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FUSIONMASTER"

Safety precautions

Know the machine
This machine should only be used by an operator fully
trained in its use.

Read these operating instructions carefully. Learn the
operation, limitations and potential hazards of using your
butt fusion machine.

Report anything that doesn't look right, sound right, smell
right, feel right, or is in any way different from what you
expect, or that you think may be unsafe.

Avoid dangerous environments
The equipment is not explosion proof. Never carry out
butt fusion in a gaseous or combustible atmosphere.

Electrical safety
Use only a qualified electrician to carry out electrical
maintenance work.

Connect electrical components only to a voltage source
that corresponds to that marked on the components.

Do not operate the electrical equipment in damp or wet
locations.

Prevent electric shock by correctly grounding electrical
components. The green (or green/yellow) conductor in
the electric cable is the grounding wire and should never
be connected to a live terminal. The use of earth leakage
protection with portable electric tools is essential and
must be provided by the user.

Heater

The heater is supplied with a short extension cord that will
melt through if allowed to contact the hot plate. The
factory supplied cord has a high melting point outer
sheath that will delay, but will not prevent, the inevitable
life threatening situation that could occur.

Always use an earth leakage safety device in any circuit
connected to the heater.

Never use a standard appliance cord with low melting
point PVC sheath.

Never stand the heater plate such that the temperature
controller handle is vertically above the hot plate.

Facer

The facing machine is powerful and the cutting blades are
sharp. To prevent serious injury the facer should only be
operated when it is securely located in the pipe cutting
position.

Because of the nature of the machine it is not practical to
guard the operational area. Do not attempt to remove
shavings from the cutting area while the facer is running.

Wear appropriate apparel
The heater is very hot and should be handled carefully.
Wear gloves to prevent burns.

Remove loose clothing or jewellery to prevent injury from
these items being dragged into moving parts.

Hydraulic pressure

Remember that a sudden hydraulic oil leak can cause
serious injury, or even death if the presure is high enough.
Do not search for oil leaks with the fingers because a fine
jet of pressurised oil could penetrate the skin causing
serious injury. Use a piece of cardboard to test for leaks
under pressure.

Avoid spraying oil into eyes when bleeding air from the
system by wearing safety glasses and keeping the face
clear of the area.

Any body parts caught in the machine when the hydraulics
are operated will be crushed. Keep fingers, arms, etc, well
clear of the clamp area.

Maintain equipment carefully

The machine has moving parts and/or parts that may
deteriorate with age and require maintenance. Regular
inspection is recommended. For best results keep all
machine components clean and properly maintained. Al-
ways disconnect the power when adjusting, servicing or
changing accessories. Repair or replace damaged electric
cords.

Transporting the machine

Dixon equipment supplied with wheels is not designed for
on-road towing. Any attempt to do so could result in
machine damage and/or personal injury. Transportation
should be by truck or similar, with the unit well secured.

Itis particularly important to ensure that heater plate non-
stick surfaces are protected from damage during transpor-
tation.
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FUSIONMASTER®

Butt Welding Equipment
Limited Warranty

1

2)

3)

4)

5)

6)

7)

Subject to the terms below, Dixon Industries Pty Ltd (“Company”) warrants to repair or
replace at its option ex-works Adelaide any product manufactured or repaired by it within
2 years from the date of shipment which are found to be defective due to either faulty
workmanship or use of faulty materials, provided that such defective product is returned to
the Company’s works at the customer’s expense, unless otherwise agreed.

This warranty is limited solely to products manufactured or repaired by the Company.
Products not manufactured by the Company (such as pumps, gauges, motors, switches, etc.)
are not covered by this warranty. In relation to a repair, this warranty is limited to the
Company’s cost of parts and labour to remedy a defective repair.

This warranty does not apply to any product that has been damaged by accident, misuse,
neglect, use of an electrical power supply that is incompatible with the design specifications
of the product or repair or alteration of the product by anyone other than the Company.

A warranty claim must be made to the Company in writing within 14 days of the first
occurrence of the event or condition on which the claim is based. The claim must include
proof of purchase and a detailed statement of the manner in which the product has been used
and the event or condition occurred. The Company’s decision to admit or refuse any
warranty claim shall be binding.

Replacement parts provided to the customer before the right to a warranty claim is accepted
by the Company will be invoiced at the full cost of the parts, including applicable taxes and
freight charges. If a warranty claim is accepted, the cost of any replacement parts covered
by the warranty claim which have been so invoiced will be credited to the customer.

All costs of returning product to the customer shall be paid by the customer.

Other than provided in this warranty, the Company excludes any other responsibility or
liability whatever to the maximum extent permitted by law including liability for breach of
contract, negligence or incidental, consequential, indirect or special damages including
without limitation, interruption to use of the product or any other plant or equipment.

FUSIONMASTER® and Dixon® are registered trademarks of Dixon Industries Pty. Ltd. © Dixon Industries Pty. Ltd. 1999. Revised Oct 2006.
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FUSIONMASTER"

Simply Better

HF225 manual hydraulic butt welder.

Machine Description

The FUSIONMASTER® HF225 is a lightweight,
compact butt fusion machine for fast accurate joining
of 225-63mm polyethylene pipe and fittings using the
"single pressure and low fusion pressure" butt weld
procedure. Its robustness is derived from the hard
chromed, high strength steel guide shafts, rigid subframe
and high strength cast aluminium alloy clamps. All
mild steel machine components are zinc plated for
maximum corrosion protection.

