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PE Pipe Welders Reference 
Guide  

 

ThisÊreferenceÊguideÊisÊbasedÊonÊinforma onÊgatheredÊfromÊ
pipeÊandÊfi ngÊmanufacturersÊandÊnumerousÊinterna onalÊ
weldingÊstandards. 
 

PleaseÊconfirmÊinforma onÊwithÊyourÊlocalÊPEWeldBankÊre-
sellerÊorÊauthori es. 

PolyPedia® 
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PolyPediaÊusesÊinforma onÊavailableÊfromÊindustryÊandÊmanufacturersÊofÊ
pipeÊandÊfi ngs,ÊIfÊyouÊwouldÊlikeÊextraÊinforma onÊaddedÊorÊhaveÊques-
onsÊorÊsugges onsÊpleaseÊdoÊnotÊhesitateÊcontac ng: 
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BasicÊElectrofusionÊProcedure 

 

1. CheckÊspigotÊisÊnotÊundersize 

2. CheckÊspigotÊSDRÊmatchesÊElectrofusionÊfi ng 

3. CheckÊspigotÊovalityÊisÊwithinÊrange 

4. CheckÊspigotÊendsÊareÊstraight 

5. CheckÊspigotÊendÊreversion 

6. WitnessÊmarkÊend 

7. PeelÊspigot 

8. WipeÊspigotÊwithÊapprovedÊcleaningÊagentÊ(allowÊtoÊdry) 

9. CheckÊthatÊelectrofusionÊfi ngÊisÊclean 

10. InsertÊspigotÊintoÊelectrofusionÊfi ngÊ(checkÊwitnessÊmark) 

11. RepeatÊstepsÊ1-10ÊwithÊ2ndÊspigotÊwhereÊapplicable 

12. SecureÊassemblyÊinÊrestraintÊ/ÊalignmentÊ/ÊroundingÊtool 

13. CoverÊopenÊendsÊtoÊpreventÊairÊmovement 

14. A achÊweldingÊleads 

15. FollowÊelectrofusionÊcontrolÊunitÊinstruc ons 

16. NoteÊsomeÊcouplingsÊareÊBifilarÊwhichÊrequireÊweldingÊofÊeachÊendÊ
andÊsomeÊmayÊrequireÊprehea ng 

17. AllowÊcomple onÊofÊweldingÊ me 

18. AllowÊfullÊcoolingÊ meÊwhileÊassemblyÊisÊs llÊrestrained 

· N.B.ÊpipeÊorÊfi ngÊendÊisÊreferredÊtoÊasÊspigot 
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MinimumÊPipeÊSizeÊ&Ê“SDR”Ê
StandardÊDimensionÊRa o 

Dimension 
Nominal (DN) 

(mm) also refers to 
minimum OD 

16 
20 
25 
32 
40 
50 
63 
75 
90 
110 
125 
140 
160 
180 
200 
225 
250 
280 
315 
355 
400 
450 
500 
560 
630 
710 
800 
900 

1000 
1200 

DNÊmarkedÊonÊpipeÊalsoÊrefersÊtoÊtheÊminimumÊallowa-
bleÊpipeÊOD. 
 
1. PipeÊDNÊmustÊbeÊmeasuredÊwithÊaÊPiÊtapeÊbeforeÊ

peeling. 
2. PipeÊmustÊbeÊrejectedÊifÊlessÊthanÊthisÊsize. 

 
IfÊtheÊpipeÊorÊspigotÊisÊundersizeÊitÊcanÊcauseÊproblemsÊ
inÊtheÊelectrofusionÊheatÊzoneÊ(i.e.,ÊmeltÊpressureÊim-
balanceÊduringÊwelding,ÊelectricalÊshortÊcircuit,Êincom-
pleteÊwelds,ÊorÊvoidsÊinÊtheÊfusionÊzone). 

