516012 PN10 520 180 18,7 9,50 14,600 1

p315160 RT901631516012 PN16 520 180 28,6 14,60 20,750 1
RT901031518012 PN10 540 180 18,7 10,70 15,830 1

e RT901631518012 PN16 540 180 28,6 16,40 22,390 1
RT901031520012 PN1O 550 200 18,7 1190 17,600 1
p315-200 RT901631520012 PN16 550 200 28,6 18,20 24,570 1
RT901031522512 PN10 620 200 18,7 13,40 18,810 1

Clpe RT901631522512 PN16 620 200 28,6 20,50 26,190 1
RT901031525012 PN10 620 220 18,7 14,80 25,730 1

p315-250 RT901631525012 PN16 620 220 28,6 22,70 35,570 1
RT901031528012 PN1O 655 260 18,7 16,60 26,720 1

ER RT901631528012 PN16 655 260 28,6 2540 36,560 1
RT901004005012 PN10 420 100 23,7 3,00 14,120 1
p400-50 RT901604005012 PN16 420 100 36,3 4,60 20,770 1
RT901004006312 PN1O 420 115 23,7 3,80 14,180 1
e RT901604006312 PN16 420 115 36,3 5,80 20,830 1
RT901004007512 PN10 420 130 23,7 450 14,280 1

040075 RT901604007512 PN16 420 130 36,3 6,80 20,930 1

/—
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Konfeksiyon / Fabricated / Material-PE100 / Standart: TS EN 1555-3:2010 + A1 e TSEN12201-3 + A1
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RT901004009012 PN1O 450 130 23,7 540 28,000

#400-90
RT901604009012 PN16 450 130 36,3 8,20 41,300

#400-110 RT901040011012 PN10 480 150 23,7 6,60 28,000
RT901640011012 PN16 480 150 36,3 10,00 41,300

9400125 RT901040012512 PN10 500 165 23,7 740 28,000
RT901640012512 PN16 500 165 36,3 11,40 41,300

3400140 RT901040014012 PN1O 520 165 23,7 8,30 28,000
RT901640014012 PN16 520 165 36,3 12,70 41,300

#400-160 RT901040016012 PN10 540 180 23,7 950 28,000
RT901640016012 PN16 540 180 36,3 14,60 41,300

#400-180 RT901040018012 PN1O 580 180 23,7 10,70 28,000
RT901640018012 PN16 580 180 36,3 16,40 41,300

3400200 RT901040020012 PN10 580 200 23,7 1190 28,000
RT901640020012 PN16 580 200 36,3 18,20 41,300

#400-225 RT901040022512 PN10 600 200 23,7 13,40 28,000
RT901640022512 PN16 600 200 36,3 20,50 41,300

0400250 RT901040025012 PN10 600 200 23,7 14,80 28,000
RT901640025012 PN16 600 200 36,3 22,70 41,300

3400-280 RT901040028012 PNI1O 630 230 23,7 16,60 28,000
RT901640028012 PN16 630 230 36,3 2540 41,300

9400315 RT901040031512 PNI1O 740 260 23,7 18,70 28,000
RT901640031512 PN16 740 260 36,3 28,60 41,300

9400-355 RT901040035512 PN10 740 260 23,7 21,10 28,000
RT901640035512 PN16 740 260 36,3 32,20 41,300

RT901004505012 PN10 740 260 26,7 3,00 26,310

PE Enjeksiyon Malzeme
PE Injected Meterial

3450-50
RT901604505012 PN16 740 260 409 4,60 38,880
0450-63 RT901004506312 PN10 420 100 26,7 3,80 15,000
RT901604506312 PN16 420 100 409 5,80 22,000
045075 RT901004507512 PN1O 420 115 26,7 4,50 15,100
RT901604507512 PN16 420 115 409 6,80 22,150
RT901004509012 PN10O 420 130 26,7 540 15.15
#450-90

RT901604509012 PN16 420 130 409 8,20 22,200

@450-110 RT901045011012 PN1O 450 130 26,7 6,60 15,160
RT901645011012 PN16 450 130 409 10,00 22,320

0450125 RT901045012512 PN10 480 150 26,7 740 15,180
RT901645012512 PN16 480 150 409 11,40 22,440

3450140 RT901045014012 PN10 500 165 26,7 8,30 15,260
RT901645014012 PN16 500 165 409 12,70 22,550

9450160 RT901045016012 PN10 520 165 26,7 9,50 15,380
RT901645016012 PN16 520 165 409 14,60 22,730

9450180 RT901045018012 PN10 540 180 26,7 10,70 15,520
RT901645018012 PN16 540 180 409 16,40 22940

3450-200 RT901045020012 PN1O 580 180 26,7 11,90 15,680
RT901645020012 PN16 580 180 409 18,20 23,160

0450225 RT901045022512 PN1O 600 200 26,7 13,40 15900
RT901645022512 PN16 600 200 409 20,50 23,470

S
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(kg

RT901045025012 PN10 600 260 26,7 14,8 24,100
RT901645025012 PN16 600 260 409 227 35600
PE Enjeksiyon Malzeme RT901045028012 PN1O 640 260 26,7 16,6 24,800

3450-250

: - @450-280
PE Injected Meterial RTO01645028012 PN16 640 260 409 254 36,650

9450315 RT901045031512 PN1IO 790 400 26,7 187 35,000
RT901645031512 PN16 790 400 409 286 52,000

0450-355 RT901045035512 PN10 790 400 26,7 211 36,800
RT901645035512 PN16 790 400 409 322 54,000

RT901045040012 PNI10 790 400 26,7 23,7 39200

3450-400
RT901645040012 PN16 790 400 409 36,3 58,000
RT901005005012 PN10 420 100 297 30 18,440
P500-20 RT901605005012 PN16 420 100 454 4,6 27,150
RT901005006312 PN10 420 115 297 38 18,460
p200-63 RT901605006312 PN16 420 115 454 58 27,250
RT901005007512 PN10 420 130 297 4,5 18,530
#50075 RT901605007512 PN16 420 130 454 6,80 27300
#500-90 RT901005009012 PN1O 450 130 297 54 19900

RT901605009012 PN16 450 130 454 8.2 29,300

#500-110 RT901050011012 PN10 480 150 297 6,6 21,350
RT901650011012 PN16 480 150 454 10 31,440

#500-125 RT901050012512 PN10 500 165 297 74 22,350
RT901650012512 PN16 500 165 454 114 32,920

RT901050014012 PN1IO 520 165 297 8,3 23,350

?#500-140
RT901650014012 PN16 520 165 454 12,7 34,380
3500160 RT901050016012 PN1IO 540 180 297 9,5 24,460
RT901650016012 PN16 540 180 454 14,6 36,030
3500180 RT901050018012 PN10 580 180 297 10,7 26,430
RT901650018012 PN16 580 180 454 164 38920
RT901050020012 PN1IO 580 200 297 119 26,550
?#500-200

RT901650020012 PN16 580 200 454 182 39100
RT901050022512 PN10 600 200 297 134 28,060
#500-225 RT901650022512 PN16 600 200 454 205 41,320
RT901050025012 PN1IO 620 200 297 148 29360
RT901650025012 PN16 620 200 454 227 43,230
RT901050028012 PNIO 630 230 297 16,6 30,750
RT901650028012 PN16 630 230 454 254 45300
RT901050031512 PN1IO 630 240 297 187 31,770
p500315 RT901650031512 PN16 630 240 454 28,6 46,780
RT901050035512 PN10 840 240 297 211 42100
P500-355 RT901650035512 PN16 840 240 454 322 62,000
RT901050040012 PN1O 840 400 297 237 48,000
RT901650040012 PN16 840 400 454 36,3 70,700
RT901050045012 PN10 840 400 297 26,7 50950

RT901650045012 PN16 840 400 454 409 75,100

?#500-250

?#500-280

#500-400

#500-450

S S S S
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RT901005605012 PNI1O 600 260 33,2 33,000

#560-50
RT901605605012 PN16 600 260 50,8 4,6 48,650 )
PE Enjeksiyon Malzeme
0356063 RT901005606312 PN10 640 260 332 38 33,060 PE Injected Meterial
RT901605606312 PN16 640 260 508 58 48,750
0456075 RT901005607512 PN10O 790 400 332 45 43,700
RT901605607512 PN16 790 400 50,8 6,8 79,590
RT901005609012 PNI1O 450 130 332 54 24,850
#560-90

RT901605609012 PN16 450 130 50,8 82 45,270

dsgoa1p TO0I0560N0I2 PNIO 480 150 332 66 26630
RT901656011012 PN16 480 150 508 100 39,250

#560-125 RT901056012512 PN10 500 165 332 74 27,850
RT901656012512 PN16 500 165 50,8 11,4 41,070

0560140 RT901056014012 PNIO 520 165 33,2 83 29,070
RT901656014012 PN16 520 165 50,8 12,7 42,850

9560-160 RT901056016012 PN1O 540 180 332 95 30,400
RT901656016012 PN16 540 180 50,8 14,6 44,830

#560-180 RT901056018012 PN10 580 180 33,2 10,7 32810
RT901656018012 PN16 580 180 50,8 164 48,380

#560-200 RT901056020012 PN1O 580 180 33,2 119 33,050
RT901656020012 PN16 580 180 50,8 18,2 48730

#560-225 RT901056022512 PN1IO 600 200 332 134 34,670
RT901656022512 PN16 600 200 508 205 51,100

3560250 RT901056025012 PNIO 620 200 33,2 148 36,180
RT901656025012 PN16 620 200 50,8 22,7 53,340

3560280 RT901056028012 PN1IO 630 230 332 166 37650
RT901656028012 PN16 630 230 50,8 254 55570

9560315 RT901056031512 PNI1IO 630 240 33,2 187 38,700
RT901656031512 PN16 630 240 50,8 28,6 57050

#560-355 RT901056035512 PN10 900 400 332 2Ll 58,160
RT901656035512 PN16 900 400 50,8 322 85720

3560400 RT901056040012 PN10 900 400 332 23,7 60,520
RT901656040012 PN16 900 400 50,8 36,3 89240

#560-450 RT901056045012 PN1IO 900 400 332 267 63480
RT901656045012 PN16 900 400 50,8 409 93,640

9560-500 RT901056050012 PN10 900 400 332 297 66,840
RT901656050012 PN16 900 400 50,8 454 98,520

RT901006306312 PN1IO 420 115 374 38 29,230

(#630-63
RT901606306312 PN16 420 115 572 58 42960
363075 RT901006307512 PN10 420 130 374 45 29,280
RT901606307512 PN16 420 130 572 68 43,030
RT901006309012 PN10 450 130 374 54 31,420
#630-90

RT901606309012 PN16 450 130 572 82 46,170

9630110 RT901063011012 PN10 480 150 374 6,6 33,560
RT901663011012 PN16 480 150 572 10,0 49,320

9630125 RT901063012512 PN10 500 165 374 74 35,150
RT901663012512 PN16 500 165 572 114 51,670
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9630140 RT901063014012 PN1IO 520 165 374 36,660
RT901663014012 PN16 520 165 572 12,7 53,880

#630-160 RT901063016012 PN1O 540 180 374 95 38,290
RT901663016012 PN16 540 180 572 14,6 56,280

PE Enjeksiyon Malzeme Je30150 TTP0I0630I8012 PNIO 580 180 374 107 41280
PE Injected Meteral RT901663018012 PN16 580 180 572 164 68670

9630200 RT901063020012 PN1IO 580 180 374 119 41,520
RT901663020012 PN16 580 180 572 18,2 61,030

9630-225 RT901063022512 PN1IO 600 200 374 134 43,430
RT901663022512 PN16 600 200 572 205 63,820

Je30asp RTO0I063025012 PNIO 620 200 374 148 45230
RT901663025012 PN16 620 200 572 227 66480

RT901063028012 PN10 630 230 374 16,6 46,870
P630-280 RT901663028012 PN16 630 230 572 254 68,930
RT901063031512 PNI1IO 630 240 374 187 47900
RT901663031512 PN16 630 240 572 28,6 70,400
RT901063035512 PN1IO 970 400 374 211 76,160
P630355 RT901663035512 PN16 970 400 572 322 111940
3630-400 RT901063040012 PN1IO 970 400 374 237 78,520
RT901663040012 PN16 970 400 572 36,3 115460
RT901063045012 PN10 970 400 374 26,7 81,480
P630-450 RT901663045012 PN16 970 400 572 409 119,860
RT901063050012 PN1O 970 400 374 297 84,840
et RT901663050012 PN16 970 400 572 454 124,740
RT901063056012 PN1IO 970 400 374 332 89,240
?#630-560
RT901663056012 PN16 970 400 572 50,8 131,260
RT901007106312 PN1IO 500 115 421 38 44,080
ono-e3 RT901607106312 PN16 500 115 64,5 58 180,000
RT901007107512 PN1IO 500 130 421 4,5 44,130
RT901607107512 PN16 500 130 64,5 68 65,190
RT901007109012 PNI1IO 530 130 421 54 46,830
no-90 RT901607109012 PN16 530 130 64,5 8.2 69,170

RT901071011012 PN10 560 150 421 6,6 49,600

(#630-315

(#710-75

?3710-110
RT901671011012 PN16 560 150 64,5 10 73,270
RT901071012512 PN10 580 165 421 74 51,490
no-1zs RT901671012512 PN16 580 165 64,5 114 76,070
RT901071014012 PNIO 600 165 421 8,3 53,370
no140 RT901671014012 PN16 600 165 645 127 78,840
RT901071016012 PNIO 620 180 421 9,5 55,370
o160 RT901671016012 PN16 620 180 64,5 14,6 81,800
RT901071018012 PNIO 660 180 42,1 10,7 59,100
o180 RT901671018012 PN16 660 180 64,5 164 87,310
RT901071020012 PN1IO 660 180 421 119 59,350
o70-200 RT901671020012 PN16 660 180 64,5 18,2 87,670
0710225 RT901071022512 PN10 680 200 421 134 61,630

I S S S U S

RT901671022512 PN16 680 200 64,5 205 91,020
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RT901071025012 PN10 710 200 42,1 14,8 64,680

$#710-250
RT901671025012 PN16 710 200 645 227 95540

P RT901071028012 PNIO 710 230 421 166 65630
RT901671028012 PN16 710 230 645 254 96970

5710315 RT901071031512 PNIO 780 300 421 187 73,860 PE Enjeksiyon Malzeme
RT901671031512 PN16 780 300 64,5 286 109,080 PE Injected Meterial
RT901071035512 PN1O 880 300 421 211 84,070

#710-355

RT901671035512 PN16 880 300 64,5 322 124,150

3710-400 RT901071040012 PN1IO 960 300 421 237 92,880
RT901671040012 PN16 960 300 64,5 36,3 137190

#710-450 RT901071045012 PN10 1270 440 42,1 26,7 127,330
RT901671045012 PN16 1270 440 645 409 188,110

#710-500 RT901071050012 PN10 1270 440 42,1 297 131,030
RT901671050012 PN16 1270 440 64,5 454 193,480

RT901071056012 PN10 1270 440 421 33,2 135870
A7no-560 RT901671056012 PN16 1270 440 645 50,8 200,650
RT901071063012 PNIO 1270 440 42,1 374 142,300
f7no-630 RT901671063012 PN16 1270 440 64,5 572 209980
RT901008009012 PN10 530 130 474 54 59,550
RT901608009012 PN16 530 130 726 82 87,120

#800-110 RT901080011012 PN1IO 560 150 474 6,6 62,940
RT901680011012 PN16 560 150 72,6 10 92,080

#800-125 RT901080012512 PN1IO 580 165 474 74 65,530
RT901680012512 PN16 580 165 726 11,4 95880

#800-140 RT901080014012 PN10 600 165 474 83 67770
RT901680014012 PN16 600 165 72,6 12,7 99,150

#800-160 RT901080016012 PN10 620 180 474 95 70,250
RT901680016012 PN16 620 180 72,6 146 102,790

#800-180 RT901080018012 PN10 660 180 474 107 74,950
RT901680018012 PN16 660 180 72,6 164 109,660

3800-200 RT901080020012 PNI1IO 660 180 474 119 75,190
RT901680020012 PN16 660 180 72,6 182 110,020

#800-225 RT901080022512 PN10 680 200 474 134 77,570
RT901680022512 PN16 680 200 72,6 205 113,500

#800-250 RT901080025012 PN10 710 230 474 148 81,140
RT901680025012 PN16 710 230 726 22,7 118730

#800-280 RT901080028012 PN1IO 710 230 474 16,6 82,050
RT901680028012 PN16 710 230 72,6 254 120,070

3800315 RT901080031512 PN10 780 300 474 187 92,580
RT901680031512 PN16 780 300 72,6 28,6 135490

#800-355 RT901080035512 PN1O 880 300 474 211 105190
RT901680035512 PN16 880 300 72,6 322 153,950

3800-400 RT901080040012 PN1IO 960 300 474 237 115920
RT901680040012 PN16 960 300 72,6 36,3 169,690

#800-450 RT901080045012 PN1O 1080 300 474 26,7 131,580
RT901680045012 PN16 1080 300 72,6 409 192,660

?800-90
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Konfeksiyon / Fabricated / Material:PE100 / Standart: TS EN 1555-3:2010 + A1 e TSEN12201-3 + A1

Weight
g | wrcono [mar| ¢ [z [ e o MR K

#800-500 RT901080050012 PNI1O 1360 440 474 297 171,590
RT901680050012 PN16 1360 440 72,6 454 251,230

PE Enjeksiyon Malzeme RT901080056012 PNIO 1360 440 474 332 176430
PE Injected Meterial ?#800-560
RT901680056012 PN16 1360 440 726 50,8 258,400

1800-630 R1201080063012 PNIO 1360 440 474 374 182860
RT901680063012 PN16 1360 440 72,6 572 267730

RT901080071012 PNI1O 1410 440 474 421 196,640

?#800-710
RT901680071012 PN16 1410 440 72,6 64,5 288,240
3900110 RT901090011012 PNIO 710 150 533 66 79840
RT901690011012 PN16 710 150 81,7 10,0 116,810
RT901090012512 PNIO 725 165 533 74 102,680
?#900-125

RT901690012512 PN16 725 165 81,7 11,4 151,040
#900-140 RT901090014012 PN10 740 165 533 83 104910
RT901690014012 PN16 740 165 81,7 127 154,320
RT901090016012 PN10 760 180 53,3 95 107970
#900160 RT901690016012 PN16 760 180 81,7 14,6 158,830
RT901090018012 PN10 780 180 53,3 10,7 111,000
A900-180 RT901690018012 PN16 780 180 81,7 164 163,300
RT901090020012 PN1O 800 180 53,3 119 114,000
#900-200
RT901690020012 PN16 800 180 81,7 18,2 167800
RT901090022512 PNI1IO 825 200 533 134 118110
RT901690022512 PN16 825 200 81,7 20,5 173,730
RT901090025012 PNI1IO 850 230 53,3 14,8 122,380
p900-250 RT901690025012 PN16 850 230 817 227 180,020
RT901090028012 PN1IO 880 230 53,3 16,6 127230
9900-280 RT901690028012 PN16 880 230 817 254 187190
RT901090031512 PN10 915 300 53,3 187 134,250
RT901690031512 PN16 915 300 817 28,6 197460
RT901090035512 PN10 955 300 53,3 2L1 141,280
po00-3%5 RT901690035512 PN16 955 300 81,7 322 207830
#900-400 RT901090040012 PN10 1000 300 53,3 237 149400
RT901690040012 PN16 1000 300 81,7 36,3 219,800
RT901090045012 PN1O 1050 300 53,3 26,7 158,670
7900-450 RT901690045012 PN16 1050 300 81,7 409 233,470
RT901090050012 PN10 1100 350 53,3 297 170,430
#900:500 RT901690050012 PN16 1100 350 81,7 454 250,730
RT901090056012 PNI1O 1160 350 53,3 33,2 182,740
#900-560 RT901690056012 PN16 1160 350 81,7 50,8 268,870
RT901090063012 PN10 1230 350 53,3 374 197720
p900-630 RT901690063012 PN16 1230 350 81,7 572 290,810
RT901090071012 PN1O 1310 350 53,3 421 215510
RT901690071012 PN16 1310 350 81,7 64,5 317200
RT901090080012 PN10 1400 350 53,3 474 236,600
p900-800 RT901690080012 PN16 1400 350 81,7 72,6 347720
RT901010001112 PNI1IO 710 150 593 6,6 100,430

RT901610001112 PN16 710 150 90,8 10,0 147730

#900-225

#900-315

?#900-710

(1000-110
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INEGAL TE
REDUCED TEE
TPOMHUK-NEPEXOAHUK

Konfeksiyon / Fabricated / Material:PE100 / Standart: TS EN 1555-3:2010 + A1 © TSEN12201-3 + A1

e | seceno [ser| | 2 | e ot |VGE GR

RT901010001212 PNI10 59,3 127,330
(31000-125
RT901610001212 PN16 725 165 90,8 11,4 186,340

91000-140 RT901010001412 PN1O 740 165 593 83 129,950
RT901610001412 PN16 740 165 90,8 12,7 190,180

91000-160 RT901010001612 PN1O 760 180 593 95 133,810
RT901610001612 PN16 760 180 90,8 14,6 195830

91000-180 RT901010001812 PN10O 780 180 593 107 137,530
RT901610001812 PN16 780 180 90,8 164 201,260

31000200 RT901010002012 PN1O 800 180 593 119 141,270
RT901610002012 PN16 800 180 90,8 182 206,740

31000-225 RT901010002212 PN10 825 200 593 134 146,610
RT901610002212 PN16 825 200 90,8 20,5 213,890

#1000-250 RT901010002512 PN10 850 230 593 14,8 151,280
RT901610002512 PN16 850 230 90,8 227 221,400

#1000-280 RT901010002812 PN10 880 230 593 16,6 157,150
RT901610002812 PN16 880 230 90,8 254 230,020

91000315 RT901010003112 PN10 915 300 593 187 165,340
RT901610003112 PN16 915 300 90,8 28,6 242,000

#1000-355 RT901010003512 PNI1IO 955 300 593 211 173,750
RT901610003512 PN16 955 300 90,8 322 254,320

21000-400 RT901010004012 PNI1O 1000 300 593 237 183,400
RT901610004012 PN16 1000 300 908 36,3 268,480

1000-450 RT901010004512 PN10 1050 300 593 26,7 194,370
RT901610004512 PN16 1050 300 90,8 409 284,580

#1000-500 RT901010005012 PN10 1100 350 593 297 207830
RT901610005012 PN16 1100 350 90,8 454 304,270

#1000-560 RT901010005612 PN10 1160 350 593 33,2 222,180
RT901610005612 PN16 1160 350 90,8 50,8 325,340

21000-630 RT901010006312 PN10 1230 350 593 374 239,540
RT901610006312 PN16 1230 350 90,8 572 350,690
RT901010007112 PNI1O 1310 350 593 421 260,050

