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Temizleme:Boru uclari temiz ve toz, topraktan arindirilmis olma
Iidir. Boru uclarindan capak ve ya kazima artigr malzemeyi alkoli
bez ve ya alkolli soltisyon 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 6tirt boru ve ya ek
parca ovallesmis ise dizglin kaynak yapilmasi mimkin olmaya
caktir. Ovallige sebep olan bazi maddeler asagidaki gibidir:

Uretim kosullari: Boru Uretim sirasinda malzeme ovallesebilir.
Boru dreticisi ovalligi belli sinirlar icerisinde tutmak zorundadir
ancak montajdan 6nce kaynakci da bu kontrolt yapmalidir.

Depolama ve tasima kosullari: Borular depolarda bekletilirken
genellikle birbirinin Gzerine yerlestirilir. En alttaki boru genellikle
tzerindeki kutleye bagli olarak yuvarlaklasir.

Boru kangallama: Kangal borular, Gzerine uygulanan kuvvetler
nedeniyle zaman icerisinde yuvarlaklasir.

Monte edilmis borular: Montaji yapiimis ve yeraltinda uzun za
man kalmis olan borular, Gzerlerindeki toprak agirligr ve ya yeralti
hareketleri sebebiyle ovallesebilir.

Elektrofiizyon kaynaginin basarisi manson ile boru ve ya ek
parca arasindaki bosluklarin doldurulmasina baglidir. Saglikl bir
elektrofuzyon kaynak islemi gerceklestirmek icin borularin ovalligi
uygun aletler kullanilarak giderilmelidir.

Ovallik montajdan dnce asagidaki adimlar

takip edilerek giderilmelidir:

& Kaynak yapilacak kesitteki maksimum ve minimum boru dis
caplar olcalir.

& Kaynak yapilacak ek parcadaki maksimum ve minimum dis
caplar olculur.

& Eger maksimum ve minimum dis ¢aplar 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 kuicikse)

Eger DN ? 315 mm ise;

Maks. OD (DIS CAP) - Min. OD (DIS CAP) < 1,0 % of DN or <5 mm
(hangisi daha kuictikse)

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.

& [f the 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)
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Hizalama: iyi bir kaynak islemi gerceklestirmek icin borular ve

ek parcalar manson ile diizgtin bir sekilde hizalanmalidir. Kaynak
sirasinda, Isitma ve sogutma surelerinde, borular asla oynatilma
mali ve yerleri degistirilmemelidir. Bu nedenle, kaynak ve sogutma
islemi sirasinda bu tr 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 diizgln bir sekilde
hizaladiktan sonra kelepceleri sikiniz.

ELEKTROFUZYON

KAYNAK ISLEMI

Yukaridaki tim adimlar izlendikten sonra
ef kaynak islemine baslanabilir. Kaynak
islemine baslamadan 6nce asagidakileri
latfen kontrol ediniz:

@ Jeneratoran hazir oldugundan ve
yakit deposunun dolu oldugundan emin
olun.

& Jeneratord 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 numarasi, isim gibi
gerekli bilgileri giriniz.

& Barkod okuyucu kullanacaksaniz, kalemi gdvdeden cikarin ve
barkodu kalemle okuyunuz.

& Kalem barkodu okumuyorsa, barkodun hasarli olmadigindan
veya kalemin dogru aci ile tutuldugundan emin olunuz.

& Kaynak makinesi ekraninda gosterilen degerlerin barkod 6zet
likleriyle eslesip eslesmedigini kontrol ediniz. Sorun yoksa kaynak
islemine baslayiniz.

& Manuel olarak giris yapacaksaniz parametrelerin dogru girildt
ginden emin olunuz. Sorun yoksa kaynak islemine baslayiniz.

& Kaynak makinesinin ekraninda herhangi bir hata uyarisi olma
digindan emin olunuz.
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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:

& Be sure 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.

& If the 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.

& If the 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 kaypa
gin uygunlugunu kontrol etmelidir.

& Kaynak makinesinin ekraninda herhangi bir hata uyarisi
olmadigindan emin olunuz.

& Operator kaynak saresinin tam olarak doldugundan emin
olmalidir.

& Operator boru ve ek parcanin soguma suresi boyunca ha -
sar gormediginden ve hareket ettirilmediginden emin olmalidir.
& Operator, ef baglayicisindaki yukselen pimin (erime
gostergesinin) yikselip yikselmedigini kontrol etmelidir. Eriyik
gostergesinin yukselmesi, kaynagin kalitesi hakkinda herhangi
bir ipucu vermez. Sadece kaynak yapildigini gosterir.

& Operator kaynak kulakciklariin yikseldigini kontrol etme -

lidir. Yilkselen kulakcik kaynak kalitesi hakkinda bilgi vermez
fakat kaynagin tamamlandigini belirtir.

Kulakeik yikselmezse operator asagidaki maddeleri kontrol

etmelidir:

& Boru ve ek parca ovallikleri,

& Barkod parametrelerini,

& Gic kaynag giris beslemesinin sabit olup olmadigini,

& Kaynak makinesinin ekraninda herhangi bir hata uyarisi
olup olmadigini,

& Boru hizasinin diizgtin olup olmadigini.

Kulakcik clkmamasina ragmen tim yukardaki parametreler

uygunsa kaynakta bir sorun olmasi beklenmez.

Kulakcik

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.

& There is 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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