Two solid rubber wheels and a basic machine weight of
only 45kg allows easy mobility. The two fixed and two
moving clamps have three segments to reduce pipe
ovality in out of round pipes.

Machine Specification

Main clamp bore 225 mm
Length overall 860 mm
Width overall 410 mm
Height overall 460 mm

(See machine assembly drawing BF2250A0-MAN.)

Hydraulics

The HF225 has ahand operated single acting hydraulic
pump that applies pressure to the single hydraulic
cylinder that transports the moving clamps. Carriage
movement direction is changed by the directional con-
trol valve located on the pump body. A needle valve is
fitted between the pump and ram to lock off pressure
during the fusion and cooling cycles. A direct pressure
gauge indicates heating and joining pressures.

Hydraulic Specification

Relief valve setting 7,500 kPa
Pressure gauge 0 - 8,000 kPa
Effective cylinder area 753 mm?
System oil capacity 750 ml

Recommended oil: viscosity rating ISO 46
Heater Plate

The 1400 W, 240V aluminium heater plate has a castin
circular element to ensure uniform heat distribution
across the 240mm effective heating diameter.

Plate temperature is controlled with an adjustable solid
state controller. A neon lamp indicates when power is
on, and a dial thermometer indicates internal plate
temperature. (Refer section on heater technology.) It
takes less than 15 minutes to heat up to working
temperature.

Replaceable non-stick cloths are used to cover the
heater faces to eliminate hot plastic adhesion. The
cloths are secured by snap rings that enable quick and
easy field repair if the surface is damaged.

The detachable 1.2m, 7.5 amp electric cord has a melt
resisting outer sheath for protection against short peri-

ods of accidental contact with the heater.

(See heater assembly drawing BF2001 AO-MAN.)

FUSIONMASTER?® is a registered trademark of DIXON INDUSTRIES PTY. LTD.

© Aug 2002. Revised Dec 2010. page 4



FUSIONMASTER"

Simply Better

HF225 manual hydraulic butt welder.

Facer

Joint preparation time is reduced to a minimum using
the lightweight electric powered facing head. The facer
is self aligning and will produce parallel pipe joint
faces. The dual speed motor provides adequate torque
and speed to process small or large diameter pipes
quickly. Whennotinuse, both the facer and heater plate
are stored in a protective floor stand.

The facer is driven by an electric drill (900W, 240V).
It has one blade on each cutting face and can cut pipe
from 225mm outside dia. to 45mm inside dia.

(See facer assembly drawing BF2002A0-MAN.)

Reducing Liners

Clamp liners for the HF225 can be supplied to suit any
pipe size from 200mm to 63mm, in either metric or
imperial dimensions.

There are four rings to each liner size comprising 2
wide rings (for pipe to pipe) and 2 narrow rings (for
holding short leg moulded fittings). The wide 63mm,
75mm and 90mm liners nest inside 110mm liners,
while all the narrow liners fit directly into the main
225mm clamp.

When welding pipe to pipe the wide rings are placed in
the inner two clamps, with the narrow rings in the two
outer clamps. (See drawing HF225900-MAN.)

Fittings Attachment

The self centring fittings attachment securely holds
flanged or shouldered end fittings, etc, either by the
ouside orinside diameter. This time saving tool mounts
into one of the main clamps enabling fast, accurate
alignment of fittings with very little effort.

(See fittings attachment assembly drawing BF2253 A0O-
MAN.)

Accessory Case

The HF225 kit is supplied with a steel accessory case
that holds the heater, facer, heater stand and three sets
of reducing liners. The case is 720 x 330 x 290mm.

Shipping Container
The HF225 machine ships in a plywood-timber crate.

Component Weights

Butt machine 45 kg
Heater plate 3.5kg
Facer 11 kg
Fittings chuck 8 kg
Liners 160mm 2p&2n 5.2 kg/set
Liners 110mm 2p&2n 6.4 kg/set
Liners 90mm 2p&2n 3.5 kg/set
Heater stand S5kg
Accessory case (loaded) 44 kg
Shipping crate (loaded) 160 kg

Electrical Power Requirement.
A portable power supply of 2.5kW, 240V, single phase
is recommended for field operation.

Using the HF225

Preparation

e Connect only to a 240v power source. Ensure the
output of any portable generator used is 240v +/-
20v and 50hz to protect the electronic temperature
controller from electrical damage.

* Testforairin the hydraulic system. Bleed as neces-
sary.

* Cleanand/orreplace the non-stick cloths. Clean the
plate before every weld with clean dry paper or
cotton cloth - neveruse synthetic materials that may
melt.

* Check, and if necessary adjust the heater surface
temperature.

* Check the facer cutting action (the shaving thick-
ness should be 0.3-0.4mm).

* Install the correct reducing liners for the pipe to be
welded.

* Clean each pipe end and the cutter blades before
facing.

* Read the drag pressure from the pressure gauge
before every weld.

* Add the drag pressure to the calculated pressure to
determine the appropriate heat soak and welding
gauge pressure

Drag Pressure

The “drag” pressure is that required to just maintain
motion of the carriage. The size of the drag will depend
both on the friction acting inside the cylinders and on
the effort required to move the pipe. It must therefore
be measured before every weld and added to the
calculated welding pressure for the pipe.