SDR 
Standard Dimension Ra o 

Ê 
DN/ÊWTÊ=ÊSDR 
DNÊ/ÊSDRÊ=ÊWT 

 
 

(InÊsomeÊcountriesÊ“SDR”ÊisÊreferredÊtoÊasÊ“DR”) 
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RemovalÊofÊ 

PipeÊSurfaceÊDamage 

1. A erÊmechanicalÊpeeling,ÊvisuallyÊinspectÊtheÊpipeÊsurfaceÊpriorÊtoÊas-
semblyÊofÊtheÊelectrofusionÊjoint. 

2. ExamineÊforÊscoresÊorÊdeepÊgougesÊthatÊweren’tÊremovedÊbyÊpeeling. 
3. IfÊgougesÊremainÊonÊtheÊsurfaceÊ-ÊpeelÊagainÊtoÊremoveÊthem,ÊensuringÊ

theÊpipeÊdiameterÊcompliesÊwithÊMinimumÊallowableÊpipeÊsizeÊa erÊpeel-
ing.Ê(referÊpageÊ9) 

4. WhereÊgougesÊcannotÊbeÊremovedÊbyÊpeelingÊdon’tÊproceedÊwithÊtheÊas-
semblyÊofÊtheÊelectrofusionÊjoint. 

 
RemainingÊsurfaceÊirregulari esÊcanÊcauseÊproblemsÊinÊtheÊelectrofusionÊheatÊ
zoneÊ(i.e.,ÊmeltÊpressureÊimbalanceÊduringÊwelding,ÊelectricalÊshortÊcircuit,Êin-
completeÊwelds,ÊorÊvoidsÊinÊtheÊfusionÊzone). 
 
AlsoÊpipeÊsurfaceÊdamageÊoutsideÊweldÊzoneÊmustÊnotÊexceedÊ10%ÊofÊwallÊ
thickness. 
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ReversionÊorÊToe-in 

Dimension 
Nominal (DN) 

(mm) 

Distance to measure 
for toe in, from pipe 

end (mm) "X" 

16 0.8 
20 1 
25 1.25 
32 1.6 
40 2 
50 2.5 
63 3.15 
75 3.75 
90 4.5 

110 5.5 
125 6.25 
140 7 
160 8 
180 9 
200 10 
225 11.25 
250 12.5 
280 14 
315 15.75 
355 17.75 
400 20 
450 22.5 
500 25 
560 28 
630 31.5 
710 35.5 
800 40 
900 45 

1000 50 
1200 60 

1. MeasureÊÊ“X”ÊdistanceÊfromÊendÊofÊ
pipe. 

2. AtÊthisÊpointÊtheÊpipeÊmustÊnotÊbeÊ
lessÊthanÊtheÊDN. 

3. IfÊitÊisÊyouÊmustÊtrimÊtheÊendÊoff. 
 
IfÊtheÊendÊofÊpipeÊorÊspigotÊisÊundersizeÊ
itÊcanÊcauseÊproblemsÊinÊtheÊelectrofu-
sionÊheatÊzoneÊ(i.e.,ÊmeltÊpressureÊim-
balanceÊduringÊwelding,ÊelectricalÊshortÊ
circuit,ÊincompleteÊwelds,ÊorÊvoidsÊinÊ
theÊfusionÊzone). 
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MaximumÊallowableÊcutÊangle 

Dimension 
Nominal (DN) 

(mm) 

Maximum allow-
able cut angle 

(mm) “X” 

16 0.8 
20 1 
25 1.25 
32 1.6 
40 2 
50 2.5 
63 3.15 
75 3.75 
90 4.5 
110 5.5 
125 6.25 
140 7 
160 8 
180 9 
200 10 
225 11.25 
250 12.5 
280 14 
315 15.75 
355 17.75 
400 20 
450 20 
500 20 
560 20 
630 20 
710 20 
800 20 
900 20 

1000 20 
1200 20 

1. EndsÊofÊpipesÊmustÊbeÊcutÊstraight,ÊorÊ
withinÊtheÊallowableÊcutÊangle.Ê“X” 

 
IfÊtheÊendÊofÊpipeÊorÊspigotÊisÊnotÊstraightÊ
itÊcanÊcauseÊproblemsÊinÊtheÊelectrofusionÊ
heatÊzoneÊ(i.e.,ÊmeltÊpressureÊimbalanceÊ
duringÊwelding,ÊelectricalÊshortÊcircuit,Êin-
completeÊwelds,ÊorÊvoidsÊinÊtheÊfusionÊ
zone). 
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Ovality 

Dimension 
Nominal (DN) 

(mm) 

Allowable ovality 
(d1-d2) ≤ (mm) 

"X" 

16 0.24 
20 0.30 
25 0.38 
32 0.48 
40 0.60 
50 0.75 
63 0.95 
75 1.13 
90 1.35 
110 1.65 
125 1.88 
140 2.10 
160 2.40 
180 2.70 
200 3.00 
225 3.00 
250 3.00 
280 3.00 
315 3.15 
355 3.55 
400 4.00 
450 4.50 
500 5.00 
560 5.00 
630 5.00 
710 5.00 
800 5.00 
900 5.00 