$1000-710
RT901610007112 PN16 1310 350 90,8 64,5 380,980
RT901010008012 PNIO 1400 350 593 474 284,200

#1000-800
RT901610008012 PN16 1400 350 90,8 72,6 415880
RT901010009012 PN10 1500 400 593 53,3 307300

(1000-900
RT901610009012 PN16 1500 400 90,8 81,7 449,680
RT901012004012 PN10 1000 300 711 237 255460

(#1200-400
RT901612004012 PN16 1000 300 1091 36,3 381,220

(1400-500 RT901014005012 PN10 1100 350 83,0 297 385230

(#1600-500 RT901016005012 PN1O 1100 350 94,84 297 488,560

PE Enjeksiyon Malzeme
PE Injected Meterial
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45° CATAL TE
45° WYE TEE
45° KOCOH TPOMHUK

Konfeksiyon / Fabricated / Material:PE100 / Standart: TS EN 1555-3:2010 + A1 TSEN 12201-3 + A1

Weight
BN CIARRCE
?90

CT451000009012 PNIO 556 333 54 1,170 1

(7451600009012 PN16 556 333 8.2 1,690 1
CT451000012512 PNIO 577 351 74 2,220 1
oz (T451600012512 PN16 577 351 11,4 3,270 1
(T451000014012 PNIO 598 369 83 2,870 1
o0 CT451600014012 PN16 598 369 12,7 4,200 1
(T451000018012 PNIO 655 417 10,7 5,100 1
o180 CT451600018012 PN16 655 417 16,4 7,500 1
CT451000020012 PNIO 783 491 119 7,590 1
9200 (7451600020012 PN16 783 491 18,2 11,150 1
CT451000022512 PNIO 818 522 134 9,980 1
p22s (T451600022512 PN16 818 522 20,5 14,570 1
(7451000025012 PNIO 954 602 148 14,400 1
0250 CT451600025012 PN16 954 602 227 21,120 1
(T451000028012 PNIO 996 638 16,6 18,580 1
9280 CT451600028012 PN16 996 638 254 27440 1
CT451000031512 PNIO 1145 730 187 27,190 1
o315 CT451600031512 PN16 1145 730 28,6 39850 1
CT451000035512 PNIO 1202 779 21,1 35990 1
p355 (T451600035512 PN16 1202 779 322 52720 1
3400 CT451000040012 PNIO 1266 833 237 47660 1
CT451600040012 PN16 1266 833 36,3 69990 1
CT451000045012 PNIO 1336 893 26,7 63,090 1
p4%0 CT451600045012 PN16 1336 893 409 92,780 1
CT451000050012 PNIO 1407 954 297 81,670 1
#500 CT451600050012 PN16 1407 954 454 119,670 1
CT451000056012 PNIO 1492 1026 33,2 107520 1
P560 (T451600056012 PN16 1492 1026 50,8 157,680 1
CT451000063012 PNIO 1591 1110 374 144,020 1
pe30 (T451600063012 PN16 1591 1110 572 210,390 1
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90° ISTAVROZ TE
90° CROSS TEE
90° KPECTOBHHA

Konfeksiyon / Fabricated / Material:PE100 / Standart: TS EN 1555-3:2010 + A1 e TSEN12201-3 + A1

Weight
HMEHHHEH@

Tv901000007513 PN10 255 127 0,410 1
TV901600007513 PN16 255 127 90 90 68 0,580 1
@90 Tv901000009013 PNIO 270 135 90 90 54 0,590 1
TV901600009013 PN16 270 135 90 90 82 0,860 1
TV901000012513 PN1IO 364 182 120 120 74 1,500 1
oz Tv901600012513 PN16 364 182 120 120 114 2210 1
0140 TV901000014013 PNIO 400 200 130 130 83 2,050 1
TV901600014013 PN16 400 200 130 130 127 2990 1
Tv901000018013 PN1O 480 240 150 150 10,7 3,950 1
o1s0 Tv901600018013 PN16 480 240 150 150 16,4 5,800 1
TV901000020013 PNIO 500 250 150 150 119 4950 1
9200 TV901600020013 PN16 500 250 150 150 18,2 7260 1
TV901000022513 PN10 524 262 150 150 13,4 6,370 1
p2zs Tv901600022513 PN16 524 262 150 150 20,5 9,290 1
9250 Tv901000025013 PNIO 550 275 150 150 14,8 8,010 1
TV901600025013 PN16 550 275 150 150 22,7 11,710 1
TV901000028013 PN1IO 580 290 150 150 16,6 10,170 1
p280 TV901600028013 PN16 580 290 150 150 254 14,970 1
Tv901000031513 PN10 614 307 150 150 18,7 13,210 1
o315 TV901600031513 PN16 614 307 150 150 28,6 19,280 1
TV901000035513 PN1O 754 377 200 200 21,1 21,640 1
0355 TV901600035513 PN16 754 377 200 200 322 31,610 1
TV901000040013 PNIO 800 400 200 200 23,7 28,090 1
pa00 Tv901600040013 PN16 800 400 200 200 36,3 41,120 1
TV901000045013 PN10 850 425 200 200 26,7 36,390 1
pas0 TV901600045013 PN16 850 425 200 200 409 53,340 1
TV901000050013 PN10 900 450 200 200 297 46,150 1
p500 TV901600050013 PN16 900 450 200 200 454 67360 1
Tv901000056013 PN10 1060 530 250 250 33,2 70,360 1
p560 TV901600056013 PN16 1060 530 250 250 50,8 102,900 1
TV901000063013 PN10 1130 565 250 250 374 91,550 1
pe30 TV901600063013 PN16 1130 565 250 250 572 133,270 1

KEP
END CAP

SATIYLLKA

KIT/ Injected Welded Desing/ MateriakPE100 / Standart: TS EN 1555-3:2010+ A1 ¢ TSEN 12201-3+ A1

o | e | e |2 | Vg JR

KE001000045055 PN10 11.200 1
pas0 KE001600045055 PN16 210 11.600 1
KEO01000050055 PN10 260 14.500 1
ps00 KE001600050055 PN16 260 15.100 1
KEO01000056055 PN10 335 19.750 1
poe0 KE001600056055 PN16 335 20.800 1
KE001000063055 PN10 375 24.390 1
pe30 KE001600063055 PN16 375 26.200 1

www.radiusstarpiping.com 68



90° INEGAL iSTAVROZ TE
90° REDUCED CROSS TEE
90° HEPOBHONPOX0HAA KPECTOBUHA

KIT Enjeksiyon / Injected Welded Desing / Material.PE100 /| Standart: TS EN 1555-3:2010+ A1 ¢ TSEN12201-3 +A1

o | arvewo Jear i 12 2] o o RS

#40-32 *

#50-25 * * * * * * * * * *
@50_32 * * * * * * * * * *
#50-40 * * * * * * * * * *

$63-25 TV901600632513 PN16 65 55 220 200 58 23 0.237 35
*(}63-32  TV901600633211 PN16 65 55 220 200 58 3,0 0.240 35
#63-40 TV901600634013 PN16 65 55 220 200 58 37 0.257 35
?#63-50  TV901600635013 PN16 65 55 220 200 58 46 0298 35
#7532 TV901600753213 PN16 70 50 260 245 68 3,0 0315 35
@75-50  TV901600755013 PN16 70 50 260 245 68 4,6 0486 20
@75-63  TV901600756313 PN16 70 50 260 245 68 58 0.562 20
?#90-25 TV901600902513 PN16 80 55 270 160 82 23 0.643 20
#90-32  TV901600903213 PN16 80 55 270 160 82 30 0.671 15
#90-40 TV901600904013 PN16 80 55 270 160 82 37 0.688 15
#90-50 TV901600905013 PN16 80 55 270 160 82 4,6 0.800 15
?#90-63  TV901600906313 PN16 80 55 270 160 82 58 0765 15
?#90-75 TV901600907513 PN16 80 55 270 160 82 6,8 0955 15

TV901001102513 PN1IO 80 60 260 260 6,6 20 0.631 11

?110-25
TV901601102513 PN16 80 60 260 260 10,0 2,3  0.855 15
11032 TV901001103213 PNIO 80 60 260 260 66 20 0.628 1
TV901601103213 PN16 80 60 260 260 10,0 3,0 0.854 1
T TV901001104013 PNIO 80 60 260 260 6,6 24 0.665 10
TV901601104013 PN16 80 60 260 260 100 3,7 0.890 1
g110-50 TV901001105013 PN1I0O 80 60 260 260 66 3,0 0,685 10
TV901601105013 PN16 80 60 260 260 10,0 4,6 0908 10
e TV901001106313 PNIO 80 60 260 260 66 38 0730 10
TV901601106313 PN16 80 60 260 260 10,0 58 0970 10
TV901001107513 PNI0 80 60 260 260 6,6 45 0902 10
pI10-75 TV901601107513 PN16 80 60 260 260 10,0 6,8 1274 10
TVO01001109013 PNIO 80 60 260 260 6,6 54 0993 10
?110-90

TV901601109013 PN16 80 60 260 260 10,0 82 14650 10
(125-32  TV901601253213 PN16 95 60 340 320 114 3,0 16260
TV901001256313 PNIO 95 60 340 320 74 3,8 12900
TV901601256313 PN16 95 60 340 320 11,4 58 17170
@125-90  TV901601259013 PN16 95 60 340 320 114 82 19610
TV901012511013 PN1IO 95 60 340 320 74 6,6 16140
TV901612511013 PN16 95 60 340 320 11,4 10,0 2154,0
(#140-63 TV901601406313 PN16 100 80 360 330 127 58 1854,0
(#140-90 TV901601409013 PN16 100 80 360 330 127 82 2564,0
TV901014011013 PN10 100 80 360 330 83 6,6 20520

—
o

3125-63

(125-110

(140-110
Tv901614011013 PN16 100 80 360 330 12,7 10,0 27120
TV901001602513 PN10 100 45 340 325 95 20 16380
e TV901601602513 PN16 100 45 340 325 14,6 3,0 22910
TV901001603213 PN10 100 45 340 325 95 20 16390
pL60-32 TV901601603213 PN16 100 45 340 325 14,6 3,0 22880
TV901001606313 PN1IO 100 60 340 325 95 38 17230
L TV901601606313 PN16 100 60 340 325 14,6 58 24040
Tv901001607513 PN10 100 65 340 325 95 45 17350
p160-75 TV901601607513 PN16 100 65 340 325 14,6 6,8 24810
TVv901001609013 PN10 100 70 340 325 95 54 17770
ey TV901601609013 PN16 100 70 340 325 14,6 82 25250
Tv901016011013 PN10 100 85 340 325 95 6,6 19990
#160-110

Tv901616011013 PN16 100 85 340 325 14,6 10,0 2818,0
(180-90 TV901601809013 PN16 105 95 400 355 164 82 46550

W A WA BDMPAEPAEAMMAEDMMDMEDMEAEASENSMOOGO OGO OGOV

* |sareti olan iiriinler enjeksiyondur. / *Products which marked are injected.
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90° INEGAL ISTAVROZ TE
90° REDUCED CROSS TEE
90° HEPOBHOMPOX0HAfA KPECTOBUHA

KIT Enjeksiyon / Injected Welded Desing / MateriakPE100 / Standart: TS EN 1555-3:2010 + A1 @ TSEN 12201-3+ A1

t
Ry S ) s

TV901018011013 PN10 105 100 400 355 10,7 6,6 5051
TV901618011013 PN16 105 100 400 355 164 10,0 3,634
(180-125 TV901618012513 PN16 105 100 400 355 164 114 5,010
TV901002006313 PN10 110 65 470 425 119 38 3,740
TV901602006313 PN16 110 65 470 425 18,2 58 5114
TV901002009013 PN1O 110 80 470 425 119 54 3,840
TV901602009013 PN16 110 80 470 425 182 8,2 5290
TV901020011013 PNI1O 110 83 470 425 119 6,6 3984
9200110 TVv901620011013 PN16 110 83 470 425 182 10,0 5493
Tv901020012513 PN10 110 97 470 425 119 74 4125
e TV901620012513 PN16 110 97 470 425 182 114 5733
Tv901020016013 PNI1O 110 100 470 425 119 95 4,596
p200160 TV901620016013 PN16 110 100 470 425 182 14,6 6435
#200-180 TV901620018013 PN16 110 109 470 425 182 164 8561
Tv901022511013 PN10 115 83 480 530 134 6,6 4,580
TV901622511013 PN16 115 83 480 530 205 10,0 6,545
3225160 TV901022516013 PN1O 115 100 480 530 134 95 5147
TV901622516013 PN16 115 100 480 530 205 146 7421
Tv901025011013 PN1O 130 83 560 580 148 6,6 5704
p2s0-110 TV901625011013 PN16 130 83 560 580 22,7 100 8,153
(#250-125 Tv901025012513 PNI1O 130 97 560 580 227 11,4 5901
(#250-140 TV901025014013 PNI1O 130 93 560 580 22,7 127 5905
3250-160 TV901025016013 PNI1O 130 100 560 580 148 95 6,307
TV901625016013 PN16 130 100 560 580 22,7 14,6 9077
3250-200 TVv901025020013 PNI1O 130 110 560 580 14,8 119 9180
TV901625020013 PN16 130 110 560 580 22,7 182 1173
3280110 TV901028011013 PNIO 150 85 530 465 166 6,6 8305
TV901628011013 PN16 150 85 530 465 254 10,0 11,194
3280-160 TVv901028016013 PNIO 150 98 530 465 166 95 10,573
TV901628016013 PN16 150 98 530 465 254 14,6 11,897
3280200 TVv901028020013 PN10 150 115 530 465 16,6 11,9 11,084
TV901628020013 PN16 150 115 530 465 254 182 14916
TV901031511013 PNIO 140 80 600 515 187 6,6 10,564
TVv901631511013 PN16 140 80 600 515 28,6 10,0 14,229
?#315-140 TV901031514013 PNIO 140 95 600 515 28,6 127 10,617
TV901031516013 PN10 140 100 600 515 187 95 10,717
TV901631516013 PN16 140 100 600 515 28,6 14,6 15491
#315-200 TV901031520013 PNI1O 140 120 600 515 187 119 11,621
TV901631520013 PN16 140 120 600 515 28,6 182 16,210
(315225 TV901031522513 PNI1O 140 110 600 515 28,6 20,5 15936
0315-250 TV901031525013 PN10 140 125 600 515 187 14,8 17125
TVO01631525013 PN16 140 125 600 515 28,6 22,7 22,500
TV901035511013 PN10 130 85 630 580 2Ll 6,6 1L130
TV901635511013 PN16 130 85 630 580 322 10,0 15176
9355160 TV901035516013 PNI1O 130 100 630 580 21,1 95 11,854
TV901635516013 PN16 130 100 630 580 322 14,6 16,275
9355250 TV901035525013 PN10 130 150 630 580 211 14,8 17056
TV901635525013 PN16 130 150 630 580 322 22,7 23907
3400110 TV901040011013 PNIO 160 85 700 630 23,7 6,6 16,560
TV901640011013 PN16 160 85 700 630 36,3 100 22131
3400160 TV901040016013 PN10 160 100 700 630 237 95 17086
TV901640016013 PN16 160 100 700 630 36,3 14,6 23,682
TV901040025013 PN10 160 150 700 630 237 14,8 22,062

3400-250
TV901640025013 PN16 160 150 700 630 36,3 22,7 31,015

#180-110

#200-63

#200-90

@#225-110

#315-110

#315-160

?#355-110
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90° INEGAL ISTAVROZ TE
90° REDUCED CROSS TEE
90° KPECTOBUHA-NEPEXOHUK

Konfeksiyon / Fabricated / Material:PE100 / Standart: TS EN 1555-3:2010 + A1 TSEN 12201-3 + A1

Loiz | oo [owr | 2 |1 Jus [ e | ¥ o0

RV901040028012  PN10 680 200 200 23,7 16,6 21,820

(#400-280
RV901640028012 PN16 680 200 200 36,3 254 32,069
RV901040031512  PN10 715 200 200 237 187 23,563
7400315 RV901640031512  PN16 715 200 200 36,3 28,6 34,536
RV901004505012  PN1I0O 450 200 200 26,7 3,0 16,014
745020 RV901604505012  PN16 450 200 200 409 46 23,653
RV901004506312  PN1I0O 463 200 200 26,7 3,8 16,525
pas0-63 RV901604506312  PN16 463 200 200 409 58 24,399
RV901004507512  PN10 475 200 200 26,7 45 17,005
pas07s RV901604507512  PN16 475 200 200 409 68 25,096
345090 RV901004509012  PN10 490 200 200 26,7 54 17,616

RV901604509012 PN16 490 200 200 409 82 25994

@450-110 RV901045011012  PNIO 510 200 200 26,7 6,6 18,453
RV901645011012  PN16 510 200 200 409 10,0 27,210

0450125 RV901045012512  PN10 525 200 200 267 74 19,083
RV901645012512  PN16 525 200 200 409 114 28,161

RV901045014012  PN10 540 200 200 26,7 83 19,740

(450-140
RV901645014012  PN16 540 200 200 409 127 29,109
RV901045016012 ~ PN1I0 560 200 200 267 95 20,639
p450160 RV901645016012  PN16 560 200 200 409 14,6 30,435
RV901045018012  PN10 580 200 200 26,7 10,7 21,559
P450-180 RV901645018012  PN16 580 200 200 409 164 31,777
RV901045020012  PN10 600 200 200 26,7 119 22,508
p450-200 RV901645020012  PN16 600 200 200 409 18,2 33,163
RV901045022512  PN10 625 200 200 267 134 23,733
p450-225 RV901645022512  PN16 625 200 200 409 205 34919
RV901045025012  PNIO 650 200 200 26,7 14,8 24,985
0450-250 RV901645025012  PN16 650 200 200 409 227 36,761
#450280 RV901045028012  PNIO 680 200 200 26,7 16,6 26,510

RV901645028012  PN16 680 200 200 409 254 39,025
3450315 RV901045031512  PNI10O 715 200 200 26,7 187 28,422
RV901645031512  PN16 715 200 200 409 286 41,738

RV901045035512  PNI10 755 200 200 267 211 30,678

(#450-355
RV901645035512  PN16 755 200 200 409 322 44,997
RV901005005012  PN1IO 450 200 200 297 3,0 19,783
p500-50 RV901605005012  PN16 450 200 200 454 46 29,126
RV901005006312  PN1IO 463 200 200 297 38 20,397
P500-63 RV901605006312  PN16 463 200 200 454 58 30,022
RV901005007512  PN10 475 200 200 297 45 20,970
P50075 RV901605007512  PN16 475 200 200 454 68 30,854
500-90 RV901005009012  PN10 490 200 200 297 54 21,696

RV901605009012  PN16 490 200 200 454 8.2 31919
RV901050011012  PNI10O 510 200 200 297 6,6 22,684
ps00-110 RV901650011012  PN16 510 200 200 454 10,0 33,353
RV901050012512  PNI10O 525 200 200 297 74 23,425
P500125 RV901650012512  PN16 525 200 200 454 114 34,464
RV901050014012  PN10 540 200 200 297 83 24,190

RV901650014012  PN16 540 200 200 454 127 35,569
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90° INEGAL iSTAVROZ TE
90° REDUCED CROSS TEE
90° KPECTOBUHA-NEPEXOHUK

Konfeksiyon / Fabricated / Material:PE100 / Standart: TS EN 1555-3:2010 + A1 e TSEN12201-3 + A1

oz | oo Lo 2 1 u o] VR R

RV901050016012  PN10 560 200 200 297 25,231 1
p500160 RV901650016012  PN16 560 200 200 454 14,6 37,099 1
RV901050018012  PN10 580 200 200 297 10,7 26,290 1
p300-180 RV901650018012  PN16 580 200 200 454 164 38,641 1
RV901050020012  PN1IO 600 200 200 297 119 27,374 1
P500-200 RV901650020012  PN16 600 200 200 454 182 40,221 1
RV901050022512  PN10 625 200 200 297 134 28,762 1
p500-225 RV901650022512  PN16 625 200 200 454 205 42,213 1
RV901050025012  PNIO 650 200 200 297 148 30,173 1
P300-250 RV901650025012  PN16 650 200 200 454 227 44,282 1
9500-280 RV901050028012  PNIO 680 200 200 297 16,6 31,881 1
RV901650028012 PN16 680 200 200 454 254 46,808 1
RV901050031512  PNI10 715 200 200 297 187 33995 1
P500-315 RV901650031512  PN16 715 200 200 454 28,6 49,812 1
RV901050035512  PN10 755 200 200 297 211 36,471 1
#500-355 RV901650035512  PN16 755 200 200 454 322 53,384 1
RV901050040012 PN10 800 200 200 297 237 39,335 2
#500-400 RV901650040012 PN16 800 200 200 454 36,3 57,566 3
RV901063040012 PN1I0O 800 200 200 374 237 58,025 4
p630-400 RV901663040012 PN16 800 200 200 572 36,3 84,822 5