FUSIONMASTER? is a registered trademark of DIXON INDUSTRIES PTY. LTD.

© Aug 2002. Revised Dec 2010. page 5



FUSIONMASTER"

Simply Better

HF225 manual hydraulic butt welder.

To determine the drag pressure, operate the pump
handle and observe the gauge pressure at which the
carriage just begins to move. This is the drag pressure.

Pipe Alignment

Place the pipes in the clamp jaws with about 30mm of
pipe extending past the clamps into the operating zone,
and tighten the clamps. Using the hydraulics, move the
pipe ends together and check for alignment. The other
ends of the pipe should be supported in a way that
eliminates any external bending loads on the machine
and minimises drag on the pipe.

Tolerances on small bore pipes should be sufficient to
permit pipe alignment in the HF225 without much
adjustment of the three segment clamps. However, in
severe out of round situations, adjust out any misalign-
ment by loosening the clamps and rotating the pipes,
and/or using packers as necessary.

Tighten the clamp toggle bolts securely to prevent pipe
movement under hydraulic pressure.

Facing

Move the pipe ends apart and place the facing machine
between the pipe faces. Ensure the facer body is hooked
on to the guide shafts. (The heater plate rest bars must
be retracted during the facing operation.) Reverse the
directional valve lever on the hydraulic pump to permit
the pipe to be moved toward the facer.

FACING MACHINE

PIPE CLAMP
N AN
S S| A -
Z BN Z, \iﬁ
L J PIPE

PARALLEL

Start the facer rotating. Move the pipe ends into contact
with the facer and apply the minimum pressure neces-
sary to achieve cutting until a continuous shaving of
plastic is simultaneously produced from both sides of
the facer.

Move the pipe away from the facer before stopping
facer rotation to prevent any step forming.

Caution:

Take care not to overload the facer by applying
excessive pressure. Never exceed 1,500 kPa more
than drag pressure.

Check Alignment

Remove the facer and clear away all plastic cuttings
without contaminating the pipe ends. Do not touch the
cut surface or reclean it.

Re-check pipe alignment (maximummisalignment 10%
of wall thickness) as this is extremely important in
obtaining uniform heating and minimising stresses at
the finished joint.

If the alignment is unacceptable repeat the facing
operation. Always reface if it becomes necessary to
rotate the pipe in the clamps after initial facing.

Heating Cycle

Extend the heater rest bars ready to support the heater
plate and prevent damaging the hydraulic cylinder
shafts.

Always check the heater plate temperature before com-
mencing each joint.

Place the heater plate between the pipe faces.
Caution:
Ensure the heater handle is NOT standing verti-

cally above the plate or dangerous overheating may
occur.

HEATER PLATE

Zt Zt
4'\/‘ ’\/\-»
P1, P2—o— A — N - —a—P1, P2
-A\A A\
Z/ BN Z N

P1: INITIAL BEAD UP PRESSURE
P2: HEAT SOAK PRESSURE

Move the carriage to bring the pipe faces into contact
with the heater plate, and increase pressure to the
predetermined heating pressure.

Maintain pressure until an initial bead has formed
uniformly around both sides of the heater plate. This
commences the heat soak period.

FUSIONMASTER? is a registered trademark of DIXON INDUSTRIES PTY. LTD.
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FUSIONMASTER"

Simply Better

HF225 manual hydraulic butt welder.

Then, while maintaining the heater/pipe face contact,
reduce the pressure down to the drag pressure for the
remainder of the heat soak time period. Failing to
reduce pressure forces hot plastic out of the joint zone
and can lead to a "cold joint".

On completion of heat soak time, reverse the carriage
direction to “crack” the heater plate away from the
melted pipe and move the heater plate out of the weld
zone as quickly as possible. (Refer to parameters table
for allowable changeover time).

The unique non-stick cloths allow a "peeling off"
action as the pipe is cracked away, minimising adhe-
sion of the melted pipe to the heater.

Remove the heater plate and replace it in the floor
stand.

Caution:

Do not allow the heater plate to slide across the pipe
ends and distort the melted surface. Do not con-
taminate the melted surface in any way.

Fusion Cycle

Bring the melted pipe faces into contact with each other
gently without delay to minimise heat loss from the
weld zone. Build up to the required fusion pressure
gradually to avoid squeezing out too much hot plastic.

DN g N
P — —a—PJ
ZIRS B2

P3: WELDING & COOLING PRESSURE

Shrinkage will occur as the weld cools allowing the
pressure to fall. It is essential to operate the hand pump
to maintain pressure until shrinkage ceases. (This could
be up to 10 minutes or more for large pipes.) Once
pressure stabilises, close the needle valve to lock offthe
hydraulic pressure until the cooling cycle is completed.

Maintain the pipe in the clamps and under pressure
until the weld/cooling time is complete.

Weld Quality Check

Inspect the uniformity of the bead size inside and out,
top and bottom of the pipe. It is advisable to monitor
and record times, temperatures and pressures at each
phase of every joint for future reference. (See section
on weld failure trouble-shooting.)

Maintenance - daily checks

1. Keep the machine and accessories clean and
free of dustand grease. Do not lubricate any part
of the machine.

2. Inspect hydraulic components for leaks from
connections and seals. Overhaul seals and fit-
tings as necessary.

3. Check for air in the carriage cylinder (as evi-
denced by shuddering, and/or “springing back”
ofthe rams). This mustbe removed by bleeding.