1000 5.00 
1200 5.00 

1. IfÊovalityÊexceedsÊmeasurements,ÊaÊ
roundingÊtoolÊmustÊbeÊused. 

2. d1Ê-Êd2ÊÊmustÊbeÊÊ≤ÊÊ“X” 
 
IfÊtheÊendÊofÊpipeÊorÊspigotÊisÊoutsideÊthisÊ
allowanceÊitÊcanÊcauseÊproblemsÊinÊtheÊ
electrofusionÊheatÊzoneÊ(i.e.,ÊmeltÊpres-
sureÊimbalanceÊduringÊwelding,ÊelectricalÊ
shortÊcircuit,ÊincompleteÊwelds,ÊorÊvoidsÊinÊ
theÊfusionÊzone). 
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PeelingÊ/ÊOxidisa onÊremoval 

Dimension 
Nominal (DN) 

(mm) 

Minimum Thick-
ness to be re-
moved (mm) 

16 0.2 
20 0.2 
25 0.2 
32 0.2 
40 0.2 
50 0.2 
63 0.2 
75 0.2 
90 0.2 
110 0.2 
125 0.2 
140 0.2 
160 0.2 
180 0.2 
200 0.2 
225 0.2 
250 0.3 
280 0.3 
315 0.3 
355 0.3 
400 0.3 
450 0.3 
500 0.3 
560 0.3 
630 0.3 
710 0.3 
800 0.3 
900 0.3 

1000 0.3 
1200 0.3 

1. PeelingÊmustÊonlyÊbeÊdoneÊusingÊaÊme-
chanicalÊpeeler,ÊmanualÊscrapersÊareÊ
notÊpermi ed. 

2. PeelingÊmustÊextendÊatÊleastÊ20mmÊ
pastÊinser onÊdepth. 

3. EnsureÊpipeÊ/ÊspigotÊisÊcleanÊbeforeÊ
peeling. 

4. MeasureÊpeelÊstripÊthicknessÊwithÊaÊ
vernierÊ/Êcalliper. 

 
FailureÊtoÊfullyÊremoveÊoxidisa onÊlayerÊwillÊ
createÊaÊbarrierÊbetweenÊsurfacesÊtoÊbeÊ
welded. 
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MinimumÊAllowableÊpipeÊsizeÊ
a erÊPeeling 

Dimension 
Nominal (DN) 

(mm) 

 Minimum allow-
able pipe diam-
eter after peeling 

(mm) “X” 

16 15.6 
20 19.6 
25 24.6 
32 31.5 
40 39.5 
50 49.5 
63 62.5 
75 74.4 
90 89.4 
110 109.4 
125 124.4 
140 139.4 
160 159.4 
180 179.4 
200 199.4 
225 224.4 
250 249.3 
280 279.3 
315 314.3 
355 354.2 
400 399.2 
450 449.2 
500 499.2 
560 559.2 
630 629.2 
710 709.2 
800 799.2 
900 899.2 

1000 999.2 
1200 1199.2 

 
1. MeasureÊwithÊPiÊtapeÊa erÊpeeling. 
2. IfÊpipeÊorÊspigotÊisÊundersizeÊdoÊnotÊ

proceed. 
 
IfÊtheÊpipeÊorÊspigotÊisÊundersizeÊa erÊ
peelingÊitÊcanÊcauseÊproblemsÊinÊtheÊ
electrofusionÊheatÊzoneÊ(i.e.,ÊmeltÊpres-
sureÊimbalanceÊduringÊwelding,Êelectri-
calÊshortÊcircuit,ÊincompleteÊwelds,ÊorÊ
voidsÊinÊtheÊfusionÊzone). 

PiÊtape 
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Cleaning 

1. PipeÊ/ÊspigotÊendÊmustÊbeÊcleanedÊwithÊanÊapprovedÊcleaningÊagentÊbe-
foreÊwelding,ÊIsopropylÊalcoholÊwipesÊareÊgenerallyÊused. 