KURESEL VANA
BALL VALVE

LWAPOBbIN KPAH

Material: PE100 - Standart: TS EN 12201-3 + A1

BG001600002018 PN16
@25 BG001600002518 PN16 250 60
@32 BG001600003218 PN16 270 65
240 BG001600004018 PN16 360 100
@50 BG001600005018 PN16 360 100
763 BGO01600006318 PN16 370 110
@75 BG0O01600007518 PN16 420 125
@90 BG001600009018 PN16 510 115
@110 BG0016000110018 PN16 520 125
@125 BG001600012518 PN16 530 130
7140 BG001600014018 PN16 610 155
7160 BG001600016018 PN16 620 160

—
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BETON GECIS ADAPTGRU
PUDDLE FLANGE
NEPEXOHHK L1 BETOHA

Konfeksiyon / Fabricated / MateriatPE100 / Standart TS EN 1555-3:2010 + A1 TSEN 12201-3 + A1

Weight
o | weaeno o] Ll 2 | e VR
763

BGO01000006312 PNI1IO 0,13 0,4 3,8 0,288 1
BGO01600006312 PN16 0,13 04 58 0,420 1
BGO01000007512 PN10 0,15 0,4 4,5 0,408 1
o7 BGO01600007512 PN16 0,15 0,4 6,8 0,588 1
BGO01000009012 PN10 0,18 04 54 0,584 1
po0 BGO01600009012 PN16 0,18 0,4 8,2 0,848 1
BGO01000011012 PN1IO 0,22 0,5 6,6 1,085 1
ouo BGO01600011012 PN16 0,22 05 10,0 1,570 1
BGO01000012512 PNIO 0,25 0,5 74 1,380 1
oz BGO01600012512 PN16 0,25 05 11,4 2,040 1
BGO01000014012 PN10 0,28 0,5 83 1,730 1
fia0 BGO01600014012 PN16 0,28 05 12,7 2,540 1
BG001000016012 PN10 0,32 0,5 9,5 2,260 1
fiso BG001600016012 PN16 0,32 0,5 14,6 3,335 1
BGO01000018012 PN10 0,36 0,6 10,7 3,426 1
o180 BG001600018012 PN16 0,36 0,6 16,4 5,052 1
BGO01000020012 PN1O 0,40 0,6 11,9 4,230 1
p200 BGO01600020012 PN16 0,40 0,6 18,2 6,240 1
BG001000022512 PN10O 0,45 0,6 134 5,358 1
0225 BGO01600022512 PN16 0,45 06 205 7,860 1
0250 BG001000025012 PN10 0,50 0,6 14,8 6,600 1
BG001600025012 PN16 0,50 0,6 22,7 9,720 1
BG001000028012 PN10 0,56 0,6 16,6 8,220 1
p280 BG001600028012 PN16 0,56 06 254 12,180 1
BGO01000031512 PNIO 0,63 0,7 18,7 12,180 1
o35 BGO01600031512 PN16 0,63 07 286 17920 1
BGO01000035512 PNIO 0,71 0,7 21,1 15,470 1
035 BGO01600035512 PN16 0,71 0,7 32,2 22,750 1
BGO01000040012 PN10 0,80 0,8 23,7 22,400 1
pa00 BG001600040012 PN16 0,80 08 363 33,040 1
BGO01000045012 PN10 0,90 08 267 28,320 1
pas0 BGO01600045012 PN16 090 08 409 41,840 1
BGO01000050012 PN10 1,00 09 29,7 39,420 1
p500 BGO01600050012 PN16 1,00 09 454 58,050 1
BG001000056012  PN10 1,12 1,00 3372 54,800 1
P360 BGO01600056012  PN16 1,12 1,00 50,8 80,800 1
BGO01000063012 PNIO 1,26 1,00 374 69,400 1
pe30 BGO01600063012 PN16 1,26 1,00 572 102,000 1

—
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MHW160

POLIETILEN BORU ALIN KAYNAK MAKINESI

POLYETHYLENE PIPE BUTT WELDING MACHINE

CTbIK. CBAP. ATITAPAT )11 3 TPYB U ®UTHHIOB

Standart: 1S0 12176 - 1 Safety: 15012100 / EN60204 / EN 1S04413
Teknik Ozellikler / Technical Specifications

Kaynak Capi / Welding Range

Malzeme Cinsi / Pipe Types to Weld

Boru Max. Basing / Pipe Max. Pressure

Isitic Elektrik Gact / Heater Electric Power

Traslayicr Elektrik Guct / Trimmer Electric Power

Elektrik Sistemi / Electric System

Toplam Elektrik Sarfiyati / Total Electricity Consumption

Calisma Basinci / Operating Pressure

Gerekli Olan Jenerator Giicti / Required Generator Power

Calisma Sicakligi / Working Temperature

Hidrolik Yag! / Hydraulic Oil

icindekiler / Content

Kullanma Klavuzu / User Manual

Ana Govde / Main Body

Traslayict / Trimmer

Isitici / Heater

Muhafaza ve Destek Kutusu / Protective Casing

Pafta / Stuffer

Takim Cantasl / Tool Bag

Paketleme Detaylari / Packaging Details

Ambalajin Cinsi / Type of Package

Kap Adedi / Number of Packages

Ebatlar / Dimensions

Toplam Hacim / Total Volume

Toplam Net Agirlik / Total Net Weight

Toplam Brat Agirlik / Total Gross Weight

@40 mm - @ 160 mm
(@40 mm, @50 mm, @63 mm, @75 mm,
#90 mm, @110 mm, @125 mm, @140 mm, @160 mm)

PE - PP - PVDF

PN32

220V - 1,5 kw

220V - 0,81 kw
Monofaze / Single Phase
3,00 kw

150 Bar

4 kVA

(-40C°~+40C°)
Hydraulic 46 /11t

1ad/pcs
1ad/pcs
1ad/pcs
1ad/pcs
1ad/pcs
32 ad/pcs
1ad/pcs

Tahta Sandik / Wooden Case
1 paket / pack

0,72 x 0,70 x 0,65

0,33 m3

62 kg

86 kg

q3
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MHTW160

POLIETILEN BORU ALIN KAYNAK MAKINESI

POLYETHYLENE PIPE BUTT WELDING MACHINE

CTbIK. CBAP. ANMAPAT 11 13 TPYb U OUTUHTOB

Standart: 1S0 12176 - 1 Safety: 15012100 / EN60204 / EN 1504413
Teknik Ozellikler / Technical Specifications

Kaynak Cap! / Welding Range

@40 mm - @160 mm
(@40 mm, @50 mm, @63 mm, @75 mm,
#90 mm, @110 mm, @125 mm, @140 mm, @160 mm)

Malzeme Cinsi / Pipe Types to Weld

PE - PP - PVDF

Boru Max. Basinc / Pipe Max. Pressure

PN32

Isitici Elektrik Guct / Heater Electric Power

220V - 1,5 kw

Traslayicr Elektrik Gcd / Trimmer Electric Power

220 V- 0,81 kW

Elektrik Sistemi / Electric System

Monofaze / Single Phase

Toplam Elektrik Sarfiyati / Total Electricity Consumption

3,00 kW

Calisma Basinci / Operating Pressure

150 Bar

Gerekli Olan Jenerator Glcl / Required Generator Power

4 kVA

Calisma Sicakligr / Working Temperature

(-40 C° ~+40 C)

Hidrolik Yag! / Hydraulic Oil

Hydraulic 46 /11t

icindekiler / Content

Kullanma Klavuzu / User Manual

1ad/pcs

Ana Govde / Main Body

1ad/pcs

Traslayici / Trimmer

1ad/pcs

Isitici / Heater

1ad/pcs

Muhafaza ve Destek Kutusu / Protective Casing

1ad/pcs

Pafta / Stuffer

24 ad/pcs

Takim Cantasi / Tool Bag

1ad/pcs

Paketleme Detaylari / Packaging Details

Ambalajin Cinsi / Type of Package

Tahta Sandik / Wooden Case

Kap Adedi / Number of Packages

1 paket / pack

Ebatlar / Dimensions

0,72 x 0,50 x 0,65

Toplam Hacim / Total Volume

0,23 m3

Toplam Net Agirlik / Total Net Weight

46 kg

Toplam Brat Agirlik / Total Gross Weight

66 kg

Ce
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W160

POLIETILEN BORU ALIN KAYNAK MAKINES

POLYETHYLENE PIPE BUTT WELDING MACHINE
CTbIK. CBAP. AMMAPAT 1A 13 TPYB U ®UTUHIOB

Teknik Ozellikler / Technical Specifications

Kaynak Capi / Welding Range

Malzeme Cinsi / Pipe Types to Weld

Boru Max. Basing / Pipe Max. Pressure

Isitict Elektrik Gucd / Heater Electric Power

Traslayici Elektrik Gct / Trimmer Electric Power

Hidrolik Glci / Hydraulic Power

Elektrik Sistemi / Electric System

Toplam Elektrik Sarfiyati / Total Electricity Consumption

Calisma Basinci / Operating Pressure

Gerekli Olan Jenerator Glicli / Required Generator Power

Calisma Sicakligl / Working Temperature

Hidrolik Yag! / Hydraulic Oil

icindekiler / Content

Kullanma Klavuzu / User Manual

Ana Govde / Main Body

Traslayict / Trimmer

Isitici / Heater

Muhafaza ve Destek Kutusu / Protective Casing

Pafta / Stuffer

Takim Cantas! / Tool Bag

Paketleme Detaylari / Packaging Details

Ambalajin Cinsi / Type of Package

Kap Adedi / Number of Packages

Ebatlar / Dimensions

Toplam Hacim / Total Volume

Toplam Net Agirlik / Total Net Weight

Toplam Brat Agirlik / Total Gross Weight

* CNC SEGENEGI / CNC OPTION / BOSMOXHOCTb ABTOMATU3ALIM CNC

@40 mm - @160 mm
(@40 mm, @50 mm, 363 mm, @75 mm,
@90 mm, @110 mm, @125 mm, @140 mm, F160 mm)

PE - PP - PVDF
PN32

220V - 1,5 kw
220V - 0,81 kW
220 V - 0,55 kW
Monofaze / Single Phase
2,86 kw

150 Bar

4 kVA

(-40 C°~ + 40 C°)
Hydraulic 46 / 4 It

1ad/pcs
1ad/pcs
1ad/pcs
1 ad/pcs
1ad/pcs
32 ad/pcs
1ad/pcs

Tahta Sandik / Wooden Case
1 paket / box

0,97 x 0,97 x 0,65

0,74 m3

103 kg

133 kg

ce



W250

POLIETILEN BORU ALIN KAYNAK MAKINESI
POLYETHYLENE PIPE BUTT WELDING MACHINE

CTbIK. CBAP. AMMAPAT JUIA 13 TPYb U ®UTHHIOB
Standart: IS0 12176 - 1 Safety: 15012100 / EN60204 / EN 1S04413

Teknik Ozellikler / Technical Specifications

Kaynak Capi / Welding Range

Malzeme Cinsi / Pipe Types to Weld

Boru Max. Basing / Pipe Max. Pressure

Isitici Elektrik Guc / Heater Electric Power

Traslayic Elektrik Glicd / Trimmer Electric Power

Hidrolik Gact / Power of Hydraulic Unit

Elektrik Sistemi / Electric System

Toplam Elektrik Sarfiyati / Total Electricity Consumption

Calisma Basinci / Operating Pressure

Gerekli Olan Jenerator Glcl / Required Generator Power

Calisma Sicakligl / Working Temperature

Hidrolik Yagl / Hydraulic Oil

icindekiler / Content

Kullanma Klavuzu / User Manual

Ana Govde / Main Body

Traslayici / Trimmer

Isitici / Heater

Muhafaza ve Destek Kutusu / Protective Casing

Pafta / Stuffer

Takim Cantas! / Tool Bag

Paketleme Detaylari / Packaging Details
Ambalajin Cinsi / Type of Package

Kap Adedi / Number of Packages

Ebatlar / Dimensions

Toplam Hacim / Total Volume

Toplam Net Agirlik / Total Net Weight

Toplam Brut Agirlik / Total Gross Weight

@75 mm - @ 250 mm
(@75 mm, @90 mm, @110 mm, P125 mm, @140 mm, @160 mm,
180 mm, @200 mm, @225 mm, @250 mm)

PE - PP - PVDF

PN32

220 V- 2,8 kW

220 V- 0,75 kw

220 V- 0,55 kw
Monofaze / Single Phase
4,1 kw

150 Bar

6 kVA

(-40C°~+40 )
Hydraulic 46 / 4 It

1ad/pcs
1ad/pcs
1ad/pcs
1ad/pcs
1ad/pcs
36 ad/pcs
1ad/pcs

Tahta Sandik / Wooden Case
1 paket / pack

1,29 x 094 x 0,88

1,07m3

224 kg

272 kg

* CNC SEGENEGI / CNC OPTION / BOSMOXHOCTb ABTOMATU3ALIM CNC

www.radiusstarpiping.com
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W315

POLIETILEN BORU ALIN KAYNAK MAKINESI
POLYETHYLENE PIPE BUTT WELDING MACHINE
CTbIK. CBAP. AMAPAT /1A 113 TPYb 1 ®UTUHIOB

Standart: 1S0 12176 - 1 Safety: 15012100 / EN60204 / EN 1504413

Teknik Ozellikler / Technical Specifications

Kaynak Cap! / Welding Range

Malzeme Cinsi / Pipe Types to Weld

Boru Max. Basinc / Pipe Max. Pressure

Isitici Elektrik GUct / Heater Electric Power

Traslayici Elektrik Guct / Trimmer Electric Power

Hidrolik Guicti / Power of Hydraulic Unit

Elektrik Sistemi / Electric System

Toplam Elektrik Sarfiyati / Total Electricity Consumption

Calisma Basinci / Operating Pressure

Gerekli Olan Jenerator Gicl / Required Generator Power

Calisma Sicakligi / Working Temperature

Hidrolik Yag! / Hydraulic Oil

icindekiler / Content

Kullanma Klavuzu / User Manual

Ana Govde / Main Body

Traslayici / Trimmer

Isitici / Heater

Muhafaza ve Destek Kutusu / Protective Casing

Pafta / Stuffer

Takim Cantasi / Tool Bag

Paketleme Detaylari / Packaging Details

Ambalajin Cinsi / Type of Package

Kap Adedi / Number of Packages

Ebatlar / Dimensions

Toplam Hacim / Total Volume

Toplam Net Agirlik / Total Net Weight

Toplam Brut Agirlik / Total Gross Weight

* CNC SEGENEGI / CNC OPTION / BOSMOXHOCTb ABTOMATU3ALIM CNC

@90 mm - @ 315 mm
(@90 mm, @110 mm, @125 mm, @140 mm, @160 mm, @180
mm, @200 mm, @225 mm, @250 mm, @280 mm, @315 mm)

PE - PP - PVDF

PN32

220V -35kw

220V - 0,75 kw

220V - 0,55 kw
Monofaze / Single Phase
4,8 kW

150 Bar

9 kVA

(-40C°~+40(°)
Hydraulic 46 / 4 It

1ad/pcs
1ad/pcs
1ad/pcs
1 ad/pcs
1ad/pcs
40 ad/pcs
1ad/pcs

Tahta Sandik / Wooden Case
1 paket / pack

1,20x1,14x 094

1,25m3

254 kg

305 kg

q3
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W400

POLIETILEN BORU ALIN KAYNAK MAKINESI
POLYETHYLENE PIPE BUTT WELDING MACHINE
CTbIK. CBAP. ANMAPAT )11 N3 TPYB U OUTHHIOB

Standart: 1S0 12176 - 1 Safety: 1S012100 / EN60204 / EN 1S04413
Teknik Ozellikler / Technical Specifications

@160 mm - @ 400 mm

Kaynak Capl / Welding Range (@160 mm, @180 mm, @200 mm, @225 mm, @250 mm,
#280 mm, @315 mm, @355 mm, @400 mm)

Malzeme Cinsi / Pipe Types to Weld PE - PP - PVDF

Boru Max. Basing / Pipe Max. Pressure PN32

Isitici Elektrik Guct / Heater Electric Power 380V -4,5kw

Traslayici Elektrik Gact / Trimmer Electric Power 380V -L1kw

Hidrolik Guicti / Power of Hydraulic Unit 380V -0,75 kW

Elektrik Sistemi / Electric System Trifaze / Triple Phase

Toplam Elektrik Sarfiyati / Total Electricity Consumption 7.35 kW

(alisma Basinc / Operating Pressure 150 Bar

Gerekli Olan Jenerator Guct / Required Generator Power 12 kvA

(Calisma Sicakligi / Working Temperature (-40C°~+40(°)

Hidrolik Yagl / Hydraulic Oil Hydraulic 46 / 4 It

icindekiler / Content

Kullanma Klavuzu / User Manual 1ad/pcs

Ana Govde / Main Body 1ad/pcs

Traslayici / Trimmer 1ad/pcs

Isitic / Heater 1ad/pcs

Muhafaza ve Destek Kutusu / Protective Casing 1ad/pcs

Pafta / Stuffer 32 ad/pcs

Takim Cantasi / Tool Bag 1ad/pcs

Paketleme Detaylari / Packaging Details

Ambalajin Cinsi / Type of Package Tahta Sandik / Wooden Case
Kap Adedi / Number of Packages 1 paket / pack

Ebatlar / Dimensions 1,26x1,30x 1,21

Toplam Hacim / Total Volume 198 m3

Toplam Net Agirlik / Total Net Weight 364 kg

Toplam Brut Agirlik / Total Gross Weight 428 kg

* CNC SEGENEGI / CNC OPTION / BO3MOXHOCTb ABTOMATU3ALIM CNC

q3
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W500

POLIETILEN BORU ALIN KAYNAK MAKINESI
POLYETHYLENE PIPE BUTT WELDING MACHINE
CTbIK. CBAP. ANMAPAT 1A N3 TPYE U OUTUHTOB

Standart: IS0 12176 - 1 Safety: 15012100 / EN60204 / EN 1504413

Teknik Ozellikler / Technical Specifications

Kaynak Capr / Welding Range

Malzeme Cinsi / Pipe Types to Weld

Boru Max. Basing / Pipe Max. Pressure

Isitict Elektrik Gict / Heater Electric Power

Traslayict Elektrik Gict / Trimmer Electric Power

Hidrolik Guct / Power of Hydraulic Unit

Elektrik Sistemi / Electric System

Toplam Elektrik Sarfiyati / Total Electricity Consumption

(Calisma Basinci / Operating Pressure

Gerekli Olan Jenerator Giicti / Required Generator Power

(Calisma Sicakhigr / Working Temperature

Hidrolik Yag! / Hydraulic Oil

icindekiler / Content

Kullanma Klavuzu / User Manual

Ana Govde / Main Body

Traslayict / Trimmer

Isitici / Heater

Muhafaza ve Destek Kutusu / Protective Casing

Pafta / Stuffer

Takim Cantasi / Tool Bag

Paketleme Detaylari / Packaging Details

Ambalajin Cinsi / Type of Package

Kap Adedi / Number of Packages

Ebatlar / Dimensions

Toplam Hacim / Total Volume

Toplam Net Agirlik / Total Net Weight

Toplam Brut Agirlik / Total Gross Weight

* CNC SEGENEGI / CNC OPTION / BOSMOXHOCTb ABTOMATU3ALIM CNC

© 180 mm - @ 500 mm
(@180 mm, @200 mm, @225 mm, @250 mm, @280 mm,
@315 mm, @355 mm, @400 mm, @450 mm, @500 mm)

PE - PP - PVDF
PN32

380V -5,5kw
380V -1,1kw
380V -0,75 kw
Trifaze / Triple Phase
715 kw

150 Bar

12 kVA
(-40C°~+40C)
Hydraulic 46 / 4 It

1ad/pcs
1ad/pcs
1ad/pcs
1 ad/pcs
1ad/pcs
36 ad/pcs
1ad/pcs

Tahta Sandik / Wooden Case
1 paket / pack
1,35x1,40x1,29

2,44 m3

430 kg

499 kg

g



W430

POLIETILEN BORU ALIN KAYNAK MAKINESI

POLYETHYLENE PIPE BUTT WELDING MACHINE

CTbIK. CBAP. ANMAPAT )1 N3 TPYD U ®UTUHTOB
Standart: 1S0 12176 - 1 Safety: 15012100 / EN60204 / EN 1S04413
Teknik Ozellikler / Technical Specifications

Kaynak Capi / Welding Range

@315 mm - @ 630 mm
(@315 mm, @355 mm, @400 mm, @450 mm,
#500 mm, @560 mm, @630 mm)

Malzeme Cinsi / Pipe Types to Weld

PE - PP - PVDF

Boru Max. Basing / Pipe Max. Pressure

PN32

Isitic Elektrik Gct / Heater Electric Power

380 V-75kw

Traslayic Elektrik Gct / Trimmer Electric Power

380 V- 1,5kw

Hidrolik Giicti / Power of Hydraulic Unit

380 V- 0,75 kW

Elektrik Sistemi / Electric System

Trifaze / Triple Phase

Toplam Elektrik Sarfiyati / Total Electricity Consumption

9,75 kw

Calisma Basinci / Operating Pressure

150 Bar

Gerekli Olan Jenerator Guci / Required Generator Power

15 kVA

Calisma Sicakligr / Working Temperature

(-40C°~+40C)

