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Foreword 

 

This technical note was developed and published with the technical help and financial 
support of the members of the PPI (Plastics Pipe Institute, Inc). The members have 
shown their interest in quality products by assisting independent standards-making and 
user organizations in the development of standards, and also by developing reports on 
an industry-wide basis to help engineers, code officials, specifying groups, and users. 

 

This technical note has been prepared by PPI as a service to the industry. The 
information in this note is offered in good faith and believed to be accurate at the time of 
its preparation, but is offered without any warranty, expressed or implied including 
WARRANTIES OF MERCHANTABILITY AND FITNESS FOR A PARTICULAR 
PURPOSE. Any reference to or testing of a particular proprietary product should not be 
construed as an endorsement by PPI, which does not endorse the proprietary products 
or processes of any manufacturer.  The information in this report is offered for 
consideration by industry members in fulfilling their own compliance responsibilities.  
PPI assumes no responsibility for compliance with applicable laws and regulations.   

 

PPI intends to revise this note from time to time, in response to comments and 
suggestions from users of this note. Please send suggestions of improvements to the 
address below. Information on other publications can be obtained by contacting PPI 
directly or visiting the web site. 

 

The Plastics Pipe Institute, Inc. 

www.plasticpipe.org 

 

 

 

September 2009 

105 Decker Court, Suite 825, Irving, TX 75062    P: 469-499-1044    F: 469-499-1063      www.plasticpipe.org 

http://www.plasticpipe.org/�
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PURPOSE  

The purpose of this document is to provide a general outline of PPI’s recommended 
minimum guidelines for training an operator in properly and safely making good quality 
butt- fusion joints in PE pipe systems. This training guide is intended to recommend a 
consistent minimum level of fusion operator proficiency; certain installations may require 
additional operator training and proficiency.  

SCOPE 

Butt fusion joining of PE pipe is a relatively simple, forgiving, and dependable process.  
However, as with any kind of pipe installation, proper procedures and diligence must 
always be used to consistently make satisfactory joints.  Fusion machine operators 
should demonstrate an aptitude for using mechanical equipment and be generally 
familiar with laying pipe.  They should have a demonstrated ability to follow procedures 
and be conscientious in their work.  The amount of time it takes to provide the specified 
training can vary greatly and depends on the number of individuals being trained as well 
as their aptitude and willingness to follow directions.  However, participants shall not be 
considered “trained” until they have demonstrated proficiency on at least two test joints 
made under circumstances and field conditions representative or similar to those of the 
project.  

 

PE pipe for use in industrial and municipal applications is produced in accordance 
with applicable industry standards (ASTM, AWWA, API).   In AWWA, the pipe 
outside diameters (ODs) conform to the OD dimensions of iron pipe IPS, or to 
equivalent OD for DI pipe (DIOD).  In general, pipes are manufactured and 
measured based on OD (outside diameter) and wall thickness. The ratio of outside 
diameter to minimum wall thickness defines the pipe’s SDR (Standard Dimension 
Ratio) or DR (Dimension Ratio) number.  These numbers also define the pipes 
pressure rating at 80

PE  Pipe Sizes and SDR/DR 

oF (27o

 Name or trademark of the manufacturer 

C) in AWWA standards. And, because of the importance 
of the information these numbers convey, they are required to be included in the 
pipe markings specified by the applicable industry standard. These standards 
require that all pipes be clearly marked at specified intervals with the following 
information: 

 Production code number to identify location and date of manufacture. 
 Nominal pipe size   
 IPS or DIPS 
 SDR  or DR  number, or pressure rating, or both 
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 The applicable industry standard(s) with which the pipe complies e.g. 
ASTM, AWWA, API or a combination of those  specifications to which  the 
pipe may have been  manufactured, (e.g. ASTM F714 / AWWA C-906).   

 Use the Pipe Size and SDR/DR to determine the proper fusion pressures 
applicable for the fusion machine and product being joined. In the event 
this information is not immediately available the user is advised to consult 
with either the fusion equipment or pipe supplier.   
 

Links to PPI and the major equipment suppliers are listed as follows:  
 Plastics Pipe Institute www.plasticpipe.org   
 Connectra Fusion Equipment http://www.connectrafusion.com/fusion-

calculator.php 
 McElroy Manufacturing Fusion Equipment 

http://www.mcelroy.com/fusion/calculate.htm 
 RITMO America http://www.ritmoamerica.com 

 

MACHINE QUALIFICATION 

The selected fusion equipment shall be capable of meeting all parameters of the job.  

The equipment shall have jaws or reducing inserts designed to properly hold the size of 

the pipes being fused, and it shall have enough hydraulic force to reach the required 

fusion pressure during all fusion conditions.  The fusion operator shall be thoroughly 

familiar with and trained on the equipment being used.  Such training shall include at 

least the following: 

1) Safety 

2) Operator’s manual & checklist 

3) Basic maintenance and troubleshooting 

4) External power requirements 

5) Features 

6) Components and how they operate 

7) Hydraulic operation (if applicable) 

8) Determining required fusion pressure and how to set on machine 

9) Heater operation and temperature requirements and adjustment 

10) Data logging device (if applicable) 

http://www.plasticpipe.org/�
http://www.connectrafusion.com/fusion-calculator.php�
http://www.connectrafusion.com/fusion-calculator.php�
http://www.mcelroy.com/fusion/calculate.htm�
http://www.ritmoamerica.com/�
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Job Set–up Guidelines 

Weather Guidelines:

While PE pipe has very good impact resistance even in sub-freezing conditions; 
nonetheless its impact strength is reduced as temperatures drop into these ranges. 
Therefore, avoid dropping pipe in sub-freezing conditions. Also, keep in mind that butt 
fusion, when temperatures are below -4

  Successful butt fusions can be accomplished in a broad range of 
weather temperatures.   Pipe ends and the fusion equipment must be dry and sheltered 
from rain and wind.  The limitations are driven by products and the equipment being 
used.   

oF (-20oC ), generally requires special provisions 
such as portable shelters or trailers or other suitable protective measures with auxiliary 
heating. Here are some general guidelines to address different weather conditions: 

Cold Temperatures, Down to 32oF ( 0oC ):

 

 When butt fusing PE pipe under these 
conditions, it is recommended  that a temporary wind barrier be set up  around the 
operator and fusion equipment. It is also recommended that the pipe ends be closed off 
by use of end caps or other means to prevent the flow of cold air. These measures will 
help greatly to reduce the heat loss in the heater plate and provide for a more uniform 
heating cycle and improved operator efficiency.  