4. Check the pressure gauge operates and returns
to zero.
5. Check the temperature of a number of points on

the surface of both sides of the heater plate.
Readings should be within a 20°C range, (say
210-230°C).

6. Check for bare electric wires.

7. Replace non-stick cloths if damaged in the weld
zone.

8. Facing blades should be sharp and have defect
free cutting edges to provide continuous swarf
of uniform thickness. Sharpen or replace cutter
blades if blunt or chipped.

9. Ifusing a portable generator, ensure its output is
240v +/- 20v and 50hz, to protect the electronic
temperature controller from permanent dam-
age.

Maintenance - periodic

In addition to the daily checks, the following should be
carried out before commencing each new project, or
after 250 operating hours.

General
1. Check the hydraulic cylinder shaft for cuts or
dents likely to damage the hydraulic seals.

FUSIONMASTER? is a registered trademark of DIXON INDUSTRIES PTY. LTD.
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FUSIONMASTER"

Simply Better

HF225 manual hydraulic butt welder.

2. Check the frame, chrome guide shafts and heater
rest bars are not bent such that excessive drag
pressure results. Without pipe in the machine,
drag pressure should be in the range 200-500kPa.

Heater
1. Heater surfaces should be flat, smooth and free
of dents or gouges. Dress as necessary.

2. Heaters with non-stick cloths have a groove
machined in the edge of the casting to prevent
air being trapped under the cloth. This groove
should always be kept clear.

Facer drive

1. Access the facer drive assembly by removing
the securing screw from the facer plate and
removing the plate.

2. Inspect the worm and worm wheel assembly for

wear. If replacement is deemed necessary, re-
place as a complete assembly.

3. Inspect the worm shaft needle thrust bearing for
damage and replace if necessary.

4. Clean out and regrease sparingly with a high
pressure grease eg Shell EP2. Do not use mo-
lybdenum disulphide, graphite grease or similar
as these may run and cause joint contamination.

5. Replace felt dust seals as required.

Blade sharpening
If chipped or damaged, the blades should be replaced.

If blunt, the high grade tool steel blades may be sharp-
ened with a die grinder. Shim the cutter blades if they
are sharp, but shavings are too thin.

Heater Temperature adjustment

The temperature setting of the heater is adjusted by
turning the screw in the end of the heater handle,
clockwise for higher temperature, and anticlockwise
for lower temperature. About one degree of turn equals
one degree of temperature. Always allow several min-
utes for the plate temperature to stabilise after making
any adjustment.

The controller is factory set to operate in the range
180°C to 260°C.

Heater failure

1.

If the heater does not power up it could be due
either to failure of the element pad or failure of
the temperature controller.

Howeveralways first test the power supply and
the power cord on some other appliance to
ensure those items are not at fault.

To test for element pad failure:
Caution: This job must be performed by a
qualified electrician.

d Disconnect the power supply.

. Remove the three screws securing the
handle to the heater bracket.

. Remove the bracket and gasket from the

heater plate to expose the temperature
sensor probe. Withdraw the probe with
long nose pliers, pulling on the metal
case, not the fine lead wires. Disconnect
the quick connect leads from the element
ends and remove the earth connector.

d Remove the heater plate handle bracket
to gain access to the element end con-
nections. Disconnect the leads from the
element and measure the resistance
across the two ends of the element. The
HF225 element resistance should be 40
ohms +/-10%. If there is a short circuit,
the element pad must be replaced. If the
element, leads and connectors are OK,
the controller will be faulty and must be
replaced.

Before fitting the controller handle, coat the
probe with a heat sink compound to increase
thermal sensitivity then refit it into the element
body. Reconnect the leads of the replacement
handle to the element and test the unit for short
circuit and earthing before reconnection to the
power supply.

Replace the screws connecting the handle to the
bracket and tighten securely.

Plug the power cord into the handle and switch
on. The neon should light immediately, indicat-
ing power on. The new handle has been factory
set to run at 230°C. Initially allow 20 minutes
for the plate temperature to stabilise before
making any adjustments. Always allow several
minutes for the plate temperature to stabilise
after making any adjustment.

FUSIONMASTER? is a registered trademark of DIXON INDUSTRIES PTY. LTD.
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FUSIONMASTER"

Simply Better

HF225 manual hydraulic butt welder.

Non-stick cloth replacement
The non-stick cloths should be replaced if they become
torn, contaminated or overheated.

Do not attempt to remove the cloths unless the plate
temperature is less than 40°C because the snap rings
will notrelease above this temperature. Use the follow-
ing procedure.

1. Use a screw driver to lever the snap rings out of
their securing grooves. This takes very little
force.

2. With the plate flat, place a new cloth into
position and reposition the snap ring over the
cloth.

3. Push the snap ring into the groove around an arc
of the plate. Hold in position with one hand.
With the free hand, use a piece of wood or
plastic to force the snap ring completely into its
groove. (This may take several attempts until
some experience is developed.) Never use me-
tallic objects to force the snap rings back into
position as this may result in accidental damage
to the cloth.

4. Trim the excess cloth away with a sharp knife
before putting the heater plate back into service.

Hydraulic Operating Pressure

The operating pressure of the HF225 is factory set to
7,500kPa when using an 8,000kPa gauge. Increasing
pressure above these settings will damage the pressure
gauge. The relief valve is located on the pump.
(Older equipment was fitted with a 6,000kPa gauge
relieved to 5,500kPa.)