Hidrolik Yag! / Hydraulic Oil

Hydraulic 46 / 4 It

icindekiler / Content

Kullanma Klavuzu / User Manual

1ad/pcs

Ana Govde / Main Body

1ad/pcs

Traslayici / Trimmer

1ad/pcs

Isitici / Heater

1ad/pcs

Muhafaza ve Destek Kutusu / Protective Casing

1ad/pcs

Pafta / Stuffer

24 ad/pcs

Takim Cantasi / Tool Bag

1ad/pcs

Paketleme Detaylari / Packaging Details
Ambalajin Cinsi / Type of Package

Tahta Sandik / Wooden Case

Kap Adedi / Number of Packages

1 paket / pack

Ebatlar / Dimensions

1,31x1,10x 1,25
1,04 x0,65x1,38

Toplam Hacim / Total Volume

2,75m3

Toplam Net Agirlik / Total Net Weight

453 kg

Toplam Brut Agirlik / Total Gross Weight

665 kg

* CNC SEGENEGI / CNC OPTION / BOSMOXHOCTb ABTOMATU3ALIM CNC

Ce
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W800

POLIETILEN BORU ALIN KAYNAK MAKINESI
POLYETHYLENE PIPE BUTT WELDING MACHINE
CTIK. CBAP. ATINAPAT JUI 3 TPYb U OUTHHIOB

Standart: 1S0 12176 - 1 Safety: 15012100 / EN60204 / EN 1504413

Teknik Ozellikler / Technical Specifications

Kaynak Capi / Welding Range

Malzeme Cinsi / Pipe Types to Weld

Boru Max. Basinc / Pipe Max. Pressure

Isitic Elektrik Gucti / Heater Electric Power

Traslayici Elektrik Giicti / Trimmer Electric Power

Hidrolik Giicti / Power of Hydraulic Unit

Elektrik Sistemi / Electric System

Toplam Elektrik Sarfiyati / Total Electricity Consumption

(alisma Basinci / Operating Pressure

Gerekli Olan Jeneratér Giicii / Required Generator Power

(Calisma Sicaklig / Working Temperature

Hidrolik Yagr / Hydraulic Oil

icindekiler / Content

Kullanma Klavuzu / User Manual

Ana Gévde / Main Body

Traslayict / Trimmer

Isitici / Heater

Muhafaza ve Destek Kutusu / Protective Casing

Pafta / Stuffer

Takim Cantasi / Tool Bag

Paketleme Detaylari / Packaging Details
Ambalajin Cinsi / Type of Package

Kap Adedi / Number of Packages

Ebatlar / Dimensions

Toplam Hacim / Total Volume

Toplam Net Agirlik / Total Net Weight

Toplam Brut Agirlik / Total Gross Weight

* CNC SECENEGI / CNC OPTION / BOSMOXHOCTb ABTOMATU3ALIMIN CNC

@500 mm - @ 800 mm
($500 mm, @560 mm, @630 mm, @710 mm, @800 mm)
PE - PP - PVDF

PN32

380V -10kw

380V -2,2kw
380V -0,75 kw
Trifaze / Triple Phase
12,95 kw

150 Bar

20 kVA
(-40C°~+40C)
Hydraulic 46 / 4 It

1ad/pcs
1ad/pcs
1ad/pcs
1ad/pcs
1ad/pcs
24 ad/pcs
1ad/pcs

Tahta Sandik / Wooden Case

2 paket / pack
1,39x1,41x 1,44
1,50x0,75x 1,63
4,66 m3

993 kg

1185 kg

www.radiusstarpiping.com



W5800

POLIETILEN BORU ALIN KAYNAK MAKINESI
POLYETHYLENE PIPE BUTT WELDING MACHINE
CTbIK. CBAP. ANINAPAT 191 13 TPYE U OUTUHTOB
Standart: 1S0 12176 - 1 Safety: 15012100 / EN60204 / EN 1504413
Teknik Ozellikler / Technical Specifications

@500 mm - @ 800 mm

Kaynak Capi / Welding Range (@500 mm, @560 mm, @630 mm, @710 mm, @800 mm)

Malzeme Cinsi / Pipe Types to Weld PE - PP - PVDF
Boru Max. Basinc / Pipe Max. Pressure PN32

Isitici Elektrik Gucti / Heater Electric Power 380V -10 kW
Traslayici Elektrik Giicti / Trimmer Electric Power 380V -2,2 kW
Hidrolik Guicti / Power of Hydraulic Unit 380V-0,75 kw
Elektrik Sistemi / Electric System Trifaze / Triple Phase
Toplam Elektrik Sarfiyati / Total Electricity Consumption 1295 kw

(Calisma Basinci / Operating Pressure 150 Bar

Gerekli Olan Jenerator Guicli / Required Generator Power 20 kVA

Calisma Sicakhgr / Working Temperature (-40C°~+40 ()
Hidrolik Yagl / Hydraulic Oil Hydraulic 46 / 4 It
icindekiler / Content

Kullanma Klavuzu / User Manual 1ad/pcs

Ana Gévde / Main Body 1ad/pcs

Traslayici / Trimmer 1ad/pcs

Isitict / Heater 1ad/pcs
Muhafaza ve Destek Kutusu / Protective Casing 1ad/pcs

Pafta / Stuffer 24 ad/pcs

Takim Cantasl / Tool Bag 1ad/pcs

Paketleme Detaylari / Packaging Details

Ambalajin Cinsi / Type of Package Tahta Sandik / Wooden Case
Kap Adedi / Number of Packages 2 paket / pack
) : 1,39x 1,41 x 1,35
Ebatlar / Dimensions 150 % 075 X 155
Toplam Hacim / Total Volume 447 m3
Toplam Net Agirlik / Total Net Weight 1000 kg
Toplam Brit Agirlik / Total Gross Weight 1.200 kg

* CNC SECENEGI / CNC OPTION / BO3MOXXHOCTb ABTOMATN3ALIM CNC

C€

—
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W1000

POLIETILEN BORU ALIN KAYNAK MAKINESI

POLYETHYLENE PIPE BUTT WELDING MACHINE
CTbIK. CBAP. AMAPAT 1A 13 TPY6 U OUTHHIOB

Standart: IS0 12176 - 1 Safety: 15012100 / EN60204 / EN 1S04413

Teknik Ozellikler / Technical Specifications

Kaynak Capr / Welding Range

Malzeme Cinsi / Pipe Types to Weld

Boru Max. Basinc / Pipe Max. Pressure

Isitic Elektrik GUc / Heater Electric Power

Traslayici Elektrik Gucd / Trimmer Electric Power

Hidrolik Guct / Power of Hydraulic Unit

Elektrik Sistemi / Electric System

Toplam Elektrik Sarfiyati / Total Electricity Consumption
Calisma Basinci / Operating Pressure

Gerekli Olan Jenerator Glicli / Required Generator Power
Calisma Sicakligr / Working Temperature

Hidrolik Yagl / Hydraulic Oil

icindekiler / Content

Kullanma Klavuzu / User Manual

Ana Govde / Main Body

Traslayici / Trimmer

Isitici / Heater

Muhafaza ve Destek Kutusu / Protective Casing
Pafta / Stuffer

Takim Cantasl / Tool Bag

Paketleme Detaylari / Packaging Details
Ambalajin Cinsi / Type of Package
Kap Adedi / Number of Packages

Ebatlar / Dimensions

Toplam Hacim / Total Volume
Toplam Net Agirlik / Total Net Weight
Toplam Brut Agirlik / Total Gross Weight

* CNC SEGENEGI / CNC OPTION / BO3MOXHOCTb ABTOMATUSALIN CNC

www.radiusstarpiping.com

@ 630 mm - 31000 mm
(@630 mm, @710 mm, @800 mm, F900 mm, #1000 mm)

PE - PP - PVDF
PN16

380V - 15 kW
380 V-3 kw
380V -2,2kw
Trifaze / Triple Phase
20 kw

200 Bar

30 kVA
(-40C°~+40(°)
Hydraulic46 /6 It

1ad/pcs
1ad/pcs
1ad/pcs
1ad/pcs
1ad/pcs
16 ad/pcs
1ad/pcs

Tahta Sandik / Wooden Case

2 paket / pack
1,55x195x1,76
0,75x2,05x 1,89
8,24 m3

1720 kg

1981 kg




W1200

POLIETILEN BORU ALIN KAYNAK MAKINES]

POLYETHYLENE PIPE BUTT WELDING MACHINE
CTBIK. CBAP. ATIMAPAT 1A N3 TPYB U ®UTHHIOB

Standart: 1S0 12176 - 1 Safety: 15012100 / EN60204 / EN 1504413
Teknik Ozellikler / Technical Specifications

Kaynak Capi / Welding Range

Malzeme Cinsi / Pipe Types to Weld

Boru Max. Basin¢ / Pipe Max. Pressure

Isitici Elektrik Gucti / Heater Electric Power

Traslayict Elektrik Giict / Trimmer Electric Power

Hidrolik Giicti / Power of Hydraulic Unit

Elektrik Sistemi / Electric System

Toplam Elektrik Sarfiyati / Total Electricity Consumption

(alisma Basinci / Operating Pressure

Gerekli Olan Jenerator Giicti / Required Generator Power

(Calisma Sicakligr / Working Temperature

Hidrolik Yag! / Hydraulic Oil

icindekiler / Content

Kullanma Klavuzu / User Manual

Ana Govde / Main Body

Traslayict / Trimmer

Isitici / Heater

Muhafaza ve Destek Kutusu / Protective Casing

Pafta / Stuffer

Takim Cantasi / Tool Bag

Paketleme Detaylari / Packaging Details

Ambalajin Cinsi / Type of Package

Kap Adedi / Number of Packages

Ebatlar / Dimensions

Toplam Hacim / Total Volume

Toplam Net Agirlik / Total Net Weight

Toplam Brut Agirlik / Total Gross Weight

@710 mm - @ 1200 mm
(@710 mm, @800 mm, @900 mm, @1000 mm, @1200mm)
PE - PP - PVDF

PN16

380V -16 kW

380V -3kw

380V -22kw
Trifaze / Triple Phase
21,20 kw

200 Bar

30 kVA

(40 C°~+40 (%)
Hydraulic 46 / 6 It

1ad/pcs
1ad/pcs
1ad/pcs
1ad/pcs
1ad/pcs
16 ad/pcs
1ad/pcs

Acik-Strec / Open-Stretch

2 paket / pack
1,70x1,82x1,82
0,63x1,88x1,89
787 m3

2.580 kg

2.580 kg

* CNC SEGENEGI / CNC OPTION / BOSMOXHOCTb ABTOMATU3ALIM CNC

www.radiusstarpiping.com
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W1600

POLIETILEN BORU ALIN KAYNAK MAKINESI

POLYETHYLENE PIPE BUTT WELDING MACHINE
CTbIK. CBAP. ANMAPAT U1 13 TPYb U OUTUHIOB

Standart: IS0 12176 - 1 Safety: 1S012100 / EN60204 / EN 1S04413
Teknik Ozellikler / Technical Specifications

Kaynak Capi / Welding Range

Malzeme Cinsi / Pipe Types to Weld

Boru Max. Basinc / Pipe Max. Pressure

Isitici Elektrik Guct / Heater Electric Power

Traslayic Elektrik Gtct / Trimmer Electric Power

Hidrolik Giicti / Power of Hydraulic Unit

Elektrik Sistemi / Electric System

Toplam Elektrik Sarfiyati / Total Electricity Consumption

Calisma Basinci / Operating Pressure

Gerekli Olan Jenerator Glicli / Required Generator Power

Calisma Sicakligr / Working Temperature

Hidrolik Yagl / Hydraulic Oil

icindekiler / Content

Kullanma Klavuzu / User Manual

Ana Govde / Main Body

Traslayici / Trimmer

Isitici / Heater

Muhafaza ve Destek Kutusu / Protective Casing

Pafta / Stuffer

Takim Cantas! / Tool Bag

Paketleme Detaylari / Packaging Details

Ambalajin Cinsi / Type of Package

Kap Adedi / Number of Packages

Ebatlar / Dimensions

Toplam Hacim / Total Volume

Toplam Net Agirlik / Total Net Weight

Toplam Brut Agirlik / Total Gross Weight

* CNC SEGENEGI / CNC OPTION / BO3MOXXHOCTb ABTOMATW3ALIM CNC

www.radiusstarpiping.com

1000 mm - @ 1600 mm
(81000 mm, @1200mm, @1400 mm, F1600mm)
PE - PP - PVDF

PN16

380V -24 kw

380 V-4 kw

380V -2,2 kW
Trifaze / Triple Phase
30,20 kW

200 Bar

50 kVA
(-40C°~+40C)
Hydraulic 46 /6 It

1ad/pcs
1ad/pcs
1ad/pcs
1ad/pcs
1 ad/pcs
12 ad/pcs
1ad/pcs

Acik-Strec / Open-Stretch
3 paket / pack
2,15x240x 2,40

1,00x 2,30 x 2,25

1775 m3

4650 kg

4670 kg




W2000

POLIETILEN BORU ALIN KAYNAK MAKINESI

POLYETHYLENE PIPE BUTT WELDING MACHINE

CTbIKOBOW CBAPOYHbIW ANMAPAT /1Al NOJMITUIIEHA
Standart: IS0 12176 - 1 Safety: 1012100 / EN60204 / EN 1S04413

Teknik Ozellikler / Technical Specifications

Kaynak Capi / Welding Range

Malzeme Cinsi / Pipe Types to Weld

Boru Max. Basing / Pipe Max. Pressure

Isitici Elektrik Guicti / Heater Electric Power

Traslayici Elektrik Gict / Trimmer Electric Power

Hidrolik Giicti / Power of Hydraulic Unit

Elektrik Sistemi / Electric System

Toplam Elektrik Sarfiyati / Total Electricity Consumption

(alisma Basinci / Operating Pressure

Gerekli Olan Jenerator Giicti / Required Generator Power

(Calisma Sicakligi / Working Temperature

Hidrolik Yag! / Hydraulic Oil

icindekiler / Content

Kullanma Klavuzu / User Manual

Ana Govde / Main Body

Traslayict / Trimmer

Isitici / Heater

Muhafaza ve Destek Kutusu / Protective Casing

Pafta / Stuffer

Takim Cantasi / Tool Bag

Paketleme Detaylari / Packaging Details

Ambalajin Cinsi / Type of Package

Kap Adedi / Number of Packages

Ebatlar / Dimensions

Toplam Hacim / Total Volume

Toplam Net Agirlik / Total Net Weight

Toplam Brut Agirlik / Total Gross Weight

@1600 mm - @ 2000 mm
($1600 mm, P1800mm, F2000mm)
PE - PP - PVDF

PN16

380V - 40 kw
380V -75kw
380V -4 kw

Trifaze / Triple Phase
51,5 kW

200 Bar

80 kVA
(-40C°~+40 ()
Hydraulic 46 / 6 It

1ad/pcs
1ad/pcs
1ad/pcs
1ad/pcs
Lad/pcs
6 ad/pcs
1ad/pcs

Acik-Strec / Open-Stretch
3 paket / pack

2,55 % 2,60 X 2,60

1,50 x 2,40 x 2,85

2795 m3

5480 kg

5500 kg

* CNC SEGENEGI / CNC OPTION / BOSMOXHOCTb ABTOMATU3ALIM CNC

www.radiusstarpiping.com




EFW

ELEKTROFUZYON KAYNAK MAKINESI

EF WELDING MACHINE .
ANMAPAT JU19 JNEKTPOMY®TOBOM CBAPKY

GUC Kaynagi 170-250 V 170-250 V 170-250 V
Calisma Araligl 20-160 mm 20 - 630 mm 400 - 1200 mm
Kaynak Materyalleri PE/PP/PP-R
Makine Hacmi-(W x D x H) 320 x 275 x 225 mm
Sandik Olcileri-(W x D x H) 270 x 400 x 370 mm
Standart Makine agirhig 12 kg 16 kg 19 kg
Nominal akim 20 A 16 A 20 A
Frekans 50 + 60 Hz
Gerekli Jenerator Guct 4.5 KVA 5,5 KVA 7,5 KVA
Nominal kaynak akimi 30 A 80 A 100 A
Gorev dongusu (1SO 12176-2) 60% 90%

Calisma Ortam Sicakligl +1°C £ +50°C

Kaynak voltaji 8-48V

Ortam IsisI hassasiyeti +1°C

Koruma sinifi IP 54
Konektor capi Fa+47mm
Hafiza kapasitesi 3000 rapor

NOT: ELBOR Makine firmasl teknik spekler ve 6lctlerde istedigi zaman degisiklik yapma hakkina sahiptir.

EK OZELLIKLER

® Tasimacantasi @ Manuel raspa @ Barkod okuyucu + kilif @ USB bellek

/—
www.radiusstarpiping.com
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MANUEL EKSTRUDER
MANUAL EXTRUDER
PYYHOW JKCTPYLIEP

Welding Range

1,8 - 2,1Kg/h @ 3-4 mm

Material PE /PP
Weight 7,250 Kg
Length 570 mm
Electronic Speed Control Yes

Hot Air Blower 2600 W
Voltage 220V
Approvals CE, ISO 9001
Standart 1SO 12176 - 1

MOBIL VINC

ELECTRICAL MOBILE CRANE.
CbEMHbIW INEKTPUYECKUM NOJLEMHUK

vop cooe) | cap size) | BIRE |l

ELEKTRIKLI MOBIL VINC
ELEKTRIKLI MOBIL VINC
ELEKTRIKLI MOBIL VINC
ELEKTRIKLI MOBIL VINC

MV630 / 800 630-800
MV1000 /1200 1000-1200
MV1600 1600
MV2000 2000

ROLLER
ROLLER

POJIUK

Py
BILE CRAYN

380V 1,1 KW
380V 1,1 KW
380V 1,5 KW
380V 1,5 KW

Calisma Araligi / Working Range
Ebatlar / Dimensions
Agirhk / Weight

@90 - 315 mm
320 x 220 x 200 mm
6 Kg

Calisma Araligi / Working Range
Ebatlar / Dimensions
Agirlik / Weight

@ 315 - 630 mm
350 x 200 x 600 mm
11 Kg

Calisma Araligi / Working Range
Ebatlar / Dimensions
Agirlik / Weight

—

@ 315 - 1200 mm
1250 x 800 x 420 mm
35Kg

Kaynak yapilirken borulari
hizalamak ve desteklemek
icin kullanihr.

Roller 315’in ergonomik
dizayniyla makine seviyesine
getirilen borular daha az
strtinmeye ve cekme kuv-
vetine maruz kalir.

90- 315 mm borulari
taslyabilir. Kompakt ve hafif
yapisiyla kolay kullanim
saglar.

It is used to support and
align the pipes duringthe
welding process.

Roller 315 minimizes the
drag force and pipe friction
with it’s ergonomic design.

Roller 315 can handle 90-

315 mm pipes. Roller 315 is
user friendly with it’s com-
pact body and lightweight.

www.radiusstarpiping.com
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MICRODUCT KABLO KANALLARI
MICRODUCT CABLE CANAL
SALUTHBIE NIACTUKOBBIE TPYBbI 19 OK

HDPE Hammadde Testleri

Yapilacak Testler ‘ Istenen Degerler

Test Yontemi*
Renk Naturel veya Turuncu  GoOzle
Yogunluk 940 - 960 gr/cm3 TS ENISO 1183-1

Erime Akis Hizi (5 kg, 190° O)** (0,2 - 0, 7) g/10 dak TS ENISO 1133

2 x 22 microduct boru

"*. Aksi belirtilmedikce standartlarin en son surtmleri gecerlidir.

** (Jretimde kullanilan hammadde grantliinden 100gr numune idareye imalat baslan-
gicinda teslim edilecektir.

HDPE Raw material tests

Tests to be conducted Desired values Test Method™
Color Natural or orange Eye inspection
Density 940 - 960 gr/cm3 TS ENISO 1183-1

Melt Flow Rate (5 kg, 190° O)**  (0,2-0,7)g/10 min. TS ENISO 1133

"*: Last version of standards are valid unless stated.

HDPE Boru Bitmis Uriin Testleri

HDPE Pipe Product Tests

Yapilacak Testler | istenen Degerler | Test Yontemi* Teststobe conducted = Desired values | Test Method*
Renk Turuncu Gozle Color Orange Eye inspeciton
Yogunluk 940- 960 gr/cm3 TS ENISO 11831 Density 940- 960 gr/cm3 TS ENISO 118341
Erime Akis Hizi max. +/- % 20 fark Melt Flow Rate max. +/- % 20 dev.

(bildirilen orijinal TS ENISO 1133

(216 kg, 19070 hamur degerinden)

Kopma Uzamasi min. % 500 TS ENISO 6259-1

Basing Testi 16 bar, 20°C,1saat TS ENISO 1167

%5 deformasyonda
Min. 750 N

TS EN 50086-2-4,

ikkx
Sikistirma Deneyi Madde 10.2

(Sartlandlrma 2 saat
-5+1°C)-30cm -
5 kg -Max. 3/12 hata

TS EN 50086-2-4

Darbe Deneyi Madde 10.3

0IT (200° C) min. 20 dak TS EN 728

"* Aksi belirtilmedikce standartlarin en son strtmleri gecerlidir.

** Bu deneyin BS 2782 veya IS0 18553 standartlarindan birisine gore yapiimis
olmasi yeterlidir.

*** Sikistirma deneyi goz coklayici borulara uygulanmaz. Sadece tekli borulara uygulanir.”

(2,16 kg, 190 ° ()

(from stated raw
material)

TS ENISO 1133

Brake at alongation

min. % 500

TS ENISO 6259-1

Hydrostatic Test

16 bar, 20° C, 1 hour

TS ENISO 1167

Compaction Test***

%5 deformation
min. 750 N

TS EN 50086-2-4,
Item 10.2

(Conditioning 2 hour
-5+1°C)-30cm -

TS EN 50086-2-4

Impact Test 5 kg -Max. 3/12 ltem 10.3
failure
0IT (200° 0) min. 20 min. TS EN 728

"* Last version of standards are valid unless stated.

** This test is to be conducted according to BS 2782 or IS0 18553 standartds.

*** Compaction test is implemented only on single pipes not on multiplexer pipes.

—
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MICRODUCT KABLO KANALLARI
MICRODUCT CABLE CANAL
SALUTHBIE NIACTUKOBBIE TPYBbI 19 OK

Birlestirme Mansonu Hammadde ve Bitmis Uriin Testleri

Malzeme Polipropilen -

Erime Akis Hizi (2,16

kg, 230°C) TS ENISO 1133

1,5 g/10 min

HDPE Couplers Raw material tests

Tests to be conducted Desired values Test Method™*
Material Polypropylene
Melt Flow Rate (2,16 ke, | ; £ 516 min TS EN SO 1133

230°0)

*: Aksi belirtilmedikce standartlarin en son strtmleri gecerlidir.

