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Рис.9. 1. Типы контрольных сварных соединений при сварке труб из полимерных материалов:
а – стыковое соединение; б – соединение муфтой; в – соединение седловым ответвлением.
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'a saddle fusion machine that has been designed for this purpose.
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Figure 3 Standard

Saddle fusion, using a properly designed machine, provides the operator better align-
ment and force control, which is very important to fusion joint quality. The Plastics
Pipe Institute recommends that sidewall-type fusion joints be made only with a me-
chanical assist tool unless hand fusion s expressly allowed by the pipe andjor fitting
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fusion and electrousion s the method by which the heat s applied.In conventional
heat fusion joining, a heating tool is used to heat the pipe and fitting surfaces. The
electrofusion joint is heated internally, either by a wire coil at the interface of the joint
or, as in one design, by a conductive polymer. Heat is created as an electric current
is applied to the conductive material in the fitting. Figure 6.5 illustrates a typical
electrofusion joint and Figure 6.6 illustrates an electrofusion control box and fitting.
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Figure 5 Typical Electrofusion Joint
General steps to be followed when performing electrofusion joining are:
Prepare the pipe
Clamp the fitting and pipe(s)
Apply the electric current
Cool and remove the clamps
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using thelr specific products.

One method, used for all three types of joints, uses special heating tools for heating
the parts o be joined. The other method, ‘electrofusion’, is used only for socket and
saddle-type joints. Heat is generated by inducing electric current into a wire coil that
is a part of the fitting.
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Figure 1 Standard Butt Fusion Joint

Butt Fusion

‘The most widely used method for joining individual lengths of large diameter polyeth-
ylene pipe is by heat fusion of the pipe butt ends as illustrated in Figure 6.1. This
technique, which precludes the need for specially modified pipe ends or couplings,
produces a permanent, economical and flow-efficient connection. Field-site butt fu-
sions may be made readily by trained operators using specially developed butt fu-
sion machines (see Figure 6.2) that secure and precisely align the pipe ends for the
fusion process.

HBESS D R = &

The six steps involved in making a butt fusion joint are:

1. Securely fasten the components o be joined
2. Face the pipe ends
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