Cold Ambient Temperatures Below 32oF (0o C ):

Notice:  The use of direct application open flame devices, such as torches, for heating 
PE pipe is prohibited due to the lack of adequate heating control and the possibility of 
oxidative damage to the pipe ends and even ignition of the pipe.  The warming 
temperature should not be continuous nor exceed 120

 In addition to the above, the 
following preparations should be undertaken before fusing pipes.  Pipe ends should be 
pre-heated using a heating blanket or warm air devices to elevate the pipe temperature 
to improve the heat cycle starting condition.  With pipe mounted in the fusion machine, 
an alternate method of pre-heating is to position the pipe ends within ¼ to ½ inch of the 
heater plate face to allow the pipe ends to warm for 30 seconds to 2 minutes, 
depending on the pipe size and wall thickness.  Before starting pipe fusion, the operator 
needs to ensure that the ID of the pipe is clear of moisture possibly due to frost that is 
being melted during the warming operations. 

oF (49oC). 

Warm (Hot) Environment,  32o F (0oC) to 120o F(49oC):  .   Elevated temperature 
conditions can be mitigated by shading of the operator and the equipment where 
applicable. 
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Wind:  Exposure of the fusion heater plate and pipe to wind can result in unacceptable 
temperature variations during butt fusion and possible joint contamination.  When 
unfavorable wind conditions exist, the provision of a suitable shelter is required to 
protect the pipe and the fusion heater plate to ensure more consistent work 
performance. Unfavorable wind conditions can also flow through the pipe bore and 
cause unacceptable temperature variations during the fusion process, therefore open 
pipe ends may require plugs or covers to prevent this condition.  

Additional Considerations: 

• PE pipe and fittings will expand and contract with changes in temperature so in 
such an event be prepared to make necessary adjustments. 

• Where pipes are to be clamped in the fusion machine, make sure pipe, fitting and 
clamp surfaces are dry, clean and free of ice, frost, snow, dirt and other 
contamination. 

• When butt fusion is done in cold weather, DO NOT INCREASE THE HEATING 
TOOL SURFACE TEMPERATURE to attempt to compensate.  THE REQUIRED 
SURFACE TEMPERATURE MUST BE WITHIN THE SPECIFIED RANGE 
BETWEEN 400-450oF (204-232oC) with 425oF (218o

• In cold conditions, it will take longer to develop an indication of melt around the 
pipe circumference at fusion pressure and longer to develop the final bead size in 
the heat soak cycle. 

C) being the target 
temperature.    Some butt fusion equipment is operated hydraulically through the 
use of motor and hydraulic oils.  When operating such hydraulically assisted 
equipment at ambient temperature extremes, read operators manuals to make 
necessary viscosity adjustments to aide in the equipment’s performance.  The 
same holds true for generators supporting the butt fusion equipment. 

• DO NOT apply “fusion pressure” during the heat soak cycle.  When proper melt 
has been obtained, the pipe and heater should be separated in a rapid, snap-like 
motion on manually operated equipment.  The melted surfaces should be 
inspected (looking for a smooth melted surface) then be joined immediately in 
one smooth motion so as to minimize cooling of the melted pipe ends.  

 

Pipe Handling Guidance:  The jobsite pipe storage area should be relatively level and 
smooth.  It should be large enough to allow for safe movement of the pipe and pipe 
handling equipment.  The optimum situation is to have the pipe stored in close proximity 
to where the fusion equipment will be used for joining.  The pipe should be placed on 
wooden beams or other type supports to keep it out of the dirt, mud etc..  Where ground 
is level, the pipe or bundles of pipe can be stacked as high as about 6 ft. but not more.  
Where the ground is not very level, pipe should not be stacked in bundles but should be 
placed individually next to one another.  Likewise, coils of pipe should not be stacked on 
each other but should be placed individually on protective supports on the ground.  
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Coils should be stored in such a manner as to prevent any possibility of rolling or falling 
over. 

DANGER:  Coils, bundles, and even individual lengths of pipe are very heavy and by 
falling or rolling over can result in property damage, serious injury or even death. 

For lifting pipe whether it be single pieces, coils or bundles it is extremely important to 
use only properly weight rated fabric slings capable of handling the load.  DO NOT use 
wire rope or chains to lift or move pipe, they will damage it.    

Special care should be taken when cutting tie bands on coils or on bundled pipe.  As 
mentioned earlier, falling, rolling, or springing pipe can be extremely dangerous.  First, 
cut only the bands on the outside and work carefully to extract the pipe pieces as 
needed. 

When butt fusing lengths of pipe it is necessary that pipe support stands be used.  
These pipe support stands work best when they are positioned on either side of the 
fusion machine approximately 20’ from the pipe ends.  Adjust the height of the stands 
so that the pipes are level; this will help to reduce pipe drag.  The more stands that are 
used the more freely the pipe(s) move into and through fusion machine. 

Pipe Stands and Supports: 

Other devices such as carts, racks etc. can be used to aide in supporting and feeding 
pipe into and through fusion units. 

 
Do’s and Don’ts in Pipe Handling: 

DO’s 
  Make sure the pipe is secure and balanced prior to moving 
 Store pipe on a level surface prior to use if possible 
 Read and adhere to all published safety procedures on the subject of PE pipe 

handling 
  When installing PE pipe do take into consideration that in locations that may 

experience large temperature swings between day and night, exposed pipe 
that is not restrained will change in length due to expansion and or 
contraction.   For the condition of a drop in temperature, the pipe contraction 
could affect any lateral connections installed in the line; if the line contains 
bell and spigot or mechanical joints with insufficient pull-out resistance, then 
there exists the potential for joint separation.  Exposed pipe that is anchored 
has a different response to the condition of a drop in temperature; namely, the 
generation of longitudinal loads that result in increased tensile stress. 
Temperature increases have the opposite and other effects.  Therefore, it is 



   8 

very important that the effects of thermal change be taken into account when 
installing pipe.  For additional information on this subject the reader is referred 
to the PPI PE Handbook, Chapter 6 - Section 4.  Once the pipe is buried and 
compacted in the ditch, (not free floating or unrestrained) temperature change 
has very little effect on the pipe. 

 Before pulling pipe, do check for its maximum allowable pulling load. The safe 
pulling load depends on the pipe’s OD its wall thickness and material grade. 
For the recommended safe values the user is referred to the Tables on this 
subject in Chapter 12 in the PPI PE Handbook. 