Hydraulics Bleeding Method

The presence of air in the system could result from
loose hydraulic fittings, leaks from damaged hydraulic
cylinder seals or leaks from damaged cylinder shafts.
These should all be inspected and repaired before
bleeding the system.

Should the hydraulic system be drained for any reason,
the following method is recommended for recharging
the system with oil. Use any ISO 46 viscosity oil.

1. With the machine on a level plane, add oil to the
reservoir and operate the pump and directional
valve alternately such that the cylinder moves
no more than 50mm in either direction. Repeat
this movement several times, increasing the

distance moved by the cylinder a few milli-
metres each time as more oil is transferred into
the cylinder. If oil is ejected from the filler cap
air breather during this operation reduce the
distance of travel. Top up the reservoir as re-
quired.

2. As the amount of air being forced from the
system reduces, rotate the machine by 45° along
its longitudinal axis so that the cylinder piping
entry points face vertically up. Continue the
pumping action as in (1) above to expel more
air. Top up the reservoir as required. Keeping
the machine in the 45°position, move the cylin-
der to the fully open position ready for the next
phase.

3. With the cylinder entry points still in the vertical
position, lift the wheeled end of the machine
about 500mm from ground level and pump until
the cylinder is fully closed. Then reverse the
directional valve.

4. Raise the opposite end of the machine about
500mm from the ground (still keeping the cylin-
der entry points in the vertical position) and
pump until the cylinder is fully open.

5. Repeat this cycle until any movement of the
hand pump, and the resultant motion of the
clamps, is exactly in sequence. At this point all
air should be fully expelled from the system.
Top up the reservoir as necessary.

The hydraulic system contains approximately 750ml of
oil. The reservoir should be filled to not more than
25mm below the filler cap when the cylinder is in the
fully closed position.Use any brand of hydraulic oil of
viscosity rating ISO 46.

FUSIONMASTER? is a registered trademark of DIXON INDUSTRIES PTY. LTD.
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FUSIONMASTER®

Notes about heater plates and temperature

PE welding temperatures
The temperature range at which polyethylene pipe
should be welded is 220° +/-15°C. This should be
the temperature between the interface of the heater
surface and the pipe material.

Temperatures greater than 240°C when coupled
with long heat soak times may result in diminution
of the anti-oxidants in the pipe.

Cold joints will result if the weld temperature is
too low, or the heat soak time is too short, or the
time between removal of the heater and butting the
pipes together is too long.

Eithersituation will eventually lead to joint failure

Heater plate temperature
Heater plate temperature displays usually indicate
the internal temperature of the plate. However the
actual surface temperature may vary from that
displayed for a number of reasons.

1) The rate of heat lost from the heater surface
will depend on the design of the heater
plate and the type of temperature controller
used. The surface temperature could be up
to 25°C cooler than the thermometer
indication. This variation will be greatest
on cold, windy days - which is one reason
for using a shelter when welding.

2) The temperature will change as power is
being pumped into the heater. The
temperature will be highest just after the
power cycles off, and lowest just as it
cycles back on.

3) The temperature is unlikely to be exactly
the same at every point on the surface, and
there may also be small variations from
side to side, due to manufacturing
tolerances.

4) As heat is transferred into the pipe during
heat soak, the heater temperature initially
falls but eventually returns to the set point.
As it is the welding temperature that is
important, it is recommended to check the
heater surface temperature during the heat
soak phase.

Measuring surface temperature

. To ensure the temperature of the heater
plate has stabilised, wait 5 minutes after
the heater has reached set temperature
before recording measurements.

i Take readings at several points (North,
South, East, West) on both sides of the
heater, at the diameter of the pipe being
welded .

. If a contact probe is used it should be held
in position for 3-5 seconds before the
reading is taken.

. With FUSIONMASTER® heater plates
using non-stick cloth, it is essential to use
a contact probe which forces the cloth into
contact with the plate. (Incorrect readings
may result if the cloth system traps an
insulating air layer between the cloth and
the heater surface.)

. If an infra red pyrometer is used, care must
be taken to ensure its emissivity is correctly
calibrated for use on the non-stick cloth,
AND care must be taken to ensure no air is
trapped between the plate and the cloth or
an incorrect reading is likely to result (see
suggestion below).

i Never use an infra-red pyrometer to take a
reading from a shiny aluminium surface
(such as a FUSIONMASTER® heater
without cloths, or the outer edge of a heater
plate) or a gross error will result.

Suggestion

Infra-red pyrometers are good tools for reading
heater plate temperatures, but should always be
used with a "spot control adapter" (Dixon part
number AF000104).

The "spot control adapter" clips to the end of a
Thermotwin pyrometer. When pressed square
against the heater surface this correctly focuses
the infra-red beam every time, and when used on
FUSIONMASTER® heaters, it expels trapped
air from beneath the non-stick cloth, ensuring
consistently accurate measurements.

Revised December 2010
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FUSIONMASTER®

Butt welding - general procedure

The butt welding method of joining polyolefin pipe re-
quires application of a combination of appropriate tem-
perature, time and pressure to ensure a sound weld.