“*: Last version of standards are valid unless stated.

4 x 22 microduct boru / 4 x 22 microduct pipe

o

Kablo Koruma horusu / Goklayici boru
Cable protection pipe/ Multiplexer

www.radiusstarpiping.com
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HOPE100 BORU VE EK PARCALARI
HDPE100 PIPES AND FITTINGS
HDPE100 TPYBbI H ®UTHHTH

Production Range @20 - 2000 mm

Product Name HDPE 100 FITTINGS
Y Pressure Range PN 10 - PN 32

Raw Material HDPE 100 (=PE 100)
Product Color Black

Product Standard ~ TSE 12201 -3 +Al

Other Standards ~ TSE EN 1555 -3: 2010

Polymer Data mm Test Hethod

Density at (23 °C) 0.955 g/cm3 1SO 1183
Viscosity Number 360 cm3/gr 1SO 1628-3
MFR (190° / 5kg) 0.22 g /10 dak. 1SO 1133
MFR (190° / 25 kg) 6,6 g/10 1SO 1133
Mechanical Properties

VYield Stress 23 Mpa IS0 527
Elogation at yield 9 % IS0 527
Tensile Modulus 900 % ISO 527

Notched Impact strenght

+23°C 26 k) / m2 1SO 179/1eA
-23°C 13 k) / m2 1SO 179/1eA
Other Properties

Oxidation - Induction time at 1210°C) > 20 min ISO TR 10837
Carbon Black Content 23+0,2 % ISO 6964
Carbon Black Dispersion <3 1SO CD 11420
MRS minimum Required Strenght <10 MPa 1SO TR 9080
s o367
proageonsees oo nmoc <5 v
Elogation at break <600 % EN 638

Linear Thermal Expansion 1.8x10* ooct ASTM D 696 (20-60°C)
Specific Heat Capacity 19 J/g° BPCL
Electrical Properties

Electric Strenght >20 kv / mm BS 27 82:201 B
Volume resistivity >1013 Qm BS 27 82: 230A
Surface resistivity >1015 am BS 27 82: 231A
Relative resistivity 2,6 - BS 2067 (1to 20 MHZ)
Loss tangent 3x10* - BS 2067

www.radiusstarpiping.com



HDPE100 BORU VE FITTINGLERIN AVANTAJLARI
ADVANTAGES OF HDPE100 PIPES AND FITTINGS

MPEMMYLLECTBA HDPE100 TPYb U ®UTUHTOB

#Basinc altinda ek yerlerinden cikma ve kopma olmamasl,
kesin sizdirmazlik.

#Birden fazla baglanti seklinin olmasi (alin kaynagj,
elektrofiizyon kaynagl, itme soket vs).

#Kanal disinda birlestirilebilmesi.

#Boru malzemesinin kimyasal direnci yuksektir,
korozyondan etkilenmez, clirimez, asinmaz.

& Santiye disindan daha az dolgu getirme ihtiyaci, daha az
kazi.

#Rahatlikla deniz, dere, nehir, g6l ve bozuk zeminlerde,
maden alanlari gibi toprak hareketleri olabilecek yerlerde
kullanilabilmesi

#Toprak hareketlerinden etkilenmemesi

ic yuzeyi hidrolik pariizstizdur. Projelendirirken kullanilan
boru capr minimize edilir, isletirken daha az elektrik enerjisi
tlkettirir. Isletme giderleri azalir.

#Daha az dirsek gerektirir. Cinkd boru capinin 20-35 kati
radtsle donds yapilabilir.

#Saglamlik (Firesiz doseme ve tasima).

< retim tesisleri mobil hale getirilebilir. Onemli projelerde
yerinde Uretim ile nakliyeden énemli miktarda tasarruf
edilebilir.

@ Asgari omrii 50 yildir, dogada ancak 1000 yilda bozulur.
Bakim gerektirmediginden isletme giderleri cok dusaktr.

v

#PE borulari désemede dirsek, te gibi yerlerde beton kiitle
ihtiyacr yoktur.

& Hafiftir, kolay ve cabuk dosenir. insaat sezonu kisa olan
holgelerde, yogun trafikli yollarda biytk avantaj saglar.

&lyi kaynak ozellikleri.

@ Esneklik

< Catlama direnci, darbe direnci.
#Arazi sekline uyum.

& Blnyesinde karbon siyahi (karbon black) bulunmasi
nedeniyle, gtines 1sinlarindan etkilenmemesi (UV dayanimi).

#Basinc sinifinda cesitlilik. PN2,5'dan PN32 ye kadar 12 farkli
basin¢ sinifinda tretilebilmesi.

& Toprak icindeki asindiric maddelerden etkilenmedigi icin
katodik koruma gibi déseme esnasinda tedbirler almak
gerekmez.

¢ Advantage of perfect leak proof, no crack, no break and
no deformation under pressure

#Availability of more than one connection method (but
welding electrofusion welding, push fit sockets, etc.)

& Availability of connection at a place out of the trench,

#High resistance to chemicals, not affected from corrosion,
decaying, and abrasion,

#Advantage of less need of excavation and less need of
bringing special filling sand from out of the site,

+Advantage of safe application in irregular surfaces like
sea, river, lake, passages and at places where there maybe
frequent earth movements,

#Advantage of having perfectly smooth internal surface.
Because of this advantage of PE pipes in comparison to

the other pipe types, one size smaller PE pipe can make
the same work of one size bigger pipe from the other pipe
types. This brings considerable savings in the overall cost of
the pipe line and the service costs,

®PE pipes require less fittings for connection because they
are elastic and in many laces they do not require connection
where the other types do. Because PE pipes re bendable
with a radius of 20-35 times of its outer diameter. The other
pipe types do not have this advantage,

#Advantage of higher durability and advantage of easy
installation and transport without material loss,

¢ Advantage of mobilizability of the PE pipe production
facilities. This enables very big savings in transport costs for
projects where large diameter pipes are required,

#PE pipes have the advantage of very long service life
under severe conditions.

& Minimum guaranteed service life of PE pipes is 50 years
and decaying time 1000 years in nature,

#PE pipes are light in weight which enables the installation
with high speed at places where the construction season is
short,

PE pipes have very good welding characteristics,

#PE pipes are elastic which a big advantage is during

the earthquake or any other earth movements. This
charasteristics also gives big advantage in transport (coiling
up to 90 mm diameter) and in installation costs,

& High impact and breakage resistance,
< Very good adaption to earth movements,

< Very high resistance to direct sun light (UV resistance)
for long time. This is supplied by Ultraviolet light resistance
agent mixed to the PE raw material,

& Many different pressure resistance options. PE pipes can
be produced resistant to 10 different pressure classes from
4 Bars up to 32 Bars.

#There is no need to take protection precautions at the
time of installation like cathodic protection.

—
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KIMYASAL DIRENG
CHEMICAL RESISTANCE
XUMUYECKAR! YCTOUYMBOCTD

(‘Chemical resistance Concentration PE-HD Temperature °C.
20 40 60"
acetaldehyde P + 0 0
lacetic acid 60%
acetic acid 10% + + +
acetic acid 25%
"acetic acid “60-95%
acetic anhydride" TP” + 0
acetone P + + 0
acetophenone T0 + -
acrylonitrile TO + + +
adipic acid SA + + +
air - + + +
allyl alcohol 96% = + +
aluminium chloride SA + + +
aluminium fluoride SA + + +
aluminium sulphate SA + + +
alums SA + + +
ammonia, aqueous SA + + +
ammonia, fluid TP + + +
lammonia, gaseous P + + +
Aammonium acetate SA
ammonium carbonate, and bi SA
ammonium chloride SA + + +
ammonium fluoride >10% + + +
ammonium fluoride 20%
ammonium fluoride SA
The data in this list is intended only as a guide for planning ammonium hydroxide SA
purposes and are not automatically applicable to all condi- ammonium nitrate SA + + +
tions of use. Considerable deviations can occur dependent ammonium phosphate, also meta SA + + +
on type of exposure and probable contamination of the che- ammonium sulphide SA + + +
mical medium. Elbor cannot be held liable for any special, amyl acetate TP + + 0
indirect or consequential damages irrespective of whether amyl alcohol P + + 0
caused or allegedly caused by negligence. No warranty can @niline SA
be derived concerning the data mentioned. aniline TP + +
paniline chlorhydrate SA & 5 4
@nisole TP 0 - -
lanthraquinone sulphonic acid, suspension SA
antimony trichloride 90% + + +
+  resistant apple juice T 3 & i
aqua regia (HCl / HNO3) 03:01 - - -
0 limited resistance only arsenic acid e * * *
barium salts SA + + +
] beer T + + +
St eI benzaldehyde 0.1%
benzaldehyde P + + 0
benzene TP 0 0 0
benzine (cleaning benzine) T + + 0
T customary in trade benzine -super (gas fuel) T + + 0
benzine-benzene mixture 80/20
’ benzo ic acid SA + + +
TP technically pure benzoyl chloride TP 0 0
) benzyl alcohol TP + + 0
D diluted [S— D
) borax SA + +
No symbol means no testing, unknown boric acid A . N N

/—
94 www.radiusstarpiping.com



KIMYASAL DIRENC
CHEMICAL RESISTANCE
XUMUYECKAS! YCTOUYMBOCTD

“Chemical resistance Concentration  PE-HD Temperature °C. “Chemical resistance Concentration  PE-HD Temperature °C.
20 40 607 20 40 607

brandy T corn germ oil TP

bromic acid 10% cottonseed oil TP

bromine vapour cresole up to 90 % + + +

bromine, fluid TP cresole >90 % + i 0

bromine, gaseous, dry P cresylic acid SA

butadiene TP 0 crotonaldehyde TP + 0

butane, gaseous P + + + cyclohexane P

butanol P + + + cyclohexanol TP + + +

butyl acetate P 0 cyclohexanon P + 0

butyl glycol (butandiol) P + decahydronaphtalene (decalin) P + 0

butyl phenol SA developer T + + +

butyl phenol TP dextrin D + + +

butyl phthalate TP + 0 dibutyl phthalate TP + 0 0

butyric acid 20% dichloroacetic acid TP 0 0 0

butyric acid P + + 0 dichloroethylene P

calcum carbonate SA + + + dichloromethane (methylene chloride) TP 0

calcum chlorate SA + + + diethanolamine P 0

calcum choride SA + + + diethylether TP 0

calcum hydroxide SA + + + diglycolic acid 30 %

calcum hypochloride SA + + + diglycolic acid SA + + +

calcium nitrate 50% diisooctyl phthalate P + + 0

calcium nitrate SA + + + dimethylamine 30%

calcum sulphate SA + + + dimethylamine P

calcum sulphite SA 0 0 dimethylformamide TP + + 0

camphor oil P dioctyl phthalate P + 0

carbon dioxide 100% + + + dioxane TP + + +

carbon dioxide, gaseous, wet/dry TP + + + disodium phosphate SA

carbon disulphide TP 0 ethanediol P + + +

carbon monoxde TP + + + ethanol 40 % + 0

carbon tetrachloride TP 0 ethanol TP + + +

carbonic acid SA ethanolamine P

castor oil TP + + + ether, see diethyl ether

caustic soda, + + + ethyl acetate TP

see sodium hydroxide solution ethyl chloride, mono and di P

chlorethanol P + + + ethyl glycol, see ethanediol + + +

chlorinated lime, slurry + + + flax oil TP + + +

chlorine, fluid TP fluoric acid 40 %

chlorine, gaseous, dry P 0 fluoric acid 70 % + + 0

chloroacetic acid 85% + + + fluoride P

chloroacetic acid TP fluorosilicic acid 40 % + + +

chloromethane P 0 formaldehyde (formalin) 40 % + + +

chlorosulphuric acid D formic acid 1-5% i i i

chlorosulphuric acid TP formic acid P + + +

chrome alum SA + + + fructose T + + +

chromic acid 1-50% + 0 fruit juices T + + +

citric acid D furfuryl alcohol P + + 0

citric acid SA + + + igelatin D + + +

coconut oil TP iglacial acetic acid P + 0

ccopper chloride SA + + + iglucose 20 %

copper cyanide SA iglucose SA + + +

copper nitrate 30% iglucose D + + +

copper nitrate SA + + + iglycerine TP + + +

copper sulphate SA + + + iglycolic acid 30 %

coppper fluoride 2% iglycolic acid SA + + +

—

www.radiusstarpiping.com

95



KIMYASAL DIRENG
CHEMICAL RESISTANCE
XUMWYECKAR! YCTOU4MBOCTD

—

96

“Chemical resistance Concentration PE-HD Temperature °C.  [‘Chemical resistance Concentration ~ PE-HD Temperature °C
20 40 607 20 40 607

heptane P + 0 - muriatic acid 20 %

hexadecanol TP muratic acid, dilute conc. + + +

hexane TP + 0 0 naphtha T + - -

hydrobromic acid SA + naphthalene TP

hydrobromic acid 10 % nickel salts SA + + +

hydrochloric acid SA nicotinic acid D + +

hydrocyanic acid 10% + + + nitric acid 10 %

hydrogen TP + + + nitric acid 25% + + +

hydrogen bromide 50% + + + nitric acid up to 40 % 0 0 -

hydrogen bromide TP + + + nitric acid 10-50 % 0 0 =

hydrogen chloride, damp TP + + + nitric acid more than 10 %

hydrogen chloride, dry TP nitric acid 75 % - - -

hydrogen peroxide 30% + + + nitric acid 98 %

hydrogen peroxide 90% + 0 nitrobenzene TP + + +

hydrogen sulphide 100% + + + n-propanol TP + + +

hydrogen sulphide SA o ils and fats (vegetable/animal) = + 0 0

hydrogen sulphide TP + + + oleic acid P + + +

iodine tincture T + 0 olive oil TP + + 0

i-propanol, see isopropanol + + + oxalic acid SA + + +

iron 1l chloride SA + + + oxygen TP + + 0

iron 1l sulphate SA + + + ozone P 0 - -

iron I chloride SA + + + paraffin oil TP + 0 0

iron Il nitrate D + + + peanut oil TP +

iron 1ll sulphate SA + + + peppermint oil TP +

isopropanol TP perchloric acid 10 %

isopropylether TP perchloric acid 20 % + + +

lactic acid 10% perchloric acid 70 %

lactic acid TP + + + perhydrol, see hydrogen peroxide 30% + + +

lanolin (wool lipids) T + 0 0 petrol ether P + 0 0

lead acetate SA + + + phenol D + +

lead tetraethyl TP + phenol, dilute 90 %

magnesium carbonate SA + + + phenylhydrazine TP

magnesium chloride SA + + + phenylhydrazine chlorohydrate P

magnesium hydroxide SA + + + phosphine TP

magnesium nitrate SA + + + phosphoric acid 50 % + + +

magnesium sulphate SA phosphoric acid up to 85 % + + 0

maleic acid SA + + + phosphorus trichloride TP + + 0

malic acid SA phosphoryl chloride TP + + 0

mercury P + + + picric acid SA + + 0

mercury chloride SA + + + potable water, chlorinated TP + + +

mercury cyanide SA + + + potash, see potassium nitrate + + +

mercury nitrate D + + + potassium bichromate 40 %

methanol (methyl alcohol) TP + + 0 potassium bichromate SA + + +

methyl acetate TP + + potassium borate SA

methyl bromide TP 0 - potass ium bromate 10 %

methyl ethyl ketone TP + 0 potassium bromide SA + + +

methyl methacrylate P potassium carbonate and bi SA + + +

methylamine up to 32% + potassium chlorate SA + + +

methylene chloride, see dichloromethane 0 - potassium chloride SA + + +

milk T + + + potassium chromate 40 % + + +

mineral oils T + + 0 potassium cyanide >10 % + + +

mineral water T + + + potassium cyanide SA

molasses T + + + potassium fluoride SA + + +

muriatic acid upto3s%  + + +
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(‘Chemical resistance Concentration  PE-HD Temperature °C. (‘Chemical resistance Concentration  PE-HD Temperature °C.
20 40 60" 20 40 607

potassium hexacyanoferrate (I1+111) SA + + sodium perborate SA + 0

potassium hydroxide 60% + + + sodium phosphate SA + + +

potassium hydroxide up to 50% + + + sodium silicate (water glass) D + + +

Egetasgitgrsr; imr%iéi% igdlgtion, sodium sulphate and bi SA + + +

potassium hypochloride D + 0 223:3$ zﬂ:pmje 4%A% * * *

potassium iodide SA + + + codium thi P II eh ; A

potassium nitrate (potash) SA + + + B e ;?U phate B : 5 5

potassium orothophosphate SA + + + stryen th D

potassium perchlorate 1% - arg A : : *

potassium perchlorate 10 % s o z

potassium perchlorate <A N . N sulphur dioxide, dry, wet P + + +

potassium permanganate SA zU:DEUF ?:%XI%(Z fluid Ig

potassium permanganate 20% + + + sﬂlphﬂri ' Xij to 10%

potassium persulphate SA + + + P .C ac! UpiLe .

potassium sulphate <A N N N sulphuric acid 10-80% + + +

potassium sulphide D + + + 23:[):“['5 zc;i.d 956:/0 o

propane, gaseous R + + phurou .

= 00 N N . sulphurous acid 30% + + +

proprionic acld 1 N 0 0 Superchloric acid, see perchloric acid

- P . 0 0 table salt, see sodium chloride + + +

saccharic acid <A tannic acid (tannins) D + + +

salicylic acid SA + + + tartar!c ac!d b 2 z z

kea water T N N N tartaric acid SA

sea water, see ocean water + + + fetrahydrofuran ) i 0 0

ilicone oil P N N N tetrahydronaphthalene (tetralin) TP 0 0

kiliconic acid o N . . thionyl chloride TP

silver acetate SA + + + thmpheng w 0

Siber e <A N . . tin chloride I+ IV SA & & &

silver nitrate SA + + + to.Iuene S ™

e D trichloroacetic acid 50% + + +

soda, see sodium carbonate + + + tr!chloroethylene ™

Eodlim atetaa ) N . N tricresyl phosphate TP + + +

sodium benzoate SA + + + tr!ethanolamme b * 0

odium bicarbonate A ' N N trimethylol propane up to 10%

sodium biphosphate SA + + + Eurz;entme ol 3T3f; 0 0 0

sodium borate SA 000

sodium bromide SA + + + EEZ: >ISA/0 * * *

sodium carbonate SA + + + urine T

sodium chlorate SA + + + ) L . . .

kodium chioride o\ N . . inegar (wine vinegar) T + + +

sodium chlorite 20 % |rr:iyslkacetate TTP * * 0

sodium cyanide SA + + + ) / -

sodium dichromate SA + + + ine and spirits T * * *

sodium fluoride SA + + + ine vinegar T + + +

sodium hexacyanoferrate (Il + I1l) SA + + + xylene TP 0

%?Sduiijprﬂi@/)drogen sulphite (sodium SA . . . eas'i SD + + +

eas A

sodium hydroxide, i

see sodium hydroxide solution * * * [EIE eIl A 2 i i
— zinc chloride SA + + +

sodium hypochloride active chliorine + + + zinc oxide SA + + +

sodium nitrate SA + + zinc sulphate SA * S

sodium nitrite SA + + +

sodium orthophosphate SA + + +

—\
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Kaynak operasyonuna baslamadan 6nce bu
talimatnamenin okunup, anlasiimasi cok énem
arz etmektedir. Sik ve genel olarak yapilan hata
yetkin olmayan personel ile 6zensiz ve dikkatsiz
kaynak isleminin yapiimasidir.

MANSONLARIN

DEPOLANMASI VE ELLECLEME

Elbor markal Grtnler plastik poset icerisinde
sevk edilir ve kaynak yapilana kadar plastik
ambalajinda saklanmalidir. Ek parcalarin poset
icerisinde saklanmasi nakliye ve tasima sirasin-
da kirlenmenin 6ntne gecmek icin 6nemlidir.
Ek parcalar glines 1sigina direkt olarak maruz
birakilmamali ve depolama kosullari 50 °C'nin
altinda olmahidir. Montajdan énce her seferinde
ek parcanin hasar gérmemis oldugundan litfen
emin olunuz.

MONTAJ

Montaj sirasinda uygun el aletlerinin kullanil-
masl! cok 6nemlidir. Tum cihazlarin kullanima
hazir ve gerektiginde kalibre edildiginden emin
olunuz. Gerekli el aletlerinin listesi asagidaki
gibidir:

Olcum cihazi (metre, kumpas, sirkometre vb.)
Boru kesme aparat!

isaretleme kalemi

Kazima aparati

Temizlik malzemesi (alkollt mendil vb.)
Ovallik alma aparati

Boru sikma aparati

GUc dreticisi (jenerator)

Ef kaynak makinesi

LR B R R K % 2R 2R 2

BORU UYUMLULUK
DEGERLENDIRMESi

Latfen boru hammaddesini kontrol ediniz. Elbor
ek parcalari PE8O, PE100 borulara uyumlu-

dur. Lutfen boru ve ek parca SDR degerlerinin
uyumlu olup olmadigini kontrol ediniz.