 
DON’TS 

 While PE pipe is an extremely tough material it can be scratched or gouged, 
therefore, it should not be pulled or dragged over sharp objects.  Pipe is 
generally not acceptable for installation if it contains damage that exceeds 
about 10% of the minimum wall thickness of the pipe designed for the 
application.  For more details on this subject, the reader is referred to the 
PPI’s PE Handbook, Chapter 2, section entitled ‘Damage Inspections’ or 
consult with the pipe manufacturer.  

 Ignore recommended handling and installation procedures 
 Bury the pipe with large sharp rocks, tree roots or other rigid objects against 

the surface of the pipe 
 Kink the pipe during handling or installation. 
 Perform rough handling of a fusion joint for at least 30 minutes after it has 

come out of the fusion machine.  Additional time may be required for pipes 
with wall thicknesses greater than 2 inches, especially if the prevailing 
ambient temperature is above 90o

 Stick the forklift forks into the side of the pipe. 
F. 

 Stand under or anywhere close to the pipe while it is being unloaded from a 
truck 

 Fuse pipe in a dust storm without a shelter (Dust can contaminate the fusion 
joint)(1)

 Fuse pipe in a rain storm without a shelter (Water can contaminate the fusion 
joint)

  

(1) 

(1)

 

 For additional information on this topic please refer to the discussion under 
the Job              Set-up Guidelines Section  
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 PE Pipe is an inert substance that poses no known health risk.  
Polyethylene (PE) is used to wrap the food you eat and PE pipe is used 
extensively for transporting potable water, so touching the pipe is 
completely safe. 

Safety 

 Always wear personal safety gear including hard hat, steel toed shoes and 
safety glasses. 

 Do not stand in the path of the pipe being loaded or moved. Miss-handled, 
rolling or falling pipe can result in serious injury or death. 

 Before starting or performing any work with the fusion equipment, it is very 
important that the operator carefully read and accept the equipment 
manufacturer’s instructions on safety and operation that are published in 
the Manufacturer’s Owners Manual.  This is emphasized particularly 
because of the fact that while most heat fusion equipment is electrically 
powered, it is not explosion proof.  Therefore, special attention is needed 
when performing fusions in an atmosphere that may be volatile, such as 
when gas or coal / grain dust may be present.   Also, handling of the 
heating irons deserves special care insofar as they are very hot, greater 
than 400oF (204o

  Before unloading, reloading or moving pipe or equipment, carefully read 
and adhere to all published procedures and safety related documents. 
(PPI’s PE Pipe Handbook, PPIs Materials Handling Guide publication and 
the pipe manufacturers literature,)   

C).   

 Keep hands out of harm’s way when loading pipe into, or removing it from 
the fusion   machine. Likewise, for working with any other  related pipe 
assembly or  installation equipment, carefully follow all established safety 
procedures 

 

This section outlines the Butt Fusion Procedure, per ASTM F2620, Standard Practice 
for Heat Fusion Joining of Polyethylene Pipe and Fittings and PPI TR-33, Generic Butt 
Fusion Joining Procedure for Field Joining of Polyethylene Pipe. 

Butt Fusion – A Six Step Process 

Please read carefully and fully understand equipment set-up and all six steps before 
beginning the fusion process.  Also, before operating the fusion equipment, carefully 
read and understand the equipment manufacturer’s published instructions on safety and 
operation and refer also to the highlights listed under the preceding Safety Section of 
this document. 
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Butt Fusion Machine Set-up 

The operator should be familiar with these concepts before starting the 6-step Butt 

Fusion Procedure. 

Heating Pressure:  Carriage pressure during the heating process is a two step 
process.  Initial contact is made at the pre-set fusion gauge pressure.    After a melt 
bead is observed all around the pipe, this pressure should be lowered to the drag 
pressure (called “soak pressure”) for the remainder of the heat cycle.  During this time 
the hydraulic valve system should “lock” the carriage into position where it can neither 
move forward nor backward. 

Facing Pressure:  With pipe ends clamped into the fusion unit, apply just enough 
pressure to bring the two pipes into contact with the rotating facer, being careful not to 
slam into and possibly bog down or jam the facer unit. 

Fusing Pressure:  Take the drag pressure and add it to the calculated fusion pressure 
to obtain the fusion gauge pressure; see ASTM F 2620 and/or pipe distributor. 

Drag Pressure:  Drag Pressure is something that needs to be considered when butt 
fusing PE pipes and or fittings together.  Drag is the amount of gauge pressure needed 
to overcome the frictional resistance of the hydraulic unit itself (called “static drag,” and 
usually amounts to around 30-50 psi) combined with the amount of pressure needed to 
overcome the resistance of the pipe that is being pulled into the facer and heater (called 
“dynamic drag”).  This amount can vary from very little to an amount that could 
potentially exceed the hydraulic capacity of the fusion unit (e.g., if fusing a long spool of 
pipe that is not well supported).  The amount of drag pressure in PSI needs to be added 
to the theoretical fusion pressure to get the final calculated fusion gauge pressure.  After 
facing the pipes, move the carriage so that the pipe ends are approximately 2” apart.  
To determine the drag pressure, adjust the pressure on the carriage so that it is not 
moving at all.  Gradually increase the pressure until the carriage barely moves, 
observing the pressure gauge.  Repeat if necessary.  The pressure being indicated to 
just move the carriage is the drag pressure.  (If fusion conditions change, this procedure 
must be repeated.)   

NOTE: When using hydraulic fusion equipment, correct operation of hydraulic controls 

for carriage movement and pressure regulator selection is essential to produce quality 

butt fusions.  Improper hydraulic control operation can seriously compromise butt fusion 

joint quality. 

Butt Fusion Procedure 
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STEP 1 - Securing the Pipe

a) Adjust, Align and Secure. 

  SECURE THE PIPE IN THE JAW CLAMPS OF THE 

FUSION MACHINE TO ENSURE CORRECT ALIGNMENT.  THERE SHOULD BE NO 

SLIPPAGE OR UNINTENDED MOVEMENT OTHERWISE CORRECT FACING WILL 

NOT BE ACHIEVED. 

i) Adjust and align the pipe ends to minimize any parallel misalignment (high / 

low) or angular misalignment when the pipe ends are brought together. 

ii) Adequately tighten the clamps so as to prevent any unintended movement or 

slippage of the pipe when the pipe ends are brought together. 

iii) On a four-jaw fusion machine, first clamp the outer-jaws to secure the pipes, 

then the inner-jaws to allow for high / low adjustment during “Step 2 Facing the 

Pipe Ends”

b) Clean, Clean and Clean 

. 

i) Clean the exposed pipe ends approximately three inches back along the pipe’s 

inner and outer walls. 

ii) Clean to remove any surface contaminants. 

iii) Always use a clean, dry cotton cloth when cleaning pipe ends to be fused. 

iv) Never use a synthetic cleaning cloth; a lint-free cotton cloth is required. 

v) All fusion surfaces must be completely clean and dry to achieve a proper 

fusion. 

c) Allow for the pipe ends to extend through the jaw clamps to permit 
complete facing. 

i) Assure that pipes are cut as square as possible so as not to damage facer 

pivot arms. 