Operators should take care to determine the suitability of
materials for butt welding. Join only pipes and fittings
made from the same raw materials, eg PE to PE, PP to PP,
PVDFto PVDF, etc.

The joint area must always be protected from adverse
weather conditions, eg dampness, excessive cold or heat,
or strong winds, which could lead to the pipe wall devel-
oping non-uniformly heated zones.

The weld zone should be free of bending stress, free of
notches or similar damage, and be free of contamination.

Inthe absence of an Australian Standard on butt welding,
a table of welding parameters is given on the next page.

The basic welding process
a) Prepare the ends of the pipe or fittings to be joined
so they are clean and parallel to each other.

b) Heattheendsatpressure P and fortime T, tomeltthe
plasticuntil abead just forms completely around both
ends.

¢) Heat soak the ends at pressure P, and for time T,.
(Time T, +T,iscritical toachieving good weld quality
and should never be shortened.)

d) Remove the heater plate and bring the pipe ends
gently into contact with each other within time T . (If
T,istoolong, toomuchheatis lost from the weld area
allowing PE recrystallization to commence
prematurely.)

e) Raise the pressure gradually to pressure P, within
timeT,. (If pressure is applied too fastit can cause too
much melt to be forced out of the weld area with
adverse results.)

f) Maintain pressure atP, for time T, before unclamping
andremoving pipe from the machine. Never artificially
accelerate the cooling process.

Weld test - destructive

Cutting out and testing of trial welds is frequently re-
quired to qualify the welding machine, operator, welding
parameters, pipe material, or when the consequences of
failure are significant.

Tensile testing is widely used. The ratio of ductile:brittle
appearance is usually indicative of weld acceptability.

Weld failure trouble shooting

i

Uniform bead - correct welding.

i

Crack down centre of bead.

"Cold weld" signified by clean break through the middle
of the weld with a smooth appearance.

Could be due to insufficient heat soak time or tempera-
ture, or changeover time too long, or excessive soak
pressure, or insufficient fusion pressure, or no allow-
ance for drag pressure, or drag pressure too great eg due
to pulling pipe up a gradient.

{

Misalignment- maximumallowable 10% of wall thickness.

Care should also be taken to ensure pipes or fittings
being joined have the same diameter and wall thickness
or the probability of weld failure is significantly in-
creased.

i

Insufficient bead roll over.

Could be due to insufficient heat soak time or
temperature, or changeover time too long, or insufficient
fusion pressure, or no allowance for drag pressure,

i

Unequal bead size.

Look for temperature gradients e.g. pipe surface in the
hot sun vs pipe in the shade, orheater plate hot spots.

Look for unequal application of pressure.

If unequal uniformly around the whole circumference,
look for physical difference in materials being joined eg
melt flow index.

Butt welding equipment is designed to apply the tempera-
tures and pressures specified by the parameters. As the
conditions of use of welding equipment are outside the
control of Dixon Industries, no warranties are expressed
or implied and no liability is assumed in connection with
the use of butt welding equipment or the butt welding
guidelines or parameters.
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Plastics Industry Pipe Association of Australia Limited (PIPA) Butt Welding Guidelines.

PIPA recommends using the butt fusion procedures and parameters as specified in ISO 21307. Please refer to PIPA Guideline
POPO003, issue 6.0, 2009 for detailed information. The section of Guideline POP003 which is relevant to this machine is
reproduced below for reference.

Disclaimer (see www.pipa.com.au)
PIPA makes no warranty or representation regarding the informatiion, opinions and recommendations contained in the Guidelines.
Users of the Guidelines are advised to seek and rely upon their own professional advice and assessment of the matters contained in

the Guidelines and not rely solely on the Guidelines in relation to any issue that may or might risk any loss.
In addition, PIPA excludes:

(a) all conditions warranties and terms implied by statute general law or custom except where exclusion would contravene any
statute; and
(b) all liability to any user of the Guidelines for consequential or indirect damages or any other form of compensation or relief

whatsoever for any acts or omissions of PIPA arising out of or in connection with the use of the Guidelines irrespective of
whether the same arises at law in equity or otherwise.
PIPA’s liability to any user of the Guidelines for any breach of a non-excludable condition or warranty is limited at PIPA’s option to
any one of resupplying replacing or amending that part of the Guidelines in respect of which the breach occurred.

single pressure and low fusion

jointing pressure procedure Units Value Comments

Heater plate temperature °C 200-245

Pressure value: Bead up P1 kPa 170 £ 20 Calculate (see note 5). Always add drag
pressure to calculated pressure.

Approx. bead width after bead up mm 0.5+0.1e, max. 6mm.

Bead up time T1 second Varies with ambient conditions and pipe size.

Heat soak pressure P2 kPa Drag only

Minimum heat soak time T2 second (I1T£1)e,

Maximum heater plate removal time T3 second 0.le + 4

Max. time to achieve welding pressure T4 second 0.4e +2

Fusion jointing pressure P3 kPa 170 £ 20 Calculate (see note 5). Always add drag
pressure to calculated pressure.

Minimum cooling time in machine under pressureTS ~ minute e +3 Time in clamps

Minimum cooling time out of machine T6 minute e t3 Before “rough” handling is allowed.

Machine pressure

A

P3

P2

Drag
pressure”

»

0 P Time
T T TA‘T“' T5 T6--—>

Notes:
1. These parameters apply to the butt fusion of PE80 or PE100 polyethylene materials as specified in AS/NZS4131.