Boru dis capini sirkometre ile 6lctiniz. Boru dis
capi uluslararasi standartlardaki tanimlara uy-
gun olmalidir (EN 12202-2;EN 1555-2). Boru dis
cap! boru ucundan belli bir mesafede élctlme-
lidir (%5 OD). Eger boru capi kesilen noktada
standartlardaki tanimli araliklarda degilse
uygun olan baska bir noktadan kesit alinmalidir.
Boru dis capi uygunluk tablosu bazi caplar icin
yanda verilmistir:

BORU CAPLARI (mm)
PIPE DIAMETER
Min. Max.
DN/0D BORU CAPI| BORU CAPI
16 16 16,3
20 20 20,3
25 25 253
32 32 32,3
40 40 40,4
50 50 50,4
63 63 63,4
75 75 75,5
90 90 90,6
110 110 110,7
125 125 125,8
140 140 140,9
160 160 161,0
180 180 181,1
200 200 201,2
225 225 226,4
250 250 251,5
280 280 281,7
315 315 316,9
355 355 357,2
400 400 402,4
450 450 452,7
500 500 503,0
560 560 563,4
630 630 633,8
710 710 716,4
800 800 807,2

www.radiusstarpiping.com

It is very important to read and understand
this manual before performing welding opera-
tions. Most common mistake is to perform ef
welding operations with unqualified personnel
and to practice sloppy and careless weldings.

FITTINGS STORAGE

AND HANDLING

Elbor fittings are paked in plastic cover and
should remain packed until they are ready
to be used. This plastic cover is important to
prevent contamination during transport and
handling before installation.

Never store fittings in direct contact with
sunlight and the storage conditions must be
under 50 °C. Please check everytime if the
fittings are danaged before installation.

INSTALLATION

It is very importatnt to use proper hand tools
during the installation. Be sure all the devices
are ready to use and calibrated if necessary. A
list of required tools is as below:

Measuring device (pi tape, meter, caliper etc.)
Pipe cutting equipment

Marking pen

Scraping tool

Cleaning material (alcohol wipes etc.)
Re-rounding tools

Pipe clampimg tools

Power generator

Ef welding machine

L 2R 2R 2R 2R 2K 2% 2R 2R 2

PIPE COMPATIBILITY

Please check the pipe raw material. Elbow
fittings are compatible for PE8O, PE100 pipes.
Compare and check if the SDR class of pipe is
compatible eith the SDR class of the fitting.
Measure the external diameter of the pipe
using a Pi tape. The external diameter of

the pipe should comply with the tolerences
defined in the international standarts (EN
12202-2; EN 1555-2). Measure the pipe outside
diameter at a specified distance away from
the pipe ends. (%5 OD). If the pip diameter
does not match with the requirements cut the
pipe at whre it is suitable. A small list of pipe
dimateres are listed below:
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BORU DN KAZIMA DERINLIGI (mm)
PIPE DN PEEL DEPTH (mm)
< DN25 0,2
DN32-DN63 0,2-0,3
DN75-DN225 0,2-0,4
>DN225 0,3-0,5
BORU HAZIRLIGI PIPE PREPERATION

EF kaynak isleminde boru hazirligi en 6nemli adimdir. Ne
yazik ki sikca yapilan hatalardan biri de bu konuya gerekli
onemin verilmemesidir ki bu adimda yapilacak bir hata
daha biyuk hatalara ve sonuclara yol acabilmektedir.

Boru kesme: Boru uclari diizgin kesitler halinde kesil-
melidir. Boru uclarinin dizgin kesilmemesi mansonun
boru tzerinde dogru konumlanmamasina yol acacaktir.
Dz kesilmeyen boru uclari manson tellerinin boru ile
oplsmemesine, dolayisiyla kisa devrelere, boru ve man-
sonun kontrolsliz erimesine ve hatta ani yanmalara sebep
olabilir.

isaretleme: Basaril bir kaynak yapabilmek icin man-
sonun boru ve ya ek parca icine muntazam bir sekilde
yerlestirilmesi gereklidir. Bunu icin manson derinligi
oOlcalmeli ve boru ucuna beyaz kalem ile isaret konulmali-
dir. Konulacak isarret mesafesi manson derinliginin yaris!
+2cm kadar olmalidir.

Kazima: iyi bir kaynak yapabilmek icin boru ve ya ek par-
¢a uclarmin temiz ve oksitlenmemis olmasi gerekmekte-
dir. Temiz ve uygun hir yizey borunun ve ya ek parcanin
ancak uygun el aletleriyle kazinip temizlenmesi ile mim-
kan olabilmektedir. El ile kazima cok zaman almasi ve
diizensiz ylzey olusma ihtimali nedeniyle 6zellikle buyuk
capli mansonlarda tavsiye edilmemektedir. Bu islemin
mekanik kazima aparatlari ile yapiimasi tavsiye edilir.

Pipe preperation is the most important step at EF welding.
A very common mistake is not to give necessary atten-
tion at this step which may lead to other consequencing
mistakes.

Pipe cutting: Pipe ends must be cut even and in plane
sections. If pipe ends are not cut even this may lead to
unproper positioning of the coupler and pipe. Coupler
wires may remain uncovered and ths may lead to a short
circuit, uncontrolled melting if pipe ends or coupler, over-
heating of the couper or even sudden combusiton.

Marking: A proper coupler depth must be installed in the
pipe or spigot end to achive the successfull welding. To as-
sign this depth, measure the insertion depth of the coupler
(this is usuallly the half of the coupler length) and put a
mark with a white pen at this distance (+2 cm to check the
scraped area visually after mounting) on the pipe or spigot
ends.

Scraping: To perform a good welding procedure pipe
surfaces must be clean and free of oxidized surface layers.
This can be accomplished by scraping the pipe surfaces
with suitable tools. Hand scraping is not recommended es-
peciallly for larger pipe diameters due to the probability of
uneven peeling and time consumption. Mechanical peeling
tools are strongly recommended for proper scraping.

—
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Temizleme: Boru uclar temiz ve toz, topraktan arindiriimis olma-
lidir. Boru uclarindan capak ve ya kazima artigi malzemeyi alkold
bez ve ya alkollli soltsyon kullanarak temizleyiniz. Bu islemden
sonra boru uclarinin tekrar kirlenmemesine dikkat ediniz. Manson
ic kisminin da temiz olmasina dikkat edilmelidir.

Boru ovallik alma: Ef mansonlar yuvarlak boru ve ek parcalar
icin tasarlanmistir. Eger herhangi bir sebepten 6trt boru ve ya ek
parca ovallesmis ise duizglin kaynak yapilmasi mimkin olmaya-
caktir. Ovallige sebep olan bazi maddeler asagidaki gibidir:

Uretim kosullari: Boru iretim sirasinda malzeme ovallesebilir.
Boru dreticisi ovalligi belli sinirlar icerisinde tutmak zorundadir
ancak montajdan énce kaynakcl da bu kontrolt yapmalidir.

Depolama ve tasima kosullari: Borular depolarda bekletilirken
genellikle birbirinin Gzerine yerlestirilir. En alttaki boru genellikle

Uzerindeki kitleye bagli olarak yuvarlaklasir.

Boru kangallama: Kangal borular, tzerine uygulanan kuvvetler

nedeniyle zaman icerisinde yuvarlaklasir.

Monte edilmis borular: Montaji yapilmis ve yeraltinda uzun za-
man kalmis olan borular, tzerlerindeki toprak agirligi ve ya yeralti
hareketleri sebebiyle ovallesebilir.

Elektroftizyon kaynaginin basarisi manson ile boru ve ya ek
parca arasindaki bosluklarin doldurulmasina baglidir. Saglikli bir
elektroftizyon kaynak islemi gerceklestirmek icin borularin ovalligi
uygun aletler kullanilarak giderilmelidir.

Ovallik montajdan é6nce asagidaki adimlar

takip edilerek giderilmelidir:

& Kaynak yapilacak kesitteki maksimum ve minimum boru dis
caplari olcular.

@ Kaynak yapilacak ek parcadaki maksimum ve minimum dis
caplar olcular.

@ Eger maksimum ve minimum dis caplar arasindaki fark asa-
gidaki kriterlere uymuyorsa kaynak islemi yapilmaz. Boru ve ya ek
parcadaki ovalligi gidermek icin uygun ekipmanlar kullanilir.
Eger DN < 315 mm ise;

Maks. Od (DIS CAP) - Min. OD (DIS CAP) < 1,5 % of DN or <3 mm
(hangisi daha kictikse)

Eger DN 7 315 mm ise;

Maks. OD (DIS CAP) - Min. OD (DIS CAP) < 1,0 % of DN or <5 mm
(hangisi daha kiictikse)

Cleaning: Pipe ends must be clean and free of any dust, dirt or
soil rests if any. Remove any burrs or shavings from the pipe ends
using a alcohol towel, an alcoholic solution or etc. Be carefull not
to mass the pipe ends after this operation. It is recommended to
clean the coupler inside also.

Pipe re-rounding: Ef couplers are designed to work on round
pipes or spigots. If the pipe end or spigot has become rounded
due to any reason, a proper welding cannot be achieved. Some
reasons for the oavlity of the pipes or spigot ends are listed below:

Manufacturing conditions: Pipe may be rounded during the
manufacturing process. The manufacturer should check this para-
meter but the installer should also confirm before installation.

Storage and handling conditions: Pipes are stored often on top
of one another. Undermost pipe usually becomes rounded due to
the mass above it.

Pipe coiling: A coiled pipe will become rounded after a long
period of time due to the forces applied on it.

Insatalled pipe: Pipes which have been installed and spent a long
time underground may become rounded due to the bulk earth
weight or ground movements.

The success of the ef welding is extremely dependent on the
ability of the coupler to fill the gaps between the pipe or spigot
end and the coupler. In order to perform a healthy ef welding
process, pipes should be re-rounded again using proper tools.

The ovality should be checked before

the installation as follows:

& Measure the maximum and minimum pipe outer diameters
at the section which the ef welding is to be operated.

& Find the difference between max. and min. measured OD
(outer diameter) of the pipe or spigot end.

& [fthe difference does not match the below properties, DO
NOT PERFORM the welding operation. Use a re-rounder to fix the
ovality at the welding section.

For DN < 315 mm

Max. OD - Min. OD < 1,5 % of DN or < 3 mm (whichever value is the
smallest)

For DN ? 315 mm

Max. OD - Min. OD < 1,0 % of DN or <5 mm (whichever value is the

smallest)

www.radiusstarpiping.com
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Hizalama: iyi bir kaynak islemi gerceklestirmek icin borular ve

ek parcalar manson ile diizgtin bir sekilde hizalanmalidir. Kaynak
sirasinda, 1sitma ve sogutma sirelerinde, borular asla oynatiima-
mali ve yerleri degistirilmemelidir. Bu nedenle, kaynak ve sogutma
islemi sirasinda bu ttr hareketlerden kacinmak icin, manson
boruya ve ek parcaya kelepce ile sabitlenmelidir.

Mansonun montaj derinligi boru ve ek parca Uzerine beyaz
bir kalem ile isaretleyiniz. Ef mansonun monte edildikten sonra
isaretli alana ulastigindan emin olunuz. Boruyu diizgtn bir sekilde
hizaladiktan sonra kelepceleri sikiniz.

ELEKTROFUZYON

KAYNAK ISLEMI

Yukaridaki tim adimlar izlendikten sonra

ef kaynak islemine baslanabilir. Kaynak

islemine baslamadan 6nce asagidakileri

lutfen kontrol ediniz:

& Jeneratoriin hazir oldugundan ve

yakit deposunun dolu oldugundan emin

olun.

& Jeneratori calistiriniz ve voltajin

sabit oldugundan emin olunuz. Kararsiz

ve dalgall gic girisi hata ciktilarina neden olabilir.
& Kaynak makinesini jeneratore baglayin.

& Ef makinenin iki terminalini mansona baglayiniz.

Kaynak Parametre Girisi

Kaynak islemleri sirasinda kisa devre

yasamamak icin terminallerin bagli

oldugundan ve terminal uclarinin

kirlenmediginden emin olunuz. Ayrica

kaynak islemi sirasinda boru ve man-

sonun hareket etmeyeceginden emin

olunuz. Sonrasinda asagidaki adimlari

takip ediniz:

& Kaynak makinesini calistiriniz ve

sicaklik, operator numarasl, isim gibi

gerekli bilgileri giriniz.

& Barkod okuyucu kullanacaksaniz, kalemi govdeden cikarin ve
barkodu kalemle okuyunuz.

4 Kalem barkodu okumuyorsa, barkodun hasarli olmadigindan
veya kalemin dogru aci ile tutuldugundan emin olunuz.

& Kaynak makinesi ekraninda gosterilen degerlerin barkod 6zel-
likleriyle eslesip eslesmedigini kontrol ediniz. Sorun yoksa kaynak
islemine baslayiniz.

& Manuel olarak giris yapacaksaniz parametrelerin dogru girildi-
ginden emin olunuz. Sorun yoksa kaynak islemine baslayiniz.

& Kaynak makinesinin ekraninda herhangi bir hata uyarisi olma-
digindan emin olunuz.

Alignment: To perform a good welding procedure pipes or spi-
gots must be perfectly aligned with the coupler. In order to avoid
welding mistakes during welding, heating and cooling times pipes
should never be moved or replaced. Therfore ef copulers must be
clamped to the pipes or spigots in order to avoid such movements
during welding and cooling process.

Mark the insertion depth of the coupler on the pipe with a marker.
Be sure that the ef coupler reaches marked area. Tighten the
clamps after aligning the pipe properly.

ELECTROFUSION WELDING
We can start with the welding process
once all the above preperations are
done. But before starting the elect-
rofusion welding please check the
followings:
& Besure that the power generator
is ready and fuel tank is full.
& Start up the power generator and
make sure that the voltage is stable.
Unstable power input may result in
error outputs.

& Connect the welding machine to the power generator.

& Connect the two terminals to the fitting.

Welding parameter input
Be sure that the terminals are con-
nected and the terminal ends are not
contaminated in order to avoid short
circuit during welding operations.
Also ensure that the coupler and pipe
will not move during the welding
process. Then follow the steps below:
& Start the welding machine and
enter the necessary informations
such as temperature, operator num-
ber, name etc.

& Ifabarcode is used take out the pencil from the casing and

read the barcode with the pen.

& Ifthe pen does not read the barcode make sure that the bar-

code is not damaged or pen is held with right angel.

& If OK, please check if the data shown on the welding machine

screen match with the barcode properties of the item. If OK start

the welding.

& Ifthe parameters to be input manually, be careful to input

correct parameters matching with the item to be welded. If OK,

start welding.

& Make sure there is no error warning on the display of the

welding machine.
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Kaynak Sonrasi Kontroller

Kaynak islemleri tamamlandiktan sonra operator, biten kayna-
gin uygunlugunu kontrol etmelidir.

& Kaynak makinesinin ekraninda herhangi bir hata uyarisi
olmadigindan emin olunuz.

& Operator kaynak stresinin tam olarak doldugundan emin
olmalidir.

& Operator boru ve ek parcanin soguma stresi boyunca ha-
sar gormediginden ve hareket ettirilmediginden emin olmalidir.
& Operator, ef baglayicisindaki yikselen pimin (erime
gostergesinin) yikselip yikselmedigini kontrol etmelidir. Eriyik
gostergesinin yukselmesi, kaynagin kalitesi hakkinda herhangi
bir ipucu vermez. Sadece kaynak yapildigini gosterir.

@ Operator kaynak kulakciklarinin yikseldigini kontrol etme-
lidir. Yukselen kulakcik kaynak kalitesi hakkinda bilgi vermez
fakat kaynagin tamamlandigini belirtir.

Kulakcik yukselmezse operatér asagidaki maddeleri kontrol
etmelidir:

& Boru ve ek parca ovallikleri,

& Barkod parametrelerini,

@ GUc kaynag giris beslemesinin sabit olup olmadigini,

& Kaynak makinesinin ekraninda herhangi bir hata uyarisi
olup olmadigini,

4 Boru hizasinin dizgtn olup olmadigini.

Kulakclk clkmamasina ragmen tim yukardaki parametreler
uygunsa kaynakta bir sorun olmasi beklenmez.

Post welding inspections

After the welding operations is completed operator should
check the compatibility of the accomplished weld.

& Operator should check if tehre are any error warning on
the display of the welding machine.

& Operator should check if the complete time cycle has
lasted for the suitable welding.

& Operator must be sure that the fitting and the pipe has not
been damaged or moved and held properly by clamps during
the cooling time.

& Operator must check whether the rising pin (melt indicator)
on the ef coupler has risen. Rise of the melt indicator does not
give any clue about the quality of the weld. It only indicates if
the welding is performed.

If the rising pin (melt indicator) does not rise the operator
should check the followings:

& The dimensions of the pipe/spigot and the ovality.

& The heat fusion parameters of the barcode match with the
reality.

& Input power supply to the welding machine is stable.

& Thereis no error display on the screen of the welding
machine.

& Pipe alignmnet is correct and in place.

If all the above parameters are OK even though the melting
indicator does not show up there is no need to reject the weld.
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GiRIS

Kaynak kalitesi, kaynakcinin kabiliyeti, kullanilan ekipman ve
standartlarin uygulanmasini saglayan gozlemciye dogrudan
baglidir. Kaynak prosesi basindan sonuna kadar titizlikle goz-
lemlenmelidir. Bunun saglanabilmesi icin kaynak mahallinde bir
supervisor bulundurulmalidir. Ayrica, kaynak esnasinda kaynak
datalari ekte verilen foylere kaydedilmelidir. Kaynak islemine
baslamadan once test kaynagi yapilarak kaynak parametre-
lerinin dogrulugu tespit edilmelidir. Her bir kaynakei gerekli
egitimlerden gecirilmis ve sertifikalandiriimis olmalidir.

ALIN KAYNAGI

Kaynak islemine baslamadan énce

dikkat edilmesi gereken hususlar

Kaynak yapilan ortamin sicakhigr +5 °C'nin (izerinde olmalidir.
Yagisli ve soguk havalarda dstt kapali bir yer secilmelidir.
Kaynak esnasinda vantilasyon nedeniyle hizli sogumanin olma-
masi icin boru uclari kapatiimalidir. Kangal halindeki borularda
kaynak yapilmadan 6nce, kangallasma esnasinda olusmus olan
ovalliklerinin alinmis olmasi gerekir. Kaynak holgesi temiz ve
hasarsiz olmalidir.

Kaynak metodunun tarifi

Alin kaynagl, ayni cap ve et kalinligindaki boru ve fitinglerin
basinc ve sicaklik yardimiyla alin alina birlestiriimesi suretiy-

le gerceklestirilen bir baglanti metodudur. Kaynak yapilacak
parcalarin agiz kisimlari, diizgiince tiraslanarak erime sicakligina
kadar isitilir 200-220 °C). Daha sonra da belirli bir basincla
birbirine alin alina yapistirilir. Kaynak basinci, sicaklik ve zaman
malzemenin kendi kimyasal ve fiziksel 6zelliklerini bozmayacak
sekilde ayarlanir.

Alin kaynagl metodunda kaynak bolgeleri isitici izerine
belirli bir basincla bastirilir (yanastirma), kaynak sicakliginda
hemen hemen sifir basincta beklenir (basingsiz 1sitma) ve basing
altinda birlestirilir (birlestirme).

Kaliteli bir alin kaynaginda baglanti en az orijinal borunun
sahip oldugu dayanima sahiptir. Kaliteli bir alin kaynag elde
edebilmek icin kaynak basinci, sicaklik ve zaman parametreleri
titizlikle ayarlanmalidir.

Kaynak hazirhig

Kaynak islemine baslamadan hemen 6nce kaynak makinasi (ize-
rinde gorulen set sicakliginin kontrol edilmesi gerekir. Bu islem
infrared termometre ile yapiimalidir. Set sicakligina ulasildiktan
en az 10 dak. sonra kaynak islemine baslanmalidir.

Kaynak kalitesinin iyi olabilmesi icin isitici yizeylerinin her
kaynaktan 6nce temzilenmesi gerekir. Temizleme asindirici
olmayan yumusak malzemelerle, alkol vs. yardimiyla yapilabilir.
Isitici yazeyleri cizik veya hasarli olmamalidir.

Birlestirme kuvvetleri ve birlestirme basinclart kullanilan
makinanin speklerinde gosterildigi gibi olmalidir. Bunlar kaynak
makinasini treten firmanin verdigi bilgilere, hesaplamalara
veya 6lcim degerlerine gore belirlenmelidir. Hareket basinci,
kaynatilacak parcalarin makinada montajli iken hafifce hareket
ettirilmesi ile cihazin basinc gostergesinde gorilen degerdir. Bu
deger belirlenen birlestirme basincinin tzerine eklenmelidir.
Hareket basinci makinadan makinaya degistigi gibi, kaynatilacak
borunun capina ve boyuna gore de degisir. Bu nedenle her bir
kaynak isleminden énce hareket basinci okunarak birlestirme
basincina eklenmelidir.

Birlestirilecek bolgeler kaynak yapiimadan 6nce tiraslanma-
Idir (Sekil 2). Bu sekilde borular tam olarak alin alina yerles-
tirilebilir ve yzeylerdeki kirli bolgeler atilmis olur. Tiraslanan
iki ylzey birbiri Uzerine értisturtlince cevre boyunca olusan
boslugun izin verilen maksimum genislik degeri Tablo 1'de
verilmistir.

Bosluk genisligi ve hatall merkezleme (kaciklik) olup olmadi-
g1 kontrol edilmelidir. Kaciklik mumkin oldugu kadar sifirlanma-
lidir. En kot durumda birlestirme bolgelerinin kacikhigi 0,1*Cidar
kalinligrni gecmemelidir.

®D mm mm
<355 0.5
400 ... <630 1.0
630 ... <800 1.3
800 ... < 1000 1.5
> 1000 2.0
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Tiraslanan kaynak bolgeleri kirletiimemel, el ile doku-
nulmamalidir. Aksi taktirde tekrar tiraslama yapmak sarttir.
Kaynak bolgesinde tiraslama sonucunda ortaya cikan capaklar
birlesme yuzeylerinden el degmeden temizlenmelidir.

Kaynak prosediirii

Alin kaynag prosesinde kaynak bolgeleri bir 1sitict yardimiyla
kaynak sicakligina kadar isitilir ve istici cikarildiktan sonra
basin¢ altinda birlestirme islemi yapilir. Isitici sicakligr 200-220
°C arasinda olmalidir. Yiksek sicaklik daha ince et kalinligr icin
gecerli iken dusiik sicaklik baytk et kalinliklarr icin gecerli olur
(Grafik 1).