2. DoÊnotÊcontaminateÊwipesÊorÊwipeÊpastÊtheÊpeeledÊarea. 
3. EnsureÊpipeÊ/ÊspigotÊisÊdryÊbeforeÊinser ngÊintoÊfi ngÊorÊa achingÊsad-

dle. 
4. DoÊnotÊuseÊdirtyÊfi ngs 
5. DoÊnotÊtouchÊtheÊpipeÊ/ÊspigotÊorÊinsideÊelectrofusionÊfi ng. 
6. IfÊelectrofusionÊfi ngÊcannotÊbeÊcleanedÊtoÊoriginalÊcondi onÊdoÊnotÊ

proceed. 
 
FailureÊtoÊfullyÊremoveÊanyÊcontaminateÊcanÊcreateÊvoidsÊandÊaÊpossibleÊbar-
rierÊbetweenÊsurfacesÊtoÊbeÊwelded. 
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ShortÊInser on 

Dimension 
Nominal (DN) 

(mm) 

Maximum allow-
able short inser-

tion (mm) "X" 

16 0.8 
20 1 
25 1.25 
32 1.6 
40 2 
50 2.5 
63 3.15 
75 3.75 
90 4.5 
110 5.5 
125 6.25 
140 7 
160 8 
180 9 
200 10 
225 11.25 
250 12.5 
280 14 
315 15.75 
355 17.75 
400 20 
450 20 
500 20 
560 20 
630 20 
710 20 
800 20 
900 20 

1000 20 
1200 20 

1. PipeÊ/ÊspigotÊendÊdistanceÊfromÊmaximumÊ
inser onÊdepthÊofÊelectrofusionÊfi ng,Ê
mustÊnotÊexceedÊ5%ÊofÊDNÊforÊpipesÊupÊtoÊ
400mmÊDNÊandÊforÊpipesÊ≥Ê400mmÊDNÊdis-
tanceÊmustÊnotÊexceedÊ20mm. 

 
IfÊtheÊpipeÊorÊspigotÊisÊnotÊinsertedÊcorrectly,ÊitÊ
canÊcauseÊproblemsÊinÊtheÊelectrofusionÊheatÊ
zoneÊ(i.e.,ÊmeltÊpressureÊimbalanceÊduringÊweld-
ing,ÊelectricalÊshortÊcircuit,ÊincompleteÊwelds,ÊorÊ
voidsÊinÊtheÊfusionÊzone). 



PolyPedia®ÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊV1.04Ê2023 

PEWeldBank.comÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊÊ13 

AlignmentÊandÊRestraint 

Alignment: 
MaximumÊallowableÊmisalignmentÊisÊ≤Ê6mmÊatÊ300mmÊfromÊcouplingÊ(orÊ
2Ê̊)ÊthisÊappliesÊtoÊallÊpipeÊsizes. 
 
Restraint: 
PipesÊandÊfi ngsÊmustÊbeÊrestrainedÊfromÊmovementÊduringÊweldingÊandÊ
coolingÊcycles,ÊextraÊa en onÊmustÊbeÊgivenÊtoÊalignmentÊandÊrestraintÊ
ofÊcoiledÊpipe. 
 
IfÊtheÊendÊofÊpipeÊorÊspigotÊisÊoutsideÊthisÊallowanceÊitÊcanÊcauseÊprob-
lemsÊinÊtheÊelectrofusionÊheatÊzoneÊ(i.e.,ÊmeltÊpressureÊimbalanceÊduringÊ
welding,ÊelectricalÊshortÊcircuit,ÊincompleteÊwelds,ÊorÊvoidsÊinÊtheÊfusionÊ
zone). 
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WitnessÊMarking 

ClearÊwitnessÊmarksÊareÊrequiredÊtoÊensureÊcorrectÊinser onÊofÊpipeÊintoÊ
fi ng. 
MeasureÊtheÊinser onÊdepthÊofÊtheÊfi ngÊandÊmarkÊthisÊonÊtheÊpipe,ÊthenÊ
placeÊanotherÊmarkÊ40mmÊpastÊthis. 
NowÊyouÊhaveÊaÊclearÊmarkÊtoÊmeasureÊto,ÊbeforeÊandÊa erÊwelding. 
 
ThisÊwillÊneedÊtoÊbeÊadjustedÊwhenÊusingÊaÊsocketÊasÊaÊslipÊsocket. 
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BifilarÊFi ngsÊ&Ê 
Fi ngsÊthatÊrequireÊPreÊHea ngÊ 

1. BifilarÊelectrofusionÊfi ngsÊneedÊtoÊbeÊweldedÊindependentlyÊeachÊ
end.ÊNumerousÊmanufacturersÊdesignÊtheirÊlargerÊfi ngsÊinÊthisÊway. 