2. These parameters may also apply to the butt welding of PE80 to PE100. This may result in slightly different bead formation
without reducing weld quality. If in doubt refer to the pipemaker.

Only pipes and fittings of the same diameter and wall thickness should be butt fused together.
4. e =mean pipe wall thickness calculated from AS4130 min/max values, rounded to the nearest mm.
Pressure calculation formula: {pipe annulus area, mm?}+{hydraulic cylinder area, mm?}x {pressure value, kPa}.

where pipe annulus area = pi (D, - e ) e, and D means nominal pipe diameter.

6. Cooling times may require lengthening or shortening depending on ambient temperature.

PIPA Guideline POP003 issue 6.0 2009. Reproduced by Dixon Industries Pty Ltd, 17 Frederick Road, Royal Park, South Australia, 5014. page 12



ND*WOD PUIUOXIP MMM GSB LLL 800 68 'N'E'YV
PY] Aid selysnpu| uoxig Jo

Bmp°NYW—0v052Z48\NVAN—GZZ3H\Bma ipnuop\oma\:n [@ld avd INJNNO0Q QI TIOYLNOINN
0i/z1/zz| @wa ATINO IVANVA  SHOLVSEIJO

Q11 AL sanisnant

Parosiecaug il il NOXICl ¥S[7umeiq | (TYNNVIW) ATENISSY INIHOVA GZZ4H
bumoip siyy jo od oN () Yybukdo 9|D35 0] JON| :9|DoS :owoN bumoig
™/ . Y/ B

yt! INVN L oN 1vd| 3| ) INVN Lavid oN Lyvd| &

! (W) X1gnassv anvdd| ££000z4g ! IAVA T04INOD MOT4| 9900004g |01

JIXV dvAd| S£000249

T33HM| S8000049

3IANIAD DINNVYAAH| $£900249 (L1
dNNd ONVH DINNYY0AH| 85900244 (2l e
Y. dAV1D| V/£052249 'ASSY_ MONHO SONILLI| 00¢£Sc24d (sl

8. dWV10[84£052249 A1GNISSY ¥30vd| 00¢Scedd |yl

. dW1[0L£052238 AIBN3SSY_LON 319901 ¥£000238 5! NOIA SIUY
0. dW|dz£05zz38 1108 31990 80000Z38 s} U UMOUS Jou
L1IHS 3aIN9| 50000238 Nid|_ 6¥200038] .1 J33UM JuolJ

LI e e e I
oo~ fofv|<|mfa

N A e R B R

39NV FANSSId| £0£00049 dve 1S3Y ¥3lv3H| 81000cZ4d |8l

\{

—

Aoy Joy m
= pauado |piynd

umoys wuy dwp) “q




ND*UWOD PUIUOXIP MMM

"] “fid sausnpul uoxig jo

uoissiwiad us)UM 8y} Jnoyym Liod
ul Jo ajoym ul paonpoidas aq Ao
Bumoip sy jo uod oN " bukdoy

GGB8 1ZL BOO 68 'N'8Y

NYA—0V L00Z48\NYN—GZZ4H\BMa [onuon\oma\:n

4 av0

60/50/8¢2| w00

¥4S [ :umpig

3pdg 0] JON | :3|pog

ANINO TIVNANVN SHOLVHIdO
ATGNISSY J1V1d d31v3aH S<ZZ4H
:owoN buimoig

Y3IHSYM ONI¥dS

8¢200048

M3YOS HLgv3

L ¢c0004d

divd — H1010 341d

0l100c4d

o INVN - Lavd oN Lyvd| T

! avd ININFT3| Lol00Z4g] !

| 007 ININIT3 | ONUSYO 1SOd
% 3d4d ININ3T3

! T13M YIINONYIHL] 81lo0L4g | ¢ 2100098

z 3A3TIS ONIVINSNI| L2 1ooldg| v

z dNId| 91100l4g]s

z I18v0 WOWLOT13| vlloolig|9

z 3AITIS ONIVINSNI| v2looldg| s U

7 | ¥01D3NNOD VOMLOT3| £,000048]8 1010028

z 3AITIS ONIVINSNI| Z L LOSOAS| 6

I | ASSY J1GNvH OINOYL03T3| ¢01Gez48 |0l

! ¥3INONY3HL| £8100038 11

! T18v0 ¥3mod| ¥0100148 ]zt

! 134s¥9| 90100z48]s!

v N3OS OLN 3V1d| 2£200048 |v1

v ¥IHSVI ONIdS| ££200049 |5l

! Y3HSVIM ONINS| 28200049 |9l

! N3OS HLYV3| 98200048 |L1

¢ M3¥0S OLN JIONVH| 922000488l

! 1360v88 ONIINNON| $0100Z48 6!

! UM HLEV3 0 ooy iy

7 | JOLO3NNOD TWOWL0F13| 08000038 ]1Z| 6riootsa

!

!

!