 

STEP 2 - Facing the Pipe Ends

a)    Position the facing tool into the fusion machine between the secure and aligned 

pipe ends. 

  TO PREPARE FOR HEATING IN STEP 4, THE PIPE 

ENDS MUST BE PREPARED BY FACING OFF MATERIALS TO PROVIDE SMOOTH, 

PARALLEL AND CLEAN MATING SURFACES. 

b)    Activate the facing tool. 
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c)    Bring the pipe ends into contact with the rotating facing tool.   

i. With manual machines use only minimal pressure to initiate and maintain the 

cutting process between the pipe ends and the rotating surface of the facing tool.  

Hydraulic machines should be set to “facing pressure”. 

Note - Excessive pressure may create too much of a load on the facer motor 

causing the facing tool to “bog down”, and potentially damaging both the 

facing tool and the fusion equipment.   

ii. The correct facing process will have complete ribbons of polyethylene that are 

shaved from the pipe ends. 

d)     Facing is complete when: 

i. Complete ribbons of polyethylene have been shaved from the pipe ends, 

ii. The pipe ends have smooth, clean and parallel surfaces, 

AND 

AND
iii. The “stops” on the facing tool and the jaw clamps are in contact, 

  

iv. The rotating surface on the facing tool is able to “freewheel”; there is no 

resistance from the facer blades being in contact with the pipe ends. 

AND   

e)      Stop the facer motor and move the pipe ends away from the facer. 

f)      Remove the facing tool and clear away all shavings, cuttings and debris. Lightly 

brush away loose debris from the pipe ends with a clean lint-free cotton cloth. 

g)   Avoid any contact with the pipe ends other than above step “f” during and after 

the facing process. 

i. Any contact with the faced, fusion surface other than the facing tool or the 

cleaning device requires the operator to repeat the cleaning process as described 

in 

• ALWAYS FACE TO THE STOPS! 

Step 1 “Securing the Pipe”. 

• AVOID ANY CONTAMINATION of the faced pipe’s ends. 

 
STEP 3 - Aligning the Pipe Ends

a)   Bring the newly faced pipe ends together at facing pressure to check for parallel 

alignment (high / low), angular alignment, slippage and unintended movement. 

  ALIGNING THE PIPE ENDS VERIFIES THAT 

THEY ARE READY FOR THE FUSION PROCESS. 
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i)   Inspect the contact of the two pipe ends to ensure that there are no gaps or 

voids. 

ii)  Visually check for any misalignment (high/low) around the complete outer 

surface at the point of contact between the two pipe ends. 

iii)  Use a clean straight edge tool to check for any outer surface misalignment 

(high/low) between the outer surfaces of the two pipe ends. 

b)   Adjust any misalignment (High / Low) by tightening the “High”-side jaw clamp.  

Never loosen the low-side. 

c)   NOTE: If ANY adjustments are made, redo Step 2 “Facing the Pipe Ends”.

d)   Bring the pipe ends together at the calculated fusion pressure to check for possible 

slippage or unintended movement.   NOTE:  If 

. 

ANY slippage or unintended movement 

occurs, redo Step 2 “Facing the Pipe Ends”. 

 

e)  NEVER ATTEMPT TO HEAT OR FUSE PIPE THAT  IS NOT CORRECTLY 

ALIGNED. Misalignment that exceeds 10% of the pipe wall thickness is incorrect and is 

not acceptable. 

STEP 4 - Melting the Pipe Ends

a)  Check the heater tool surface temperature with a calibrated infrared or surface 

pyrometer to insure the temperature is within the recommended range: 400°F – 450° F 

(204

  MELTING THE PIPE ENDS AT THE 

RECOMMENDED TEMPERATURE FOR THE REQUIRED DURATION IS REQUIRED 

TO CREATE A STRONG, ACCEPTABLE FUSED JOINT. 

0C – 2320

b)  Clean the heater surfaces with a clean lint free cotton cloth. 

C).  Follow the manufacturer’s instructions. 

c)  Follow the correct Butt Fusion Joining Procedures for the fusion equipment and pipe 

material on the jobsite.  (ASTM F2620-06 and PPI TR-33 2006

i)  Briefly bring the pipe ends into contact with the heating tool surfaces at the 

fusion pressure. 

 are suggested 

guidelines): 

ii)  Maintain fusion pressure” only until first indication of melt is visible around the 

complete outer edge of both pipe ends indicating that the pipe ends are in full 

contact with the heater plate around the full circumference.  
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iii) Immediately reduce pressure from “fusion pressure” to drag pressure without 

releasing contact between the melted pipe ends and the heating tool surfaces. 

Once the pressure is at drag pressure, lock the movable carriage so it can’t move 

in either direction for the “heat soak cycle”.  On manual machines, this will be only 

enough pressure to maintain contact between the pipe ends and the heating 

surfaces.   

Caution:  Care should be taken that pressure never exceeds the drag pressure 

during the heat soak cycle.  THIS IS CRITICAL FOR A GOOD FUSION.  During 

the heat soak cycle the melt bead will form due to the thermal expansion of the 

melted ends, NOT by any external pressure being applied to the heater plates. 

iv) Maintain contact between the pipe ends and the heating tool surfaces until an 

acceptable melt bead is achieved per Table 1.   

 

Table 1: Approximate Melt Bead Size (Pipe Ends) 

Pipe Size Approximate Melt Bead Size 
 

Above 1-1/4” to 3” About  1/16” 

Above 3” to 8” 1/8” - 3/16” 

Above 8” to 12” 3/16“  –  ¼” 

Above 12” to 24” ¼”   - 7/16” 

Above 24” to 36” About  7/16” 

Above 36” to 63” About  9/16” 

 

STEP 5 - Joining the Pipe Ends

a) When the correct melt bead is formed, per the ASTM standard summarized in Table 

1, 

  THE PROCESS OF BRINGING THE PIPE ENDS 

TOGETHER USING the PRE-SET PRESSURE. 

