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Introduction

The quality standard of a pipeline
depends to a great extent on the
durability and leak free condition of
the joint. HENZE manages a durable
and leaf free joint by welding the
connection. HENZE applies three
welding technologies. 1. extrusion
welding; 2. butt welding; 3. electro-
fusion welding. (all according to DVS
2207-16). HENZE diameters are from
DN 300 to DN 2400.

Electrofusion Welding

The elektrofusion socket is inte-
grated in the Henze wrapped pipe.
This not only improves the welding
knit quality but also allows welding
novices, ie construction workers

to manage the welding process
independantly. All they needisa
shortwelding instruction by HENZE
experts which is of course free of
charge. From then on they can
easily manage the electrofusion
process.

The welding process functions semi-
automatic, welding parameters are
scanned with a barcode and thereby
all welding information is entered
into the welding machine. Then the
welding is initiated. A high welding
efficiency and standard is achieved.

In'the welding process the wires
within the pipe heat up and the
surrounding plastic melts and joints
with other plastic melt. The tem-
perature regulator of the machine
will thereby consider the surroun-
ding temperature and regulate the
electricity flow in order to attain
correct welding. When welding is
completed the joint is solid and
homogenously knited with the rest
of the pipe and the socket-spigot-
connection turns into a plastic full
wall pipe..

The advantages in short

2 Longitudinal

Connection

2 High density

2 Simple handling

& Cost efficient pipe laying
A Little space requirement
2 Less time required

& Automatic welding

TUV Anlagsntachnik GmbH

Gehkfsield Faketnlfe und Verarbuug :
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ZERTIFIKAT

Hiermit wird bestatigt, dass die Firma HEMZE GmbH Kunststoffwerk
in 53840 Troisdorf flir die Fertigung von Rohren und Formteilen nach
DIN 16 961 aus den Warkstoffen PE und PP seit dem 27.05.1986
Oberwacht wird.

In diese Fertigungshberwachung ist auch die Herstellung und Verwen-
dung der Heizwendel- Schweilmuffen-Verbindung ven den vargenannten
Bauprodukten fir eine SchweiRverbindung nach dem Schweilverfahren
"Heizwendelschweilben” (HM) einbezogen (siehe Priif- und
Uberwachungsprogramm KU 113/90 mit den darin enthaltenen
Uberwachungsprifungen in der jeweils gultigen Fassung)

Die Fremdiberwachung der vorgenannten Bauprodukte ist u.a. eine
Grundvoraussetzung, um €ine gleichbleibends Produktqualitdt dem Kun-
den flir seine Anwendung zur Verfilgung stellen zu kdnnen.

Leiter der Zenifizierstelle fiic
Bauprodukie aus Kunststoffen

KbIn, den 27.09.2002

. [ —

Dr. Wol Janzen
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Profilwickelrohr DIN 16961
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Prior to welding

- Spigot

After Welding

Spigot

Socket

: Josef-Kitz-Str. 9
Melting area 53840 Troisdorf

tel: +49 (0) 2241- 98190
fax: +49 (0) 2241- 98 19 20

e-mail: info@henze-gmbh.de
internet: www.henze-gmbh.de
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Welding Instructions

Electrowelding (Electrofusion Welding)

Preliminary remark

DVS 2207 part 1 (Electrofusion Wel-
ding) containsweldinginstructions,
which must be adopted for the
pipe installation.

General Welding rules

The welding area must protect
from the following conditions:

& wind

= sun rays (partial warming up of the
pipe)

A humidity

2 dirt/impurities

If necessary some preparations
must be made i.e. enclosure by
tent or covering, heating, without
hindering the welder at his work.
The circumference temperature of
the pipe wall must be the same
and be within the permissible
temperature limits.

Requirements for the welder

The welder should be familiar with
therules of weldingthermoplastics,
the regulations DVS 2207-1, DVS
2207-3 and 4, DVS 2208-1 and DVS
2212-1. ltisbest,ifhe hasawelding
certificate by an inspection autho-
ritiy.

Requirements for the welding
equipment

A universal welding machine is ne-
cessary which will be programmed
with HENZE corrosion pipe welding
parameters and will make a proto-
col according to ISO TC 138 SC 04.

Welding preparations

A Enter pipe for welding into
the ditch.

A Thereafter permenantly mark
the welding joint and if neces-
sary make a welding map for
future necessities.

& Protective foil should only be
removed shortly before wel-
ding and without damaging

_ the welding surface

= Pipe ends, socket and spigot
should be cleaned with a clea-
ning agent

& The socket and spigot are
interlocked as far together as
possible by moving the pipes
together while held in ropes.

2 While moving the welding
areas together one should
be aware not to get any dirt,
humidity etc. on the welding
surface. Theweldingareas are
not allowed to be damaged,
there is the danger of destroy-
ing the electro fusion wires. If
this happenstheelectrofusion
process can be interrupted
and the process and the wel-
ding will not be successful.



for PEHD Profile Spiral Pipe

Welding process

2 Using Tensioners the pipes
are pulled together on the
complete periphery of the
pipe until further tightening
is not possible (new technolo-
gy) and the socket and spigot
snap together.