2. SomeÊmanufacturesÊalsoÊprovideÊaÊpreheatÊfunc onÊtoÊassistÊwithÊ
welding. 

3. FollowÊmanufacturesÊinstruc onsÊcarefullyÊwhenÊusingÊtheseÊÊfi ngs. 
4. PEWeldBankÊmakesÊallowanceÊforÊtheseÊfi ngs,ÊmakeÊBifilarÊandÊpre-

heatÊselec onÊwhenÊenteringÊfi ngÊdetail. 

BifilarÊbasicallyÊmeansÊthatÊtheÊfi ngÊhasÊ2ÊÊindependentÊweldingÊfila-
mentsÊorÊcoils. 
 
ManyÊmediumÊtoÊlargeÊdiameterÊfi ngsÊmayÊbeÊBifilarÊfi ngsÊwhereÊEachÊ
endÊneedsÊtoÊbeÊweldedÊseparately.ÊSomeÊofÊtheseÊfi ngsÊmayÊrequireÊpreÊ
hea ng. 
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Bu ÊweldingÊStandards 

ÊincludedÊinÊPEWeldBank 

StandardÊName Origin 

ASTMÊF2620 ThisÊstandardÊusesÊImperialÊmeas-
urementsÊnotÊMetricÊandÊisÊcom-
monÊinÊNorthÊAmerica 

DVSÊ2207-1ÊPE Germany,ÊcommonlyÊusedÊinÊmanyÊ
countries. 

DVSÊ2207-11ÊPP GermanyÊforÊPP,ÊcommonlyÊusedÊ
inÊmanyÊcountries 

ISOÊ21307-17ÊSingleÊ
HighÊPressure 

Australia 

ISOÊ21307-17ÊSingleÊ
LowÊPressure 

Australia 

Custom DevelopedÊforÊScandinavia 

Others SubjectÊtoÊrequest 

TheÊprocessÊofÊBu ÊWeldingÊisÊveryÊsimilarÊwithÊeachÊstandard,ÊhoweverÊtheÊ
mesÊandÊpressuresÊvaryÊdependingÊonÊlocalÊrequirements. 

PEWeldBankÊincludesÊmanyÊBu ÊWeldingÊstandardsÊfromÊaroundÊtheÊworld,Ê
othersÊmayÊbeÊadded,ÊpleaseÊcontactÊinfo@peweldbank.com 
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BasicÊBu ÊWeldÊProcedure 

 

· CleanÊPipe 

· LoadÊPipe 

· CoverÊends 

· FaceÊends 

· RemoveÊswarf 

· CleanÊfacesÊ(IsoÊwipe) 

· MeasureÊdrag         P2 

· SetÊweldingÊpressure        P1 

· CheckÊforÊslippageÊ(clampsÊ ghtÊenough?) 

· CheckÊalignmentÊ 

· InsertÊheaterÊplate 

· BringÊupÊtoÊweldÊpressure       P1 

· WaitÊforÊevidenceÊorÊbeadÊupÊsize     t1 

· DropÊtoÊbetweenÊ0-Êdrag       P2 

· StartÊ mer          t2 

· RemoveÊheaterÊplate        t3/4 

· BringÊupÊtoÊweldÊpressure       P3 

· WaitÊforÊcoolingÊ me        t5 

· ExtendedÊcoolingÊ meÊ(ifÊrequired)     t6 
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Cleaning 

 

UnfortunatelyÊdifferentÊstandardsÊaskÊforÊaÊdifferentÊprocedureÊorÊclean-
ingÊagent,ÊhoweverÊaÊperfectÊbu ÊweldedÊjointÊwillÊonlyÊbeÊproducedÊifÊ
theÊjointÊsurfacesÊandÊtheÊhea ngÊplateÊsurfaceÊisÊclean. 

TheÊcleaningÊagentÊusedÊbyÊtheÊmanyÊweldersÊisÊIsopropylÊalcoholÊ(90%).Ê
ForÊconvenience,ÊdisposableÊisopropylÊwipesÊareÊwellÊsuitedÊtoÊthisÊpro-
cess. 