QUICKLY separate the pipe ends from the heating tool and remove the heating tool 

without coming into contact with the melted pipe ends.  Next, QUICKLY inspect the pipe 

ends, which should be flat, smooth, free of contamination and completely melted.  

Concave pipe ends (caused by heating under pressure) are UNACCEPTABLE – see 

Figure A for a photograph representative of this condition.  If acceptable, QUICKLY 
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bring pipe ends together and apply fusion pressure.  This process should take no longer 

than 9 seconds for pipes 3” – 24” and 9-15 seconds for 24” and larger pipe.  For manual 

machines, apply enough force to have the melted ends roll back to the pipe surface. 

Hold that force until the pipe ends cool to the touch per ASTM F2620.  

 
Figure A.  UNACCEPTABLE APPEARANCE – Improper Concave Melt Surfaces after 

Heating; probably caused by heating under pressure. 

 

 

b) If there is any indication of an incorrect melt or contamination, DO NOT CONTINUE

i)  Allow the pipe ends to cool and start over with 

. 

c) A good fusion will form a double roll-back bead onto the pipe surface.    Refer to 

Figure B for bead appearance evaluation. 

Step 1 “Securing the Pipe”. 
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          Figure B: Butt Fusion Bead Acceptance Guideline          

Notes to Figure B:    

• When fusing PE 4710, a slight gap may be present between the pipe OD and the 

bottom of the bead after cooling.  When fusing PE 4710 to PE 3608/3408, the 

bead on the PE 3608/3408 pipe may roll all the way over the pipe wall, but the 

bead on the PE 4710 may not roll out completely. 

• The top right quadrant in Figure B might also be seen if fusing pipes with different 

DRs   

 

  f)  If the visual inspection of the fusion joint is not as described, it should be cut out and 

the process should begin again with 

  

Step 1 “Securing the Pipe”. 

STEP 6 - Holding the Pipe

a)   Maintain the correct fusion pressure until the joint has cooled. 

  HOLDING THE PIPE, AND ALLOWING IT TO COOL 

COMPLETELY, IS NECESSARY FOR JOINT STRENGTH. 

i)  Allow the joint to cool for 30 to 90 seconds per diameter inch or until the surface 

of melt bead is cool to the touch-  Note that in accordance with ASTM F 2620 
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recommendations, “Pouring water or applying wet cloths to the joint to reduce 

cooling time is not acceptable.  Applying chilled air is acceptable only as part of a 

controlled cooling cycle procedure where testing demonstrates that acceptable 

joints are produced using the controlled cooling cycle procedure.”  

ii)  Heavier wall thicknesses require longer cooling times 

b)  Avoid pulling, installation, pressure testing, or rough handling of the fused pipe for an 

additional 30 minutes or longer past completion of the last joint in the pipeline. 

c)   Re-inspect the butt fusion joint. 

i)  Both sides of the double roll-back bead should be rolled to the pipe surface.    

See Figure B above for proper bead appearance 

d)   The depth of the “v groove” (see Figure B, bottom right) should be no more than 

50% of the bead height. 

Making and Testing Sample Butt Fusion Joints.

In order to verify the quality of the fusion process, including fusion operator skills and 

machine function, it is required that sample fusion joints  be made for testing using the 

fusion procedures described in ASTM F2620-06 and in PPI TR 33 in conjunction with 

those outlined in this document.   These test samples are for pipe with a wall thickness 

of 1” or less. For thicker wall applications, contact the pipe manufacturer for the 

appropriate test. The following describes the preparation of the test samples and the 

details of the testing procedure 

    

1) Complete a minimum  of two butt fusion joints for test using the procedures 

described in  in this document, 

2) Complete a visual inspection of the joints to confirm their suitability for testing 

3) Allow the fusion joint samples to cool to a temperature ranging between 65oF (18oC) 

and 80oF (27o

4) Cut a strip from each of the sample fusion joints for testing. 

C). 

a) The fusion joint should be in the middle of the cut length specimen. 

b) The overall length of the strip should be 15x the wall thickness (a minimum of 6”) 

on each side of the fusion 
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c) The overall width of the strip should be no less than 1-1/2x the wall thickness (a 

minimum of 1”). 

5) Bend the strips in a “back and forth” motion, with the ends touching each other at the 

completion of each motion. 

A correct fusion joint should not crack or fail, or produce gaps or voids during this 

testing procedure  However, It should be noted that if testing is performed when the 

temperature of the samples is outside the 65oF to 80o

 

F range specified in 3) above, a 

false result may be obtained. 
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Training Record per PPI TN 42-2009 

Date of Training: ________________ 

Recommended Minimum Training Guidelines for PE Pipe Butt 
Fusion Joining Operators for Municipal and Industrial Projects  

Name of Trainer:  _________________________________________________________    

Name of Trainer’s Company or Employer:  _____________________________________ 

Name of Trainee Fusion Operator: ____________________________________________  

Name of Trainee Fusion Operator’s Employer: __________________________________ 

Name and Location of Project: ________________________________________________ 

Fusion Machine(s) Used:  

      1.  Manufacturer: __________________ Machine: _____________Serial No.:______________ 

      2.  Manufacturer: ___________________Machine: ______________Serial No.:______________ 

               

      1.   OD__________   SDR/DR__________   Product ID/Manufacturer_____________________ 

Pipe Samples Fused:  

      2.      OD_________    SDR/DR ___________Product ID/ Manufacturer_____________________ 

 Number of Joints Tested: ___   Number Passed Test: ____Number Failed Test_______________ 

Training Completed  

Training on Butt Fusion above ground_________ Training on Butt Fusion in ditch_____ 

Operator __________________________   Date: _______________ 

Trainer _____________________________ Date: _______________ 

NOTES:   1. A Copy of this fully completed Training Record must be retained by the Fusion Operator and be available for 

inspection at all times while performing fusion joining operations on the project.   