Yanastirma:

Kaynatilacak borular birlesme yiizeyleri isiticiya paralel olacak
sekilde Isiticiya yanastirilir. Paralelligin tam olarak saglanip
saglanmadigl olusan dudak yuksekliginin tipine bagli olarak
belirlenebilir. Eger tam paralellik saglanamamissa cap boyunca
homojen dudak yiiksekligi olusmayacaktir. Yanastirma islemi
P1 basinci altinda T1 stiresi boyunca yapilir (Grafik 2). T1 stresi
olusan dudak ytiksekligine gore belirlenir. Olmasi gereken mi-
nimum dudak yukseklikleri Tablo 2'de 2. kolonda gosterilmistir.
Isiticinin yerlestirilmesi ve dudak olusumu islemleri Sekil 3 ve
Sekil 4'ten goralebilir.

P1 ara ylizey basinci 0,15 N/mmz2 dir. Ancak bu basing
kaynak cihazinin manometresinde okunan basin¢ degildir. Kul-
lanici ara ylzeyde bu basinci saglamak icin kaynak makinasini
hangi degere ayarliyacagini kaynak makinasi dreticisini verdigi
bilgilere gore belirlemelidir.

Basingsiz isitma:

Bu islem icin yanastirma basincindan cok kisa bir stire icerisinde
kaynak ytizeylerini isiticidan ayirmadan basinc disaralir. Bu
asamada birlesme bolgeleri isitici ile hemen hemen sifir basincta
(ara yuzey basinci) temastadir (P2 ! 0,02 N/mm2). Bu esnada Isi
boru ekseni dogrultusunda ilerler. Isitma siiresi T2 Tablo 2'de 3.
kolonda verilmistir. Bu stirenin gerekenden kisa tutulmasi halin-
de, erimis plastik kismin derinligi kaynak icin gerekli olan derin-
likten daha kisa olur. Isitma siiresinin gerekenden uzun tutulmasi
halinde de kaynak bolgesi asir eriyecek veya bozunacaktir.

Isiticinin cikarilmasi:
Basincsiz Isitma isleminden sonra birlesme bolgeleri isiticidan
ayrilir. Isitic cikarilirken birlesme bélgelerine zarar verilmemeli

ve/veya pislik bulastiriimamalidir. Isiticr cikarildiktan sonra ok
cabuk bir sekilde birlestirme islemi gerceklestirilmelidir. Eger
gecikilirse soguma ve oksitlenme nedeniyle kaynak kalitesi bo-
zulur. Bu asama icin maksimum stire T3 Tablo 2'de 4. kolonda
verilmistir.

Birlestirme:

Isitici ¢ikarildiktan sonra borular birbirine yanastirilir. Yanas-
tirma kesinlikle 1sitilmis yiizeylerin birbirine carpmasi seklinde
olmamalidir. istenilen P3 basin¢ degerine (ara ytizey basincr)
lineer bir sekilde cikilmalidir (Grafik 2). Gerekli siire T4 Tablo
2'de 5. kolonda verilmistir. Birlestirme basinci P3 0,15ff10,01 N/
mm?2 olmalidir.

Sogutma:

Sogutma esnasinda birlestirme basinci P3 (ara yiizey basinc)
sabit tutulmalidir. Birlestirme isleminden sonra dizgun ikili
dudak olusmalidir. Dudak boyutlari ve sekli kaynagin dizginli-
glind gosterir. Birlestirilen borularin melt-flow'una bagl olarak
farkl dudak sekilleri olusabilir. Sekil 6da gosterilen K degeri
her zaman sifirdan bayik olmalidir. Bu asama icin gerekli
minumum stre T5 Tablo 2'de 5. kolonda verilmistir.

Not: Tabloda verilen kaynak parametrelerinden herhangi
birinin disina cikildiginda veya anlatilan prosedurlerden birine
uyulmadigl zaman tim kaynak islemi tekrar yapiimalidir.

Adim adim kaynak islemi

1 Gerekli kaynak kosullarini sagla, or. kaynak mahallinin isti-
nan kapatiimasi.

2. Kaynak makinasini jeneratore veya elektrik hattina baglaya-
rak calisip calismadigini kontrol et.

3. Kaynak yapilacak borular makinaya yerlestir ve borularin
aksiyel yonde kolay hareket edebilmesini sagla.

4. Birlesme bolgelerini tirasla.

5. Tiraslama aparatini makinadan cikar.

6. Kaynak bolgesinden capaklari temizle (firca veya kagit havlu)
7. Hava sirkilasyonuna karsi boru uclarini kapat.

8. Birlesme yuzeylerinin birbirine paralelligini yizeyleri birbi-
rine degdirerek kontrol et (en kot durumdaki bosluk genisligi
Tablo I'deki degerleri gecmemeli).

9. Kacikliklar kontrol et (en kot durumda maksimum O,1xCidar
kalinhig).
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Basin¢

Birlestirme islemi

Yanastirma islemi
Basincsiz isitma
Isiticinin ¢ikariimasi

Sogutma islemi

Hareket
Basinci
P

H

10. Isitic ylzey sicakligini kontrol et (Grafik 1).

11 [sitici yuzeylerini asindirici olmayan ve tdy birakmayan bez
veya kagit havluyla temizle.

12. Hareket basincini kaynak makinasinin manometresinden oku
ve bu degeri ekte verilen kaynak foyine yaz.

13. Kaynak makinasi treticisinin verdigi hesaplamalara veya

tablolara gore yanastirma, basincsiz isitma ve birlestirme basing-

larini belirle.

14. Tablo 2'deki degerleri kaynak makinasi Gizerinde uygula.

15. Isiticiyl kaynak pozisyonuna getir.

16. Birlesme bolgelerini 1siticiya cabuk bir sekilde yanastir ve
yanastirma basincinda

Tablo 2'de 2. kolonda verilen minimum dudak yiksekliklerinin
olusmasini bekle.

17. Basinci P2 basincina dasur. Bu basing sifira yakindir 10,02 N/
mm_2. P2 basincinda

Tablo 2'de 3. kolonda verilen stre kadar bekle.

18. Borulari hirlesme bolgelerine zarar vermeden isiticidan ayir
ve isiticyr al.

19. Birlesme yizeylerini Tablo 2'de 4. kolonda verilen stre
icerisinde hemen hemen degecek kadar birbirine yanastir. Daha
sonra %100 temasi yaklasik sifir hizda gerceklestir ve hemen
sonra Tablo 2'de 5. kolonda verilen stire icerisinde birlestirme
basinci P3'e lineer bir sekilde cik.

20. 0,15 N/mm2’lik birlestirme basincindan sonra dudak olusmus
olmalidir. Sekil 6'ya gore K degeri her kesitte sifirdan biyik
olmalidir.

21 Birlestirme basinci altinda Tablo 2'de 5. kolonda verilen stre
boyunca soguma icin bekle.

22. Soguma sonunda kaynatilmis parcalari makinadan demonte et.
23. Ekte verilen kaynak foyina tamamla.

Alin Kaynagi kaynak kalitesiyle ilgili

dikkat edilecek hususlar

Basarili bir kaynak elde edebilmek icin yukarida belirtilen para-
metrelerin disinda;

i) Kaynak yapilacak malzemelerin birbiriyle seklen uyumlu
olmasina dikkat edilmelidir.

if) Nem, rizgar veya distk sicakliktaki ortamlarda , kaynak
parametrelerinin etkilenmemesi icin makine calisma alani bu
etkilerden korunmalidir.

ili) Kaynak yapilacak borularin alinlarinin isitma stiresi sonunda

Zaman

Isitict sicakhgr (°C)

Cidar kalinligr (mm)

ayni sicaklikta olmasini garanti edebilmek icin kaynak bolgesi
direkt guin 15181 vb. etkilerden korunmalidir.

iv) Kaynak islemi 6ncesinde kaynatilacak borularin alinlari toz,
capak.vs olmamasi icin temizlenmelidir.

v) Borular, kaynak islemine baslanmadan énce kafalara saglam
olarak baglanmalidir. Bu hem parcalarin tam olarak merkez-
lenip dogru bir kaynak elde edilebilmesi icin gereklidir, hem
de parcalarin tiraslama sirasinda kafadan kurtulup, operatore
zarar vermesini 6nlemek acisindan énemlidir.

vi) Kaynak islemi sirasinda (soguma stresi dahil) kaynak yapi-
lan parcalar hichir sekilde mekanik bir kuvvete ve zorlamaya
maruz birakilmamalidir. Kaynak yapilan borunun diger kismi,
kolay hareket edebilecegi kayici bir zemin tizerinde bulun-
malidir. Bu, kaynak bolgesine kuvvet uygulanmadan ileri-geri
beslemenin saglanabilmesi acisindan gereklidir.

vii) Tiraslayici bicaginin gerekli keskinlikte oldugundan emin
olunmalidir. Belirli zaman araliklarinda bicak bilenmeli yada
degistirilmelidir.

viii) Isiticinin teflon kaplamasinda derin cizik, centik.vb.
olmamalidir. Bunun icin belirli araliklarla isitici yazeyi kontrol
edilmelidir.

Alin Kaynagi kaynak kalitesinin kontrol edilmesi
i) Ornek bir birlestirme hazirlanir.

i) Gorsel olarak birlestirme holgesi incelenerek asagida verilen
kabul edilen birlestirme resimleriyle kiyaslanir.

iiif) Ornek birlestirmenin tamamen sogumasina izin verilir.

iv) Ornek tzerinden sekilde belirtildigi gibi 8 adet parca kesilir.
V) Kesilen parcanin birlestirme bolgesi gorsel olarak asagida
verilen kabul edilen birlestirme resimleriyle karsilastirilir. Her-
hangi bir bosluk, hatali yanasma, kaynamamis bolge olmamall.
vi) Numune parca uc kisimlari birbirine degecek sekilde bakuldr.
vii) Kaynak bolgesinde deformasyon gozlemlenmemeli. Sonuc,
kabul edilmeyen (asagidaki sekillerde gosterilen) baglanti resim-
leriyle kiyaslanir. Eger bir sorun varsa yeni numune hazirlanarak
ayniislemler tekrar edilir.
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Fazla dudak genisligi
Dudak orta kisminda olusan bosluk yuksekligi cok fazla

Dudak tst kismi duz

Boru etrafinda tniform olmayan dudak

Dudaklar cok kucuk

Dudaklar boru dis yazeyi tzerine donmemis (overlap)
Dudaklar cok buyuk

Dudak dis kenari kare seklinde

Paruzlt dudak yuzeyi

Asiri 1sitma; fazla birlestirme kuvveti
Fazla birlestirme kuvveti; Yetersiz isitma; Isitma esnasinda basing

Fazla birlestirme kuvveti; Asiri 1sitma

Hatali yerlestirme (merkezleme); Arizali 1sitma aparati; Yalnis
ekipman; Yetersiz tiraslama

Yetersiz 1sitma; Yetersiz birlestirme kuvveti

Dudak orta kisminda olusan bosluk cok: Yetersiz 1sitma ve fazla
birlestirme kuvveti

Fazla 1sitma saresi
Isitma esnasinda basin¢ uygulanmis

Kaynak bolgesine kaynak esnasinda hidrokarbon bulasmis
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2

Yanastirma

3

Basincsiz isitma

A

Isiticinin cikariimasi

Birlestirme

Isitici tzerinde

Cidar Kaliniig gbzlenen borunun loli'té?;a?i';félzlgl Birlestirme suresi Sogutma saresi
dudak ytksekligi
mm mm (minmum) S s (maximum) s (mininum)
4,5 0,5 45 5 6
45..7 1,0 45..70 5..6 5.6 6..10
7..12 1,5 70 ... 120 6..8 6..8 10...16
12..19 2,0 120 ...190 8..10 8.1 16 ... 24
19...26 2,5 190 ... 260 10 ...12 1..14 24 .32
26 ...37 3,0 260 ... 370 12..16 14 .19 32..45
37...50 35 370 ... 500 16 ... 20 19...25 45 ... 60
50..70 4,0 500 ... 700 20..25 25..35 60 ... 80

—
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Figure 1:. Pipes to be welded

1. INTRODUCTION

The quality of welding joints depends on the qualification of the
welder, the suitability of the used equipment and devices as well
as on observance to the welding standards. The welding work
must be monitored. A supervisor must be in the welding place to
monitor the work. It is an important requirement to record the
welding data to attached welding protocols.

Within the frame of the quality assurance it is a necessitiy to
perform and test samples of joints before beginning and during
the welding works. Every welder has to be trained and a holder of
a valid qualification certificate.

2. BUTT WELDING

2.1. Precoutions

The welding zone must be protected against bad weather influ-
ences (e.g. moisture and temperatures below + 5 °C). A cooling
down during the welding process by ventilation has to be avoided
by closing the pipe-ends during welding.

Pipes from coils are oval immediately after uncoiling. The
pipe end must be prepared before welding, e. g. by careful hea-
ting up with a hot-air equipment and use of a suitable clamping
and/or rerounding device.

The connection zones of the components to be welded must
be undamaged and have to be free of contaminations (dirt, oil,
shavings).

2.2. Description of butt welding

Butt-welding is a method, which is used to join pipes and fittings
of the same diameter and wall thickness. In this process, the con-
tact faces of the components are planed so that a perfect contact
is achieved, then heated to the melting temperature, and then
melted contact faces are joint under pressure. Welding pressure,
temperature and time is adjusted so that the physical and chemi-
cal properties of the original material are retained.

At the butt welding method, the connection zones of the com-

ponents to be welded are aligned on the heated tool (alignment),
heated up to the welding temperature with reduced pressure
(heating-up) and joined under pressure (joining) after removal of

the heated tool (tool removal).

A good quality butt-welded joint assures that the joint stren-
gth is the same as valid for the original pipe itself. And in order to
achieve a good quality joint, welding parameters (temperature,
pressure and time) should be adjusted carefully.

2.3. Preparation

Before starting of the welding process, the welding temperature
set on the heated tool is to be checked. This is done by means of
an infrared thermometer. For adjusting a thermic balance, the
heated tool may be inserted 10 minutes after reaching the set
temperature.

To ensure an optimum welding connection, the heated tool
has to be cleaned with an absorbent, non-fuzzy and non-coloured
paper before every welding operation. The heated tool must be
free of damages in the working zone.

The joining forces and joining pressures have to be specified
for the machines to be used. These can be based on manufacturer
information, calculated or measured values. Additionally, at the
welding of pipes, the workpiece moving force resp. moving pres-
sure is taken from the indicator of the welding machine during the
slow displacement of the part to be welded and have to be added
to the prior determined joining force resp. joining pressure.

The joining areas have to be planed with a clean and
grease-free tool directly before the welding, so that they are
plane-parallel in clamped condition. Permissible gap width under
alignment pressure see Table 1.

Pipe outside Gap width
diameter ®D mm mm

®D mm mm

< 355 0.5

400 ... <630 1.0

630 ... <800 1.3

800 ... £1000 1.5

> 1000 2.0

Table 1: Maximum gap width between the treated welding zones.
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Treatment tool

Shaving

Figure 2. Pipe treatment

Both, the gap width and the misalignment have to be
controlled. The misalignment of the joining areas on the pipe
outside resp. sheet may not pass the permissible size of 0.1 x wall
thickness.

The treated (planed) welding areas should be neither dirtied
nor touched by hand, as a retreatment would be necessary then.
Shavings fallen into the pipe have to be removed.

2.4. Welding Procedure

In butt welding the welding areas are heated-up to the welding
temperature by means of the heated tool and joined under pres-
sure after removing the heated tool. The heated tool temperature
is 200 to 220 °C. In principle the upper temperature limit is to
aspired for smaller wallthicknesses, the lower temperature limit
for bigger ones (see graph 1). The different stages of the process
are illustrated in graphic 2.

Graphic 1: Recommended values for the heated tool
temperatures subject to the wallthickness.

Graphic 2: Process stages of butt welding

Heated tool

Figure 3: Inserting the heated tool

Alignment:

The joining areas of the welding components are aligned to the
heated tool until all areas are plane-parallel on the heated tool.
This fact is visible on the kind of beads. The alignment is finished
when the bead heights have reached the mentioned values in
table 2, column 2 on the total pipe circumference. The alignment
pressure (P1) of 0.15 N/mm? effects during the total alignment
process. The welder should determine or calculate the manometer
pressure according to the instructions given by the manufacturer
of the welding machine to get the required interfacial pressure.

Heating-up:

For heating-up, the joining areas must contact the heated tool
with low pressure. The pressure is reduced to nearly zero (P2 |
0.02 N/mma2). During heating-up, the heat penetrates the joining
areas and the welding temperature is reached. Heatingup times
are mentioned in table 2, column 3.

Removal of heated tool:

After heating-up, the joining areas are to be detached from the
heated tool. The heated tool should be withdrawn in such a way
that the heated joining areas are neither damaged nor conta-
minated. The joining areas should be joined together quickly
until directly before the contact. The changeover time should

be as short as possible (see table 2, column 4), as otherwise the
plastified areas will cool down. The welding joint quality would be
influenced negatively.

Joining:

The areas to be welded should meet with a speed of nearly zero.
The demanded joining pressure is built possibly linear (Graph 2).
The required times are shown in table 2, column 5. The joining
pressure is P, 0,15+ 0,01 N/mm2.

—
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Figure 4: Bead shapes during and after alignment

Figure 5: After the heating-up, closing the pipes face to face and joining them under pressure

Cooling:

The joining pressure (P3) has to be kept during the cooling time
T5 (see table 2, column 5). After the joining, a regular doub-
le-bead must appear. The bead size shows the regularity of the
weldings. Different beads could be caused by different melt flow
behaviour of the connected materials. K must always be larger
than O (see figure 5).

2.5. Heated tool butt welding of tapping tees
Heated tool butt weldings of tapping tees have to be carried out
with the help of welding fixtures.

2.5.1. Description of method :

The connection zones of pipe and tapping tee are aligned and Figure 6: Bead detalil
heated up by means of a shaped heated tool under alignment :

pressure. After withdrawal of the shaped heated tool the joining

faces are joined under joining pressure.
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Alignment Heating-Up Changeover Joining
Nominal wall Eiea? heiﬁht Or& hiaaed Heating-up time —
thickness Ooal?;rfmeeﬁ?tir?]et ‘ 10xwallthickness Joining pressure Cjzﬁ:'i:gt:?:siﬂ?: '
(alignment with (heating-up with build-up time p=0.15 Nimm2 0,01
0.15 N/mm?) <0.02 N/mnl’)
mm mm (minmum) S s (maximum time) S s (mininum value)
45 05 45 5 5 6
45..7 1,0 45...70 5..6 5..6 6..10
7..12 1,5 70 ... 120 6.8 6..8 10...16
12..19 2,0 120 ... 190 8..10 8.1 16 ... 24
19..26 2,5 190 ... 260 10...12 1..14 24 ...32
26 ...37 3,0 260 ... 370 12...16 14 ...19 32..45
37 ...50 3,5 370 ... 500 16 ... 20 19...25 45 ... 60
50...70 4,0 500 ... 700 20..25 25..35 60 ... 80

Table 2: Recommended values for the heated tool butt welding of pipes, fittings and sheets made from PE-HD, at an outside temperature of
approximately 20 °C and moderate air flow (interim values have to be interpolated).

Not: The welding work must be repeated when the welder carrys out any value which is not mentioned in tabulated values and/or procedure.

2.5.2. Preparation of welding

Before starting of the welding process, the welding temperature
set on the heated tool is to be checked. This is done by means of
an infrared thermometer. For adjusting a thermic balance, the
heated tool may be inserted 10 minutes after reaching the set
temperature.

To ensure an optimum welding connection, the heated tool has to
be cleaned with an absorbent, non-fuzzy and non-coloured paper
before every welding operation. The heated tool must be free of
damages in the working zone.

Prior to clamping into the welding equipment the joining surface
of the pipe has to be scraped by trimming blade or another
suitable tool. Shavings have to be removed e. g. by a brush or a
paper.

The treated welding areas should be neither dirtied nor touched
by hand, as a retreatment would be necessary then.

The roundness of the pipe is to be made by the clamps of the
welding equipment or corresponding rerounding devices. The fit
of the tapping tee face is to be controlled.

The joining forces and joining pressures have to be specified for
the machines to be used. These can be based on manufacturer
information, calculated or measured values.

2.5.3. Welding procedure

The heated tool, heated to the welding temperature (250 to

270 °C), is introduced between the welding components, and is
pressed with an alignment pressure of 0.15 N/mm2 to pipe and
tapping tee.

After beads have formed (table 3, column 1) the specific set pres-
sure for heating up is reduced to | 0.02 N/mm2. The heating time
depends on data provided by the manufacturer of the fitting.

When the heating time is elapsed the shaped heating tool is to be
withdrawn so, that the heated joining faces are neither damaged
or contaminated. The joining areas should be joined together
promptly after. The changeover time should be as short as possib-
le (maximum value see table 3, column 3). After complete cooling
the welding fixture is allowed to be removed.

“Alignment under p = 0.15 N/mm2
Bead height on heated tool at the end of the 1,0
alignment time  mm (minimum value)”
Heating-up under p < 0.02 N/mm2 according to
Heating-up time s manufacturers
data
Changeover maximum time s 10
oo Joining presure build-up time s 5
S
Cooling time under joining pressure 15
p=0,15 N/mm? min (minimum value)

Table 3: Recommended values for the heated tool butt welding of
tapping tees made from PE-HD at ambient temperature of 20 °C
and at moderate air flow.
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Figure 9 Beveling of the pipe end.

3. ELECTROFUSION WELDING

3.1. Description of method

The joining areas, that means the pipe surface and the inside
of the fitting, are overlapped and the resistance wire inside the
fitting (heating-coils) are heated up by electric current (Plas-
tification). The weld is caused by the effect of heat expansion
(joint pressure) during the welding time (see figure 7).