Ain result the sleeve and spigot
must interlock along the com-
plete periphery

athe pipeis read to connect the
welding machine

Zadjust welding parameters

Athe parameters are entered
with a bar code (scanning
pen + bar code), the welding
process takes place automa-

_tically.

=The suggested cool down
time should now be fulfilled.
Tensioners are only to be
removed after the cool down
phase is finished.

ZFinally the welding protocol
needs to be printed to gain
information on the welding
parameters as well as the
welding seem numbers. (I1SO

TC 138 SC 4).
DN 500 DN 600 DN 700
WARM UP WELDING WARM UP WELDING WARM upP WELDING
PERIOD PERIOD PERIOD PERIOD PERIOD PERIOD
T°C S S S S S S
5°C 240 800 240 800 260 800
10°C 220 800 220 800 240 800
15°C 200 800 200 800 220 800
20°C 180 800 180 800 200 800
DN 1300 DN 1400 DN 1500
WARM UP WELDING WARM UP WELDING WARM uP WELDING
PERIOD PERIOD PERIOD PERIOD PERIOD PERIOD
T°C S S S S S S
5°C 370 950 570 1300 410 1650
10°C 330 950 540 1300 350 1650
15°C 290 950 510 1300 300 1650
20°C 260 950 480 1300 260 1650

Cool down time: The cool down times are not taken into consideration for the

construction process.

AHENZE

plastic pipe technology

Remarks

Support rings needs to be availa-
ble in sufficient Nr. in order for a
continuous and quick job to be
accomplished.

Position of the support
rings

ST
prirs s,
ISP

Loz

e 0N ‘t‘..\ R |
. \ "~ ab Rohr DN 1000
Support ring
Electrofusion Socket )
Warm up and Welding period
DN 800 DN 900 DN 1000 DN 1200
WARM UP WELDING WARM UP WELDING WARM UP WELDING WARM upP WELDING
PERIOD PERIOD PERIOD PERIOD PERIOD PERIOD PERIOD PERIOD
S S S S S S S S
310 850 350 900 370 950 430 950
280 850 320 900 330 950 390 950
250 850 290 900 290 950 340 950
220 850 260 900 260 950 300 950
DN 1600 DN 1800 DN 2200 DN 2400
WARM upP WELDING WARM UP WELDING WARM up WELDING WARM upP WELDING
PERIOD PERIOD PERIOD PERIOD PERIOD PERIOD PERIOD PERIOD
S S S S S S S S
430 1800 560 2000 680 2000 800 2600
HENZE GmbH
370 1800 500 2000 610 2000 730 2600  Kunststoffwerk
320 1800 480 2000 550 2000 670 2600 '
270 1800 370 2000 470 2000 600 2600 OS€TKitzStr9

53840 Troisdorf

tel: +49 (0) 2241- 98190
fax: +49 (0) 2241- 98 19 20

e-mail: info@henze-gmbh.de
internet: www.henze-gmbh.de
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Welding machine Socket Testing Apparatus
The Electro socket welding machi- The socket testing tool has to be
ne is used to weld Henze pipes. rented.

The welding equipment contains:
Socket testing apparatus are
available in following diameters:
& Bar code scanner
& Automatic adjustment of the

welding parameters conside- DN 1000
ring the surrounding tempe-
rature DN 1200
& Automatic regulation of the
welding time DN 1300
& Manual entry of data if neces-
sary DN 1400
& Welding process surveillance
AProtocol printout either with a DN 1500
connected printer or by trans-
ferring data to PC. Software is DN 1600
supplied.
DN 1800
The welding machine can be DN 2000
rented.
DN 2200

Our service is of course to instruct
and brief the personnel at the DN 2400
construction site with qualified
HENZE staff. We also supply the
necessary tensioners and as of 1D
1000 also tensionringsin sufficient
o number.

For density tests we can also offera

socket examination tool, which will
] examine the connection.




Attachment to the welding process SHEN<ZE

& The pipe is packaged for transport in order to prevent
impurities

A The pipe is entered into the ditch: The pipe’in the
picture is 6,0m long.

A Attention: The welding area may not be damaged.

A After removing the protective foil the socket and
spigot must be cleansed with cleaning agents and
utensils. (the surface must be clean)

Z When connecting the pipes no impurities may enter
into the welding area

& Thereafter the pipes are pulled together and tightened
with tensioners. As of a diameter of DN 1000 the tensi-
oners are attached on the inside.

& The welding machine is then connected and the wel-
ding parameters are scanned or manually entered.

The Welding Process takes place automatically!

A Follow Cool down Time requirements ! HENZE GmbH

& The tensioners should only be taken off after the cool Kunststoffwerk
down time (>30min) is over

& Earth around pipes should be compacted layer for Josef-Kitz-Str. 9
layer 53840 Troisdorf

tel: +49 (0) 2241-98 190
fax: +49 (0) 2241- 98 19 20

e-mail: inffo@henze-gmbh.de
internet: www.henze-gmbh.de
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Information request

Please send us more Information on the following products:

] General Information

1 Pipe Systems
1 Information on Electrofusion Welding
] Landfill Technology

Chemical - and Systems Engineering

] Tenders

Please arrange a meeting with us for an
U elaborate co%sultation 8

Company

Correspondance person

City / Zip Code

Country

E-Mail

Telefon

Fax