2. The Trainer must also retain a fully completed file copy of this Training Record for future reference. 
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APPENDIX  

Butt Fusion Joints – Visual Appearance Guidelines 

 

Figure 1.  ACCEPTABLE APPEARANCE - Proper Double Roll–back Bead and Proper Alignment  

 

Figure 2. UNACCEPTABLE APPEARANCE – Incomplete Face-off 
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Figure 3.  UNACCEPTABLE APPEARANCE – Mitered Joint – Improper ‘High-Low’ Pipe Alignment 

 

Figure 4. UNACCEPTABLE APPEARANCE – Unintentional Mitered Joint – Improper Alignment in Fusion 

Machine 

 

Figure 5. UNACCEPTABLE APPEARANCE – Contamination in Joint 



RUFCO 2010B  . . . . . . . . . . . 2010B
RUFCO 3010B  . . . . . . . . . . . 3010B
RUFCO 4010B  . . . . . . . . . . . 4010B

COMMON
APPLICATIONS
• Interim Landfill Covers

• Canal Linings

• Decorative Ponds

• Outdoor Coverings

• Brine Ponds

• Fire Ponds

• Remediation Liners

• Farm Ponds

• Oil Field Pit Liners

Engineered Films Division

PRODUCT DESCRIPTION
RUFCO 2010B, 3010B and 4010B are membranes
consisting of a blended linear polyethylene. Carbon black
provides protection from UV rays. RUFCO 2010B, 3010B
and 4010B do not contain plasticizers that in time can
migrate to the surface, causing premature aging.
Manufactured from virgin and select reprocessed resins,
they are designed to provide an economical solution to
many applications.

PRODUCT USE
RUFCO 2010B, 3010B and 4010B are used in
applications requiring a lower-cost material with high
puncture and tear resistance.  The carbon black additive
assures long outdoor life.  Rufco 2010B, 3010B and 4010B
are flexible and will conform to a variety of surfaces. 

SIZE & PACKAGING
RUFCO 2010B, 3010B and 4010B are available in
large fabricated panels up to 50,000 sq. ft. in 2010B,
33,000 sq. ft. in 3010B and 25,000 sq. ft. in 4010B.  All
panels are accordion folded every 5 feet and rolled tightly
on a heavy-duty core for ease of handling.

2010B, 3010B & 4010BRUFCO

PART 
PRODUCT NUMBER

Pond Liner

®



*Raven Industries performs seam testing at 12” per minute.

RUFCO 2010B, 3010B and 4010B contain a very high-strength polyethylene resin
blended with our in-house trim and start-up material.  RUFCO 2010B, 3010B and
4010B are offered as an alternative to our virgin resin films for non-critical applications.
They may contain minor cosmetic gels, small surface particles and a lower minimum
thickness tolerance.

PROPERTIES TEST METHOD RUFCO 2010B RUFCO 3010B RUFCO 4010B

English Metric English Metric English Metric

APPEARANCE Black Black Black

THICKNESS, NOMINAL 20 mil 0.51 mm 30 mil 0.75 mm 40 mil 1.00 mm

WEIGHT 93 lbs/MSF 453 g/m2 142 lbs/MSF 692 g/m2 189 lbs/MSF 921 g/m2

TENSILE STRENGTH @ BREAK ASTM D6693 75 lbs 334 N 114 lbs 507 N 154 lbs 685 N
1” (2.54 cm)

ELONGATION AT BREAK ASTM D6693 800% 800% 800% 800% 800% 800%

TEAR RESISTANCE ASTM D1004 11 lbf 49 N 16 lbf 71 N 22 lbf 98 N

HYDROSTATIC RESISTANCE ASTM D751 100 psi 689 kPa 170 psi 1170 kPa 220 psi 1517 kPa

PUNCTURE RESISTANCE ASTM D4833 30 lbf 133 N 45 lbf 200 N 60 lbf 267 N

VOLATILE LOSS ASTM D1203 < 1% < 1% < 1% < 1% < 1% < 1%

DIMENSIONAL STABILITY ASTM D1204 < 2% < 2% < 2% < 2% < 2% < 2%

MAXIMUM USE TEMPERATURE 180°F 82°C 180°F 82°C 180°F 82°C

MINIMUM USE TEMPERATURE -70°F -57°C -70°F -57°C -70°F -57°C

PERMEABILITY

PERM RATING ASTM E96 0.041 0.027 0.031 0.020 0.024 0.015
Method A U.S. Perms Metric Perms U.S. Perms Metric Perms U.S. Perms Metric Perms

BONDED SEAM STRENGTH ASTM D4545* 33 lbf/in. 58 N/cm 55 lbf/in. 96N/cm 70 lbf/in. 122N/cm

SEAM PEEL ADHESION ASTM D1204* 28 lbf/in. 49N/cm 40 lbf/in. 70N/cm 55 lbf/in. 96N/cm

7/08    EFD 1078

FACTORY SEAM REQUIREMENTS

Note:  To the best of our knowledge, unless otherwise stated, these are typical property values and are intended as guides only, not as specification
limits. NO WARRANTIES ARE MADE AS TO THE FITNESS FOR A SPECIFIC USE OR MERCHANTABILITY OF PRODUCTS REFERRED TO, no
guarantee of satisfactory results from reliance upon contained information or recommendations and disclaims all liability for resulting loss or damage.

www.ravengeo.com

RAVEN INDUSTRIES, INC. / Engineered Films Division
P.O. Box 5107 • Sioux Falls, SD 57117-5107
Ph: (605) 335-0174 • Fx: (605) 331-0333
Toll Free: 800-635-3456

ISO 9001:2000
CERTIFIED MANAGEMENT SYSTEM

2010B, 3010B & 4010BRUFCO®

7/08 EFD 1078FR

www.robertswholesale.com

Note:  To the best of our knowledge, unless stated otherwise, these are typical property values and are intended as guides only, not as specification limits.  
NO WARRANTIES ARE MADE AS TO THE FITNESS FOR A SPECIFIC USE OR MERCHANTABILITY OF PRODUCTS REFERRED TO, with no 
guarantee of satisfactory results from reliance upon contained information or recommendations. We disclaim all liability for resulting loss or damage.

FRANK ROBERTS & SONS, INC. 
1130 Robertsville Rd •Punxsutawney, PA 15767
Ph: (814) 938-5000 • Fx: (814) 938-0880
Toll Free: 800-262-8955









APPLICATION:

SIZE RANGE: ½” – 65” (IPS, DIPS)

www.duraline.com  •  800-433-5632

for MUNICIPAL & INDUSTRIAL

PolyPlus™ PE3408/PE4710

FEATURES:
• Suitable applications include Reclaim Water, Intake  
  Water, Raw Water,Wastewater, Mining, Dredging, 
  Landfill, Pulp & Paper and Power Generation
 • Heat-fused, fully restrained, leak proof joints
 • Maintains optimum flow rates due to resistance
  to corrosion & biological growth
 • Fatigue resistant
 • Meets ASTM D3350 cell classification PE445574C
 • Material grades PE3408/PE4710/PE100 per PPI TR-4
 • ASTM D3035 & ASTM F714

SAMPLE
PRINTLINE:

Solid black, or with Stripes: white, red, yellow, gray, orange, blue, purple, green, pink, brown
COLOR/STRIPE:

PolyPipe is manufactured with high performance resins engineered with outstanding resistance to Slow Crack Growth (SCG) and 
Rapid Crack Propagation (RCP).  The fatigue resistance of these resins improves design life in water systems where cyclic 
pressure surges exist.
Dura-Line is ISO 9001 certified and PolyPipe is qualified using exacting laboratory procedures and test methods, and a consistent 
uncompromised quest for design and manufacturing excellence.