3.2. Welding equipment

The welding equipment has to supply the required voltage for
the electrofusion-joint. The device must switch off as soon as
the necessary quantity of heat has been fed to the welding
zone. The welding equipment must be adjusted to the Electro-
fusion fittings.

3.3. Preparation of welding

Clean surfaces are very important for the fabrication of perfect
welding joints. The end of the pipe must be of nominal diame-
ter in the area of the heating coil. The pipe surface has to be
scraped in the welding zone and the pipe end has to be burred
outside. Ovality must not exceed 1.5 % of the outer diameter

in the welding zone. If necessary, corresponding rerounding
devices have to be used. The preparation of the joining areas
has to be done immediately prior welding is started.

3.3.1. Electrofusion welding of fittings

The welding zone of the pipe has to be treated mechanically.
If a clean surface by scraping cannot be guaranteed, the
surface -as far as required by the fitting manufacturer- and
the welding areas of the fitting have to be carefully cleaned by
means of degreasing agents (e. g. technical clean spirit) and
absorbent, non-fuzzy and non-coloured paper. Ovality must not
exceed 1.5 % of the outer diameter in the welding zone.

Use a marking or suitable device so that the plug in depth of
the pipe can be checked. The fitting must not be canted or
pushed into the end of the pipe using force.

The contact sleeves for connecting the welding cable must be
located so that they are easily accessible.

The pipe ends have to be treated according to the instructions
of the fitting manufacturer.

Pipe diameter | Pipe chamfer | Insert depth
d (mm) b (mm) | (mm)
16 13
20 13
25 15

2
32 17
40 18
50 20
63 26
75 29
90 3 32
110 35
125 38

Table 4: Values for pipe chamfer and insetr depth.

3.3.2. Electrofusion welding of tapping tees
The welding zone of the pipe has to be treated mechanically.

If a clean surface by scraping cannot be guaranteed, the surface
-as far as required by the tapping tee manufacturer- and the
welding areas of the tapping tee have to be carefully cleaned

by means of degreasing agents (e. g. technical clean spirit) and
absorbent, non-fuzzy and non- coloured paper. Clamp the tapping
tee onto the pipe using suitable devices.

Ovality must not exceed 1.5 % of the outer diameter in the wel-
ding zone. If necessary, corresponding rerounding devices have
to be used.

3.4. Welding procedure

The welding equipment is connected by a cable with the part to
be welded. The welding cable has to be placed without weight
loaded. The contact areas must be clean. The required data of the
fitting or tapping tee for the welding process are taken automati-
cally by the welding equipment or must be inserted. After starting
the welding process it is finished automatically. The welding time
is usually shown on the welding equipment. It has to be inserted
to the welding protocol as also other shown data from the wel-
ding machine, as far as no data record is done.

The parts to be welded have to be secured by suitable measures
resp. devices against change of position. The connection may be
moved only after cooling down. The fitting resp. mounting manu-
facturer supplies corresponding information.
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Pipe outside Heating up time s Changeover Cooling
diameter mm for PN 10 for PN 6 (Maxmgm time) Fixed Total
SDR 112 SDR 17,6° S min
16 5 4 6 2
20 5 4 6 2
25 7 1) 4 10 2
32 8 1) 6 10 4
40 12 1) 6 20 4
50 12 1) 6 20 4
63 24 1) 8 30 6
75 30 15 8 30 6
90 40 22 8 40 6
110 50 30 10 50 8
125 60 35 10 60 8

Table 5: Recommended values for the heated tool socket welding of pipes and pipeline components made from
PE-HD, at ambient temperature of 20 0¢ and at moderate air flow.

4. SOCKET WELDING

4.1. Description of method

In heated tool socket welding (see figure 8), pipe and pipeline
component are welded in overlapped condition. Pipe end and
fitting are heated up to welding temperature by a socket or spi-
got-shaped heated tool and subsequently joined together.
Heating tools and fittings are dimensionally adapted so that on
joining a joining pressure will be built-up. Heated tool socket wel-
ding can be performed manually up to 50 mm pipe diameter. At
diameters as from 63 mm, a welding device is required because
of the higher joining force.

4.2, Welding device
The heated tools are heated electrically and are coated antiadhe-
sively.

4.3. Preparation of welding

The treatment of the joining areas of the welding components
should take place immediately before welding is started. The
pipe end has to be bevelled according to figure 9 and table 4. The
joining area of the pipe is to be treated according to the manufa-
cturers guidelines. At manual weldings the insert depth is to be
marked on the pipe with distance | according to

table 4 afterwards.

Heating socket and heating spigot must be free of contamina-
tions and should be cleaned before welding with an absorbent,
non-fuzzy and non-coloured paper. The anti-adhesive coating of
the heating spigot and heating socket must be free of damages in
the welding area.

4.4. Welding procedure

For the purpose of heating, fitting and pipe are pushed swiftly
and axially until the stop at machine welding resp. until the mark
at manual welding onto the devices fitted on the heated tool and
held there. It has to be avoided that the pipe is pushed onto the
end of the heating socket. Afterwards, the heating-up time starts
according to the time values in table 5, column 2.

After the heating time has elapsed, fitting and pipe should be
withdrawn sharply from the heated tool and pushed together im-
mediately without any twisting until the stop or mark (maximum
adjusting time see table 5, column 3).

At manual weldings the joined components have to be fixed
according to the time mentioned in table 5, column 4. The
connection may be loaded by further installation works only after
cooling time is over (table 5, column 5).

5. TESTING OF WELDING JOINTS

Various tests can be used to test the quality of individual welding
processes. Differentiation is made between destructive and non-
destructive tests. Details of these are contained in table 6. Tests
and sampling can be carried out prior to or during welding work
according to agreement.
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Heated tool butt welding Elektrofusion welding Heated tool socket
Pipes, fittings Tapping tees Fittings Tapping tees welding
Welted joint even

=3 - DVS 2201-1 DVS 2202-1

=z DVS 22021 formed and exISUNB ON | yp16°3 "ot no, 1-5 | table 3, cont no. 6+7 DVS 2202-1

= table 1. cont.no, 19 | the whole circumferance

2 ’ T table 2, cont no, 1-5
= The mechanical treatment of the pipe surface has to be visible out

Side of the welding area

g Applicable Statement Applicable State-
s about e.g. Holes, not ) ment aboute.g.
= about quality are pos- No meaningful Holes, notabout
S sible quality are possible
[a e

E’J DVS 2203-2 short term fac-

o tor. DVS 2203-4 long term )

@ factor. Factors according to No applicable

& DVS 22051, table 3
8% DVS 2203-5
© oo | Minimum bending angle )
25 | according to DVS 2203-1 No applicable
2 2 figure 1
2 | DIN16963-5 section

2 8| 3.231 length of every ) )
o2 pipe piece according to DIN 3544-1, section D|3l\1212916§>n(5j, Zezcgton DIN 3544-1, section DlgNzlg(iésng Zezcg?n
E 8 DIN 16963 table 5, Not 2.3and 3.2at 80 °C - .80 oC ’ 2.3 and 3.2 at 80 °C - .80 oC :

& & | meaningful for long-

S term lelding factor >0.5

Table 6:Possible test methods for welding connections.

Appendix:
A. Butt Welding Processing instructions (short

version)

1. Take care for allowed working conditions, e. g. welding tent.
2. Connect the welding equipment to the net or alternating cur-
rent generator and control the function.

3. Adjust and clamp the parts to be welded under easy axial
movement e. g. by dollies.

4, Treatment of connection areas, at pipes e. g. by planing tool.
5. Take off the planing tool at the pipe welding machine.

6. Remove shaves from the welding area (broom, brush, paper).
7. Close the pipe ends against air movement.

8. Check the plane-parallelity by coming together with the joining
areas (maximum gap width according table 1).

9. Check the misalignment (maximum 0,1 x wall thickness).

10. Check the heated tool temperature subject to the wallthick-
ness (figure 3)

11. Clean the heated tool with non-fuzzy paper.

12, Read the moving pressure resp. moving force from the pipe
welding machine and insert it to the welding protocol.

13. Determine the value for aligning, heating-up and joining
pressure.

14. Fix the guide values according table 2.

15. Set the heated tool to the welding position.

16. Align the welding areas to the heated tool until a bead arises
(according table 2,

column 2).

17. Heating-up with reduced pressure | 0.02 N/mm?, heating-up
time according table 2, column 3).

18. Remove the connection areas to be welded from the heated
tool after finished heating-up time and remove it from the welding
position.

19. The joining areas should be joined together within the chan-
geover time (table 2, column 4) immediately until directly before
the contact. At contacting, they have to meet with a speed of
nearly zero. Build-up a linear joining pressure (table 2, column 5)
immediately afterwards.

20. After joining with pressure 0.15 N/mm?, a bead must exist.
According figure 5, K has to be > 0 on every section.

21. Cooling down under joining pressure according table 2,
column 5.

22. Declamping of the welded parts after cooling time.

23. Complete the welding protocol.
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B. Heated tool welding of tapping tees (short version)

1. Take care for allowed working conditions, e.g. welding tent.
2. Control the function of the welding equipment.

3. Ensure the roundness of the pipe by the clamps of the welding
equipment or corresponding rerounding devices

4, Adjust and clamp the parts to be welded under easy axial
movement e. g. by dollies.

5. Scrape the pipe surface.

6. Fix the welding equipment onto the pipe.

7. Choose the correct-shaped heating tool.

8. Clamp and adjust the tapping tee.

9. Clean the treated pipe surface -as far as it is contaminated-
and the heated tool by means of degreasing agents (e.g. technical
clean spirit) and absorbent, non-fuzzy and noncoloured paper.
10. Determine forces for alignment and joining (table of manufa-
cturer).

11. Check the welding temperature (250 to 270 °C).

12, Set the heated tool to the welding position.

13, Align the welding areas to the heated tool until a bead of 1
mm arises.

14. Heating-up with reduced pressure | 0.02 N/mm2, heating-up
time according to manufacturers data.

15. Remove the connection areas to be welded from the heated
tool after heating-up time finished and remove it from the wel-
ding position.

16. The joining areas should be joined together within the chan-
geover time of maximum 10 seconds.

17. Build up joining pressure within 5 seconds.

18. Cooling down under joining pressure, minimum 15 minutes.
19. Declamping of the welded parts after cooling time.

20. Complete the welding protocol.

C. Electrofusion welding of fittings (short version)

1. Create permitted working conditions, e.g. welding tent.

2. Connect welding unit to the mains or the a. c. generator and
check function.

3. Deburr outer edges of pipe ends cut off at right angles (for
connection with fittings).

4, Ensure that pipe ends are round using rerounding clamps,
permitted ovality up to 1.5% of outer diameter.

5. Process pipe surface in the welding zone with a scraping tool.
6. If soiled, clean the processed pipe surface and, if applicable
depending on manufacturer’s instructions, the fitting or tapping
tee accessory thoroughly with a degreasing agent (e.g. technically
pure wine spirit with 99.8% ethyl alcohol, < 0,1% water in original
container) and unused, absorbent, non-fuzzy and non-dyed paper.
7. Push pipe into fitting and check insertion depth by marking or
using suitable device.

8. Connect cable to fitting. Cable must be free of weight load.

9. Where applicable, check settings/displays on the welding unit.
10. Carry out welding process according to manufacturer’s
instructions.

11. Disconnect cable from fitting.

12, Observe cooling down time according to manufacturer’s
instructions.

13. Complete the welding protocol form.

D. Electrofusion welding of tapping tees (short version)
1. Create permitted working conditions, e.g. welding tent

2. Connect welding unit to the mains or the a.c. generator and
check function

3. Ensure that pipe is round using rerounding clamps, permitted
ovality up to 1.5% of outer diameter

4. Process pipe surface mechanically in welding zone.

5. If soiled, clean the process pipe surface and, if applicable
depending on manufacturer’s instructions, the fitting or tapping
tee accessory thoroughly with a degreasing agent

(e.g. technically pure wine spirit with 99.8% ethyl alcohol, < 0.1%
water in original container) and unused, absorbent, non-fuzzy
and non-dyed paper

6. Fasten tapping tee onto the pipe

7. Connect cable to tapping tee. Cable must be free of weight
load.

8. Where applicable, check settings/displays on the welding unit.
9. Carry out welding process according to manufacturer’s
instructions

10. Disconnect cable from tapping tee

11. Observe cooling time according to manufacturer’s instructi-
ons

12. Complete the welding protocol form.

E. Heated tool socket welding (short version)

1. Take care for allowed working conditions, e. g. welding tent.
2. Connect the welding equipment to the net or alternating
current generator and control the function.

3. Clean the heating tools by non-fuzzy paper.

4, Check the welding temperature (250 to 270 °C).

5. The inside of the fitting has to be cleaned by means of a
degreasing agent (e.g. technical clean spirit) and absorbent,
non-fuzzy and non-coloured paper.

6. Treat the rectangular cut pipe end according figure 8 and
table 4, resp. to the fitting manufacturer instruction.

7. Insert the fitting and pipe simultaneously into the heating
spigot resp. the heating socket. The pipe end may not contact
the end of the heating socket.

8. Keep the heating-up time according table 5, column 2.

9. Pull off the fitting and pipe and push them swiftly and axially
together to the stop resp. mark (maximum adjusting time see
table 5, column 3) and held this position (see table 5, column 4).
10. Cool down the connection. Mechanical load of the connecti-
on only after finished cooling time according table 5, column 5.
11, Complete the welding protocol.

—
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HDPE 100 PIPES (TS 418-2 prEN 12201-2, IS0 4427)

Sr=5;5r50=2,7 Sr24=9,7;5r50=5,2 Sr24=17;5r50=9,2 Sr24=40;Sr50=21,7 Sr24=78;5r50=22,3 Sr24=160;Sr50=86,7 Sr24=320;5r50=173 Sr24=625;Sr50=339 Sr24=1221;5r50=661 Sr24=2560;5r50=138
SDR 41; PN 4 SDR 33,6; PN 5 SDR 27,6; PN 6 SDR 22; PN 8 SDR17;PN10 | SDR13,6; PN 12,5 SDR 11; PN 16 SDR 9; PN 20 SDR 7,4; PN 25 SDR 6; PN 32

DN S KG/M DN S KG/M DN S KG/M DN S KG/M DN S KG/M DN S KG/M DN S KG/M DN S KG/M DN S KG/M DN S KG/M
16 3,0 0,14

20 2,0 0,11 20 2,0 0,11 20 2,3 0,13 20 3,0 0,15 20 34 0,18

25 2,0 0,16 25 2,3 0,17 25 3,0 0,22 25 3,5 0,24 25 4.2 0,28

32 2,0 0,25 32 3,0 0,27 32 3,6 0,33 32 4.4 0,39 32 5,4 0,45

40 2,0 0,23 40 2,4 0,30 40 3,0 0,36 40 3,7 0,43 40 4.5 0,51 40 5,5 0,60 40 6,7 0,70

50 1,8 0,31 50 24 0,36 50 3,0 0,45 50 3,7 0,55 50 4,6 0,67 50 5,6 0,79 50 69 0,94 50 8,3 1,09

63 2,0 0,40 63 24 0,44 63 3,0 0,57 63 3,8 0,72 63 4,7 0,87 63 58 1,05 63 71 1,26 63 8,6 1,47 63 10,5 1,73

75 1,8 0,46 75 2,3 0,55 75 2,7 0,63 75 3,6 0,81 75 4,5 1,02 75 5,6 1,24 75 6,8 1,47 75 8,4 1,76 75 10,3 2,09 75 12,5 2,44

90 2,3 0,64 90 2,8 0,79 90 3.3 091 90 43 1,16 90 54 1,46 90 6,7 1,77 90 8,2 2,12 90 10,1 2,54 90 12,3 3,00 90 15,0 3,51
110 2,7 0,94 110 34 1,17 110 4,0 1,36 110 5,3 1,74 110 6,6 2,17 110 8,1 2,62 110 10,0 3,14 110 12,3 3,78 110 15,1 4,49 110 18,3 5,24
125 2,5 1,23 125 39 1,51 125 4.5 1,78 125 6,0 2,20 125 74 2,76 125 9,2 3,37 125 11,4 4,08 125 14,0 4,87 125 171 5,77 125 20,8 6,75
140 3,5 1,54 140 4,3 1,88 140 51 2,21 140 6,7 2,80 140 8,3 3,46 140 10,3 4,22 140 12,7 5,08 140 15,7 6,11 140 19,2 7,25 140 233 8,47
160 4,0 2,00 160 49 2,42 160 58 2,86 160 77 3,68 160 9,5 4,52 160 11,8 5,50 160 14,6 6,67 160 179 796 160 219 9,44 160 26,6 11,00
180 4,4 2,49 180 55 3,07 180 6,5 3,66 180 8,6 4,63 180 10,7 5,71 180 13,3 6,98 180 16,4 8,42 180 20,1 10,10 180 24,6 1190 180 299 14,00
200 19 3,05 200 6,2 3,84 200 7.2 4,50 200 9,6 573 200 119 7,05 200 14,7 8,56 200 18,2 10,40 200 22,4 12,40 200 274 14,80 200 33,2 17,20
225 55 3,86 225 6,9 4,77 225 8,2 5,68 225 10,8 7,26 225 13,4 8,93 225 16,6 10,90 225 20,5 13,10 225 25,2 15,80 225 30,8 18,60 225 374 21,80
250 6,2 4,83 250 77 592 250 91 6,99 250 119 8,90 250 14,8 11,00 250 18,4 13,40 250 22,7 16,20 250 279 19,40 250 34,2 23,00 250 41,5 27,00
280 69 598 280 8,6 740 280 10,1 8,77 280 134 11,22 280 16,6 13,70 280 20,6 16,80 280 25,4 20,30 280 31,3 24,30 280 38,3 2890 280 46,5 33,80
315 77 7,52 315 9,7 9,37 315 11,4 11,02 315 15,0 14,13 315 18,7 1740 315 23,2 21,20 315 28,6 25,60 315 35,2 30,80 315 431 36,50 315 52,3 42,70
355 8,7 9,55 355 109 11,80 355 129 14,04 355 169 1794 355 21,1 22,10 355 26,1 26,90 355 32,2 32,50 355 39,7 39,10 355 48,5 46,30 355 59,0 54,30
400 9.8 12,10 400 12,3 15,10 400 14,5 17,77 400 19,1 22,84 400 23,7 28,00 400 294 34,10 400 36,3 41,30 400 447 49,60 400 54,7 58,80 400 66,7 68,90
450 11,0 15,30 450 13,8 19,00 450 16,3 22,46 450 21,5 2890 450 26,7 35,40 450 331 43,20 450 40,9 52,30 450 50,3 62,70 450 61,5 74,40 450 75,0 87,16
500 12,3 19,00 500 15,3 23,40 500 18,1 27,69 500 239 35,70 500 29,7 43,80 500 36,8 53,30 500 454 64,50 500 55,8 77,30 500 67,6 91,80 500 83,4 107,67
560 13,7 23,60 560 17,2 29,40 560 20,3 34,77 560 26,7 44,70 560 33,2 54,80 560 41,2 66,90 560 50,8 80,80 560 62,2 97,00 560 75,7 113,61 560 93,3 | 13494
630 15,4 2990 630 19,3 37,10 630 22,8 4391 630 30,0 56,50 630 374 69,40 630 46,3 84,60 630 572 | 102,00 | 630 70,0 | 121,48 630 85,1 143,70 630 105,0 | 170,83
710 174 38,00 710 21,8 47,20 710 25,7 55,75 710 339 72,00 710 42,1 88,00 710 52,2 107,00 710 64,5 | 130,00 710 78,8 154,14 710 959 182,51 710 1184 | 217,07
800 19,6 48,10 800 24,5 59,70 800 29,0 70,86 800 38,1 91,20 800 474 112,00 800 58,8 | 136,00 | 800 72,7 | 163,86 | 800 889 19591 800 108,1 | 231,79 800 133,3 | 275,41
900 22,0 60,90 900 27,6 75,60 900 32,6 89,00 900 429 | 11500 | 900 53,3 | 141,00 | 900 66,2 | 171,00 | 900 81,8 207,41 900 100,0 | 24792 900 121,6 | 362,11 900 150,0 | 384,64
1000 24,5 75,20 | 1000 30,6 93,10 | 1000 36,2 | 110,00 | 1000 477 | 143,00 | 1000 59,3 | 175,00 | 1000 73,5 211,11 | 1000 90,9 | 256,09 | 1000 111,1 | 306,05 | 1000 135,1 | 393,33 | 1000 166,7 | 430,48
1200 294 108,00 | 1200 36,7 | 134,00 | 1200 43,5 | 15700 | 1200 57,2 | 205,00 | 1200 70,6 | 247,06 | 1200 88,2 | 310,35 | 1200 109,1 | 368,83 | 1200 133,3 | 440,65 | 1200 162,2 | 521,65 | 1200 | 200,0 | 619,80
1400 34,3 147,00 | 1400 429 | 183,00 | 1400 50,7 215,00 | 1400 66,7 | 278,00 | 1400 82,4 | 336,27 | 1400 1029 | 413,62 | 1400 127,3 | 502,08 | 1400 155,5 | 599,17 | 1400 189,2 | 70992 | 1400 233,3 | 843,51

1600 39,2 | 192,00 | 1600 49,0 | 238,00 | 1600 58,0 | 281,00 | 1600 76,2 | 359,79 | 1600 94,1 | 430,21 | 1600 1177 | 540,66 | 1600 145,5 | 655,84 | 1600 1778 | 783,63 | 1600 216,2 | 92715 | 1600 | 266,6




Ph / Whatsapp: +971 4 269 3863
Fax: +971 4 269 3863

Al Qusais, Industrial Area 5,
Dubai United Arab Emirates
sales@radiusstarpiping.com
www.radiusstarpiping.com
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