PrecleanÊtheÊpipeÊendsÊofÊbulkÊcontainmentsÊbeforeÊplacingÊintoÊtheÊbu Ê
weldingÊmachine,ÊcleanÊapproximatelyÊ150mmÊinternallyÊandÊexternallyÊ
alongÊtheÊpipeÊclampingÊlength,ÊthisÊwillÊhelpÊtoÊpreventÊdamageÊtoÊfacerÊ
andÊotherÊmachineÊcomponents.Ê(thisÊmayÊbeÊdoneÊwithÊcleanÊwaterÊorÊ
cleaningÊagent) 

BeforeÊfacingÊtheÊpipeÊendsÊitÊisÊrecommendedÊtoÊcleanÊtheÊpipeÊendÊfac-
esÊwithÊtheÊcleaningÊagent. 

A erÊfacingÊremoveÊswarfÊwithoutÊtouchingÊtheÊjointÊsurfaces,ÊifÊendsÊareÊ
touchedÊorÊpar clesÊofÊdustÊareÊpresentÊyouÊmustÊrecleanÊwithÊtheÊclean-
ingÊagent. 

TheÊhea ngÊplateÊmustÊalsoÊbeÊcleanedÊbeforeÊeachÊweld,ÊcleaningÊwithÊ
cleaningÊagentÊisÊrecommendedÊonlyÊwhileÊtheÊhea ngÊplateÊisÊs llÊcold,Ê
howeverÊaÊdisposableÊpaperÊtowelÊorÊcleanÊnon-deposi ngÊclothÊmayÊbeÊ
usedÊbeforeÊeachÊweld. 
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AllowableÊAxialÊMisalignmentÊ
beforeÊBu ÊWelding 

Axial Misalignment must not exceed 10% of 
wall thickness 

PossibleÊCause: 
1. PoorÊsupportÊofÊpipesÊandÊ/ÊorÊfi ngs. 
2. PipeÊorÊfi ngsÊnotÊclampedÊinÊmachineÊcorrectly. 
3. ToeÊinÊ/ÊReversionÊ(seeÊpageÊ5) 
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AllowableÊFacialÊMisalignmentÊ
beforeÊBu ÊWelding 

Dimension 
Nominal (DN) 

(mm) 

Maximum gap 

(mm) “X” 

≤Ê355 0.5 
400 to  ≤Ê630 1 
630 to ≤Ê800 1.3 

800 to  ≤Ê1000 1.5 
>1000 2 

PossibleÊCause: 
1. PoorÊsupportÊofÊpipesÊandÊ/ÊorÊfi ngs. 
2. PoorÊfacing. 
3. PipeÊorÊfi ngsÊnotÊclampedÊinÊmachineÊcorrectly. 
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SDRÊTransi ons 

WhenÊbu ÊweldingÊpipesÊofÊdifferentÊWallÊthicknessÊaÊtransi onÊpieceÊ
mustÊbeÊused. 
 
AÊ=ÊNominalÊwallÊthicknessÊofÊthinnerÊpipe. 
BÊ=ÊNominalÊwallÊthicknessÊofÊthickerÊpipe. 
CÊ=Ê0.15A 
DÊ=ÊnotÊlessÊthanÊ50mmÊorÊ2A 
 
PipesÊorÊfi ngsÊofÊdifferentÊSDRÊmayÊalsoÊbeÊjoinedÊtogetherÊusingÊanÊ
electrofusionÊcouplingÊ(checkÊSDRÊrange). 
 
IfÊWTÊdifferenceÊisÊ<Ê10%ÊaÊtransi onÊpieceÊisÊnotÊrequired. 
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Bu ÊWeldÊBeadÊShape 

 

Bu ÊweldÊjointsÊmustÊhaveÊaÊsmoothÊevenÊshapedÊbeadÊaroundÊtheÊen reÊpipeÊ
circumference. 
 
TheÊsizeÊandÊshapeÊofÊaÊbeadÊcanÊo enÊindicateÊanÊerrorÊinÊtheÊweldingÊproce-
dure.Ê 
 
PossibleÊCause: 
1. IncorrectÊpressureÊandÊorÊ mes. 
2. IncorrectÊheaterÊplateÊtemperature. 
3. TooÊslowÊduringÊheaterÊplateÊremovalÊphase. 
4. EnvironmentalÊcondi ons. 
 
OneÊmethodÊofÊdeterminingÊanÊacceptableÊbeadÊwidthÊ(X)ÊisÊexperimentallyÊusingÊ
pipesÊandÊaÊbu ÊweldingÊmachineÊopera ngÊatÊtheÊspecificÊparameters.ÊTheÊmeanÊ
valueÊisÊdeterminedÊfromÊseveralÊjointsÊmadeÊunderÊtheseÊcondi ons.ÊTheÊmeas-
uredÊbeadÊshouldÊnotÊexceedÊ±Ê20%ÊofÊaverageÊsize. 
 