Po
lyP
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e 

Po
lyP
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s™

Reclaim Water, Intake Water, Raw Water,Wastewater, Mining, Dredging, Landfill, Pulp & Paper,
Power Generation and others

24'' IPS-SDR 11-DURALINE-POLYPIPE®POLYPLUS-PE3408/PE4710-CEE-ASTM F714-
(Resin Code)(Color Code)-6GB -(ddmmyy)

High Performance Pipe for
Municipal & Industrial Applications
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for POLYPLUS™

PolyPlus PE3408/PE4710

TYPICAL PHYSICAL PROPERTIES

PROPERTY ASTM TEST  *NOMINAL VALUES
OHTEM D

  SI Units English Units 
   
Density, Natural D1505 0.949 gm/cc –
Density, Black D1505 0.960 gm/cc –
Melt Index (190°C/2.16 kg) D1238 0.08 gm/10 min. –
Flow Rate (190°C/21.6 kg) D1238 7.5 gm/10 min. –
 Tensile Strength @ Yield D638 24.8 MPa 3,500 psi
Ultimate Elongation D638 >800% >800%
Flexural Modulus D790 1,034 MPa 150,000 psi
      2% Secant
Environmental Stress Crack Resistance (ESCR)
     F0, Condition C D1693 -- --
      PENT F1473 >500 hrs. >500 hrs.
Brittleness Temperature D746 <-117°C <-180°F
Hardness, Shore D D2240 64 64
Vicat Softening Temperature D1525 124°C 255°F
Izod Impact Strength (Notched)  D256  0.42 KJ/m 8 ft – lbf/in
Volume Resistivity D991 >1015 ohm-cm --
Thermal Expansion Coefficient  2x10-4 cm/cm/°C 1.0x10-4 in/in/°F

CELL CLASSIFICATION: D3350 445574C PE47 
  445576C  PE100
 PPI HYDROSTATIC DESIGN BASIS (HDB) D2837 11.0 MPa @ 23°C 1,600 psi @ 73.4°F
      (As listed in PPI TR-4)  6.9 MPa @ 140°C 1,000 psi @ 140°F
   PPI HYDROSTATIC DESIGN STRESS (HDS)  6.9 MPa @ 23°C 1,000 psi @ 73.4°F
  (As established by the Hydrostatic Stress Board (HSB) of the Plastics Pipe Institute (PPI))

*Nominal values are intended to be guides only, and not as specification limit.
*Some of the data listed above was determined from compression molded test specimens; therefore, may deviate from pipe specimens.
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PE3408/PE4710/PE100 Pipe
Pipe Data and Pressure Ratings - IPS

Pressure Rating DR7 DR9 DR11 DR13.5 DR17 DR21 DR26 DR32.5
 335 psi 255 psi 200 psi 160 psi 125 psi 100 psi 80 psi 65 psi

Nominal OD Min. Wall Weight Min. Wall Weight Min. Wall Weight Min. Wall Weight Min. Wall Weight Min. Wall Weight Min. Wall Weight Min. Wall Weight
Pipe Size (inches) (inches) (lbs/ft) (inches) (lbs/ft) (inches) (lbs/ft) (inches) (lbs/ft) (inches) (lbs/ft) (inches) (lbs/ft) (inches) (lbs/ft) (inches) (lbs/ft)

½” 0.840 0.120 0.119 0.093 0.096 0.076 0.080 – – – – – – – – – –
¾” 1.050 0.150 0.185 0.117 0.150 0.095 0.126 – – – – – – – – – –
1” 1.315 0.188 0.291 0.146 0.235 0.120 0.197 – – – – – – – – – –
1 ¼” 1.660 0.237 0.463 0.184 0.374 0.151 0.314 0.123 0.261 – – – – – – – –
1 ½” 1.900 0.271 0.607 0.211 0.490 0.173 0.411 0.141 0.342 – – – – – – – –
2” 2.375 0.339 0.948 0.264 0.766 0.216 0.642 0.176 0.534 0.140 0.431 – – – – – –
3” 3.500 0.500 2.058 0.389 1.664 0.318 1.395 0.259 1.159 0.206 0.936 0.167 0.768 0.135 0.626 – –
4” 4.500 0.643 3.402 0.500 2.751 0.409 2.306 0.333 1.916 0.265 1.548 0.214 1.269 0.173 1.035 0.138 0.835
5” 5.375 0.768 4.854 0.597 3.925 0.489 3.289 0.398 2.733 0.316 2.208 0.256 1.810 0.207 1.477 0.165 1.192
5” 5.563 0.795 5.199 0.618 4.204 0.506 3.523 0.412 2.928 0.327 2.366 0.265 1.939 0.214 1.582 0.171 1.277
6” 6.625 0.946 7.374 0.736 5.963 0.602 4.997 0.491 4.152 0.390 3.355 0.315 2.750 0.255 2.244 0.204 1.811
7” 7.125 1.018 8.529 0.792 6.897 0.648 5.780 0.528 4.802 0.419 3.881 0.339 3.181 0.274 2.596 0.219 2.094
8” 8.625 1.232 12.498 0.958 10.106 0.784 8.470 0.639 7.037 0.507 5.687 0.411 4.662 0.332 3.804 0.265 3.069
10” 10.75 1.536 19.416 1.194 15.700 0.977 13.157 0.796 10.932 0.632 8.834 0.512 7.242 0.413 5.909 0.331 4.767
12” 12.75 1.821 27.312 1.417 22.085 1.159 18.508 0.944 15.379 0.750 12.427 0.607 10.187 0.490 8.312 0.392 6.703
14” 14.00 2.000 32.930 1.556 26.628 1.273 22.315 1.037 18.542 0.824 14.983 0.667 12.282 0.538 10.022 0.431 8.086
16” 16.00 2.286 43.010 1.778 34.779 1.455 29.146 1.185 24.218 0.941 19.569 0.762 16.042 0.615 13.090 0.492 10.561
18” 18.00 2.571 54.435 2.000 44.017 1.636 36.888 1.333 30.651 1.059 24.767 0.857 20.304 0.692 16.567 0.554 13.366
20” 20.00 2.857 67.203 2.222 54.342 1.818 45.541 1.481 37.840 1.176 30.577 0.952 25.066 0.769 20.453 0.615 16.501
22” 22.00 – – 2.444 65.754 2.000 55.105 1.630 45.787 1.294 36.998 1.048 30.330 0.846 24.748 0.677 19.967
24” 24.00 – – 2.667 78.253 2.182 65.579 1.778 54.490 1.412 44.031 1.143 36.095 0.923 29.452 0.738 23.762
28” 28.00 – – 3.111 106.51 2.545 89.260 2.074 74.167 1.647 59.931 1.333 49.130 1.077 40.087 0.862 32.342
30” 30.00 – – 3.333 121.63 2.727 102.467 2.222 85.141 1.765 68.798 1.429 56.399 1.154 46.019 0.923 37.128
32” 32.00 – – 3.556 139.12 2.909 116.59 2.370 96.871 1.882 78.277 1.524 64.169 1.231 52.359 0.985 42.243
36” 36.00 – – 4.000 176.07 3.273 146.78 2.667 121.96 2.118 99.069 1.714 81.214 1.385 66.267 1.108 53.464
42” 42.00 – – – – – – 3.111 166.88 2.471 134.844 2.000 110.542 1.615 89.73 1.292 72.771
48” 48.00 – – – – – – – – 2.824 176.122 2.286 144.381 1.846 117.808 1.477 95.047
54” 54.00 – – – – – – – – 3.176 222.91 2.571 182.732 2.077 149.100 1.662 120.294
63” 63.00 – – – – – – – – 3.706 303.398 3.000 248.72 2.423 202.94 1.938 163.73
65” 65.00 – – – – – – – – 3.824 322.967 3.095 264.76 2.500 216.03 2.000 174.29

*See notes on Page 4 for product and pressure rating information
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PE3408/PE4710/PE100 Pipe
Pipe Data and Pressure Ratings - DIPS

Pressure Rating DR7 DR9 DR11 DR13.5 DR17 DR21 DR26 DR32.5
 335 psi 255 psi 200 psi 160 psi 125 psi 100 psi 80 psi 65 psi

Nominal OD Min. Wall Weight Min. Wall Weight Min. Wall Weight Min. Wall Weight Min. Wall Weight Min. Wall Weight Min. Wall Weight Min. Wall Weight
Pipe Size (inches) (inches) (lbs/ft) (inches) (lbs/ft) (inches) (lbs/ft) (inches) (lbs/ft) (inches) (lbs/ft) (inches) (lbs/ft) (inches) (lbs/ft) (inches) (lbs/ft)

3” 3.96 0.566 2.635 0.440 2.130 0.360 1.785 0.293 1.483 0.233 1.199 0.189 0.983 0.152 0.802 0.122 0.647
4” 4.80 0.686 3.871 0.533 3.130 0.436 2.623 0.356 2.180 0.282 1.761 0.229 1.444 0.185 1.178 0.148 0.950
6” 6.90 0.986 7.999 0.767 6.468 0.627 5.421 0.511 4.504 0.406 3.639 0.329 2.984 0.265 2.434 0.212 1.964
8” 9.05 1.293 13.760 1.006 11.127 0.823 9.325 0.670 7.748 0.532 6.261 0.431 5.132 0.348 4.188 0.278 3.379
10” 11.10 1.586 20.700 1.233 16.739 1.009 14.028 0.822 11.656 0.653 9.418 0.529 7.721 0.427 6.300 0.342 5.083
12” 13.20 1.886 29.274 1.467 23.671 1.200 19.838 0.978 16.483 0.776 13.319 0.629 10.919 0.508 8.909 0.406 7.188
14” 15.30 2.186 39.329 1.700 31.802 1.391 26.652 1.133 22.145 0.900 17.894 0.729 14.669 0.588 11.969 0.471 9.657
16” 17.40 2.486 50.866 1.933 41.132 1.582 34.470 1.289 28.641 1.024 23.144 0.829 18.973 0.669 15.481 0.535 12.490
18” 19.50 2.786 63.885 2.167 51.659 1.773 43.292 1.444 35.972 1.147 29.067 0.929 23.829 0.750 19.443 0.600 15.687
20” 21.60 3.086 78.386 2.400 63.385 1.964 53.119 1.600 44.137 1.271 35.665 1.029 29.237 0.831 23.856 0.665 19.247
24” 25.80 – – 2.867 90.431 2.345 75.785 1.911 62.970 1.518 50.883 1.229 41.713 0.992 34.035 0.794 27.460
30” 32.00 – – – – – – 2.370 96.871 1.882 78.277 1.524 64.169 1.231 52.359 0.985 42.243
36”* 38.30 – – – – – – – – 2.253 112.132 1.824 91.923 1.473 75.005 1.178 60.514
42”* 44.50 – – – – – – – – 2.618 151.374 2.119 124.093 1.712 101.254 1.369 81.692
48”* 50.80 – – – – – – – – – – 2.419 161.717 1.954 131.953 1.563 106.460
54”* 57.56 – – – – – – – – – – 2.741 207.620 2.214 169.408 1.771 136.678
60”* 61.61 – – – – – – – – – – – – 2.370 194.086 1.896 156.588

PolyPipe® PolyPlus™ PE4710 Pipe is manufactured in accordance with the following standards:
 • For sizes ½” IPS through 3” IPS products are manufactured in accordance with ASTM D3035 & AWWA C901.
 • For sizes 4” IPS through 60” DIPS products are manufactured in accordance with ASTM F714 & AWWA C906.
 • Metric sizes also available.
 •  Coiled pipe available through 6” OD and straight lengths available in 40’ and 50’ lengths.  For custom lengths, contact a Customer Service Representative.

• Pressures are based on water at 23°C (73.4°F) and are determined by use of the Hydrostatic Design Stress (HDS) as established by the Hydrostatic Stress Board (HSB)
 of the Plastics Pipe Institute (PPI).
• The above weights for IPS and DIPS sizes are calculated in accordance with Plastics Pipe Institute (PPI) TR-7, using a value of 0.960 for density.
• Available with color-coded striping.
• Some sizes listed are special order.  Call for availability on sizes.
• *May require additional lead time.
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