AÊpreviousÊguidelineÊusedÊwasÊtoÊcheckÊthatÊtheÊwidthÊofÊtheÊbeadÊ(X)ÊshallÊbeÊ
greaterÊthanÊwtÊxÊ0.5+3mmÊandÊnotÊtoÊexceedÊwtÊxÊ0.75+5mmÊHoweverÊthisÊwillÊ
varyÊdependingÊonÊmaterial,ÊambientÊtemperatureÊandÊweldÊpressure. 
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Bu ÊWeldÊBeadÊShape 

TheÊdepthÊofÊtheÊbeadÊdepressionÊmustÊnotÊextendÊintoÊtheÊwallÊthicknessÊ
ofÊtheÊpipe.Ê 
ForÊexample:ÊAÊmustÊalwaysÊbeÊlessÊthanÊB. 
 
ExternalÊBeadsÊcanÊbeÊremovedÊandÊbentÊbackÊtoÊhelpÊassessÊweldÊquality 

PossibleÊCause: 
1. IncorrectÊpressure. 
2. HeaterÊplateÊtooÊcool. 
3. TooÊslowÊduringÊheaterÊplateÊremovalÊphase. 
4. EnvironmentalÊcondi ons. 
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Alignment 

1. AllowableÊmisalignmentÊforÊaÊBu ÊweldedÊjointÊisÊ≤Ê5mmÊatÊ
300mmÊfromÊbu Êweld.ÊThisÊappliesÊtoÊallÊpipeÊsizes. 

PossibleÊCause: 
1. PoorÊsupportÊofÊpipesÊandÊ/ÊorÊfi ngs. 
2. PipeÊorÊfi ngsÊnotÊclampedÊinÊmachineÊcorrectly. 
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ValveÊControlÊSequenceÊwhenÊus-
ingÊPEWeldBankÊ(Con nualÊflow) 

A erÊFacing,Êcleaning,ÊalignmentÊandÊse ngÊHea ngÊ/ÊDragÊpressure. 
 

1. CloseÊcarriageÊandÊsetÊFusingÊpressureÊvalveÊ③ÊtoÊXXÊbar 

2. PressÊ[NEXT]ÊonÊPEWeldBank 
3. OpenÊcarriageÊALLÊTHEÊWAYÊthisÊwillÊdropÊpressureÊtoÊdragÊorÊless. 
4. InsertÊHeaterÊPlate 
5. BringÊPipeÊupÊtoÊheaterÊplateÊtoÊXXÊbarÊpressure 
6. WhenÊyouÊhaveÊbeadÊupÊsize 
7. ReduceÊtoÊ0-Drag 
ToÊdoÊthisÊcorrectlyÊyouÊmustÊmoveÊ"ValveÊSelector"ÊtoÊ2Êposi onÊandÊ waitÊforÊ
pressureÊtoÊdropÊtoÊbelowÊdrag,ÊthenÊmoveÊ"Direc onÊLever"ÊtoÊneutral.ÊAndÊ
WaitÊforÊHeatÊSoakÊTime 
8. OpenÊCarriage:,ÊmoveÊ"ValveÊSelector"ÊdownÊÊtoÊFusionÊPosi onÊ3,ÊÊmoveÊ

"Direc onÊLever"ÊtoÊtheÊright,ÊjustÊenoughÊtoÊremoveÊheaterÊplate. 
9. RemoveÊHeaterÊPlateÊandÊCloseÊcarriage. 
10. ToÊavoidÊpressureÊspike,ÊslowÊcarriageÊspeedÊjustÊbeforeÊclosure. 
 
(Con nualÊflow:-ÊHydraulicÊpumpÊrunsÊcon nually, 
OnÊdemandÊflowÊ:-ÊHydraulicÊpumpÊonlyÊrunsÊwhenÊleverÊac vated) 
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HydraulicÊValveÊControlÊSequenceÊ
whenÊusingÊPEWeldBankÊ(OnÊde-

mandÊflow) 

A erÊFacing,Êcleaning,ÊalignmentÊandÊRecordingÊDragÊpressure 
 

1. CloseÊPressureÊReleaseÊValveÊ① 
2. CloseÊcarriageÊandÊsetÊPressureÊSetÊValveÊ②ÊtoÊXXÊbar 

3. PressÊ[NEXT] onÊPEWeldBank. 
4. OpenÊcarriageÊthisÊwillÊdropÊpressureÊtoÊdragÊorÊless. 
5. InsertÊHeaterÊPlate. 
6. BringÊPipeÊupÊtoÊheaterÊplateÊtoÊXXÊbarÊpressureÊandÊholdÊDirec onÊLev-

erÊforÊseveralÊseconds. 
7. WhenÊyouÊhaveÊbeadÊupÊsize 
8. ReduceÊtoÊ0-DragÊUsingÊPressureÊReleaseÊValveÊ① 
 AndÊWaitÊforÊHeatÊSoakÊTime. 
8. OpenÊCarriage:ÊJustÊenoughÊtoÊremoveÊheaterÊplate. 
9. RemoveÊHeaterÊPlateÊandÊCloseÊcarriage,ÊholdÊDirec onÊLeverÊforÊsever-

alÊseconds. 
 
(Con nualÊflow:-ÊHydraulicÊpumpÊrunsÊcon nually, 
OnÊdemandÊflowÊ:-ÊHydraulicÊpumpÊonlyÊrunsÊwhenÊleverÊac vated) 
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Protec onÊfromÊEnvironmentalÊ
condi ons 

TheÊBu ÊWeldingÊandÊElectrofusionÊprocessÊisÊsensi veÊtoÊweatherÊandÊ
clima cÊcondi ons.ÊTheÊBu ÊWeldingÊorÊElectrofusionÊprocessÊneedsÊtoÊ
beÊcarriedÊoutÊinÊaÊclean,ÊdryÊandÊdra ÊfreeÊcondi on.Ê 
ToÊmanageÊthisÊtheÊfollowingÊisÊadvised. 
 
1. WhereÊnecessaryÊaÊshelterÊorÊcoverÊmustÊbeÊusedÊtoÊkeepÊmoistureÊ

andÊdustÊawayÊforÊweldÊsurfaces. 
2. ElectrofusionÊisÊnotÊrecommendedÊbelowÊ–10°CÊorÊaboveÊ45°C 
3. Bu ÊWeldingÊisÊnotÊrecommendedÊbelowÊ–10°CÊorÊaboveÊ45°C 
4. CoverÊtheÊremoteÊendsÊofÊopenÊpipeÊÊtoÊpreventÊairÊflow. 
5. InÊsomeÊinstancesÊtapeÊmustÊbeÊusedÊtoÊcloseÊgapÊbetweenÊEFÊ

fi ngÊandÊpipeÊOD. 
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Notes,ÊAbbrevia onsÊ&Ê
symbols 

DN DimensionÊNominal 
OD OutsideÊDiameter 
EN WallÊThicknessÊNominal 
WT WallÊThickness 
SDR StandardÊDimensionÊRa o 
PN PressureÊNominal 
IFP InterÊFacialÊPressure 
mm Millimetre 
kPa Kilopascal 
Bar Bar 
MPa Megapascal 

  

Pressure  
1ÊÊMPAÊ=Ê10ÊBarÊ=Ê1000ÊkPa 

≤ LessÊthanÊorÊequalÊto 
≥ GreaterÊthanÊorÊequalÊto 
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Disclaimer 
PolyPedia 

IsÊanÊinforma veÊguideÊforÊelectrofusionÊandÊBu ÊweldingÊspeci-
fica ons. 
 

TheÊinforma onÊandÊcontentÊinÊtheÊtablesÊisÊbasedÊonÊinfor-
ma onÊgatheredÊfromÊpipeÊandÊfi ngÊmanufacturersÊandÊnu-
merousÊweldingÊstandardsÊinterna onallyÊandÊthereforeÊisÊgen-
eralÊinÊnature. 
References: 
PIPAÊPOP001Ê&ÊPOP003 
DVSÊ2207 
ISOÊ21307 
APGAÊCSGÊCoP 
ASÊNZSÊ4130 
 

PleaseÊconfirmÊinforma onÊwithÊyourÊlocalÊauthori es. 
 
ThisÊisÊaÊfluidÊdocumentÊandÊwillÊbeÊupdatedÊasÊrequired,ÊpleaseÊ
doÊnotÊhesitateÊsendingÊcommentsÊorÊsugges onsÊorÊreques ngÊ
furtherÊinforma onÊtoÊbeÊincluded. 
 
Contact: 
info@peweldbank.com 
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