!

divd — ONIM dVNS

Ll1looc4d

IN3NND0Q Q3TI04LNOONN

JIWIS 0L 38 LION AVAL NMOHS SHION3T F18v0 1vOl410313
ALIYYI0 §04 d30071dX3 NMOHS ATEWISSY 310N

¢

=




ND* WO PUILOXID MMM

668 LLI 800 68 N8V

BMp100108d0025228\00200238\52Z3H\doptsea "yoaW\Bma\in [:3ll4 avd

60/21/6| @00

ATINO TIVANVIN SJ01vd3dO

S

10 olouk d psonpbidas 5q kot s | :umoig AIGNISSY ¥3IOVH SZTTAH
buimoip sy Jo yod oN g Wbukdoy 3[pdg 0] JON| :8|poS :awpN buimoiq
A INN Lvd | oN Luvd |3

| 9LING ¥ns — Apog| LozSzz4a|lL

| mauos dwoig| zez0o004d[z

| buydnoy boq| 9vzczz4d| ¢

| | (3008dxW 10010¥d) 40| 22,0004 | ¥

3 ysng uolAN[ Lgzczzdga[s

L | (pexif) Bundnop Boa| #zz0o0zdd|9| B =

| yoys wdiom| 1zzooz4g|L| BB

| uid buds| ¢1zooodg| 8 m m

| wJom| zzzoozig[e| o| &

| uid bBuds| zzzooodd|ol

| Jayspm |p}eoy| 0lzooz4d[ll

| 19eym wiom| ¢zzooz4g|zl

3 uid Buuds| zecoooda(sl

Z [4eyspm 3snuuL sipeeN| £0z004d|1L

| [Puupeg ysniyl eipeeN| 9/L00048[¢l

| (psiog) #yold Jennd| z0z00z4a|9l

| (paddo]) ejpld 4ennd| 80200Z48 (L1

| Mo405 epld Jepnd| £9200044 (8l

| (upd) 0ss a4 S0z00Z4g |61

| [(iod) Bury 3snuyr ooy £0z200Z48 0z

| (paiog) apoig Jonnd| 82120024812]  swaios
| (paddoy) jpid JsnND| 121200248 22|sepoig Jayng
9 mau05 eppig| £1200044(57| 71200748
| ma105 33S| 68200049 (4T

| s|pupH 4004 81z00z4d[5e

| NN xeH| 99100048 (92

| sopdopy ua| ZvzSzzdd|e

3 ma105 385| 60100049[82

umoys Ajn} jou e @ @ Q_

0S¢GCC49ON'd — H3IAOFONVHO T11dd

¢0¢00¢49ON'd — ATHNISSY JAIHA WHOM 30V

INJNNJO0A Q3 TI0YINOONN




ND'WOd’PUIUOXIP" MMM 658 121 800 68 Nav| Bmp'0Z002\00200248\GzZaH\dopsad yoaw\Bma\:n [l avd
— ,._mﬁ__ww_w.ﬂ_o ._._d.o\m_w o Rt | 01/90/22| o100 ATINO VANV SHOLVYIdO
ot 3o ooy o poomposts 5q Kous ' [e) {[a] S [:umnig | Alquiessy oAIQ WIOM 490D4 GZZAH
Bumosp sy jo pod oN () ybukdoy 9|pdg 0] JON| :9|D3S :awoN Bumoig

/ INWN LV | ON L | B
3 ysng UolAN| LezGzzdd|( s
(pexi4) buidnog bog| +zz0o0z4d| 9

HPUS WIOM[ 12200248 L] foiaesy

uid bunds| £1200049| 8| buydno

wJom| zzzoozdg[6| » wuop

uid buldsg| zzzooo4d|ol| 02200z

J9USDM |D}20V

01200cz49|ll

|90UM WIOM

£2200c2449|cl

uld buudg

£££00038¢1| 4qusssy snug

JoysDM 3Sniyl o|peeN

4020049 | vl WLOM 130D 4

—|l[m | ===~~~

Bulpeg 3snJyl 8|peeN

9£100449 |Gl £0200248|

£ W3l 40 F10H d3T4d—34d

OL A1GW3SSY AJOH o30v4 NO Ol W3Ll Nid—
AQ0g ¥30v4

OL NI ATAN3SSY 340438 £ % 9 W3Ll Nid—
dNL3S L NI 0371¥0 39 OL 0L % £ ‘9 W3l-

IN3NNO0A 3 TIOYINOONN

® 0EOO ®O T

NOILVIN3I4O 3LON




ND*WOO"PUILOXIP MMM 558 121 800 68 Nav [ Bmp 0peGzz\00£00Z48\GZZ4H\dorised yosW\\bma:n g 14 Qv) INJWNO0Ad G3TI08INOINN
o) A et PSP /SO BP0 AN VONYI SHOLYEISO
5.5. ajoym E.uwu:ncam; m.n Aow zox—n S | :umoid LNIWNHOVLLY SONILLI4 SZZ4H
Bumoup sy} jo yod oN - wbukdoy 9|D3g 0] JON| :9|D3g :awppN buimoig

e INN 1uvd oN Lvd| T
| Apog| Logszeda] |
| wily| ¢0gseedd| ¢
4 Jene Jabuld|l coggzzda| ¢
| alpulds| $0¢00z49| ¥
| INN 207 S0¢00C48| S
! NN bunsnipy| 9000244 9
4 Jog 9°l1| 01000C48| L
4 qoux winiulwinly| 11000248 | 8
[ uld paddais 01£00248] 6
¥ MaJoS 39S| 62200048 |01

(G wasy) NN 007 Jo 800} ysod
spnujosd 0} Jou (§ way)) sjpuldsg

\




ND'WOS"PUILOXIP MMM 658 141 800 68 WV | NYN—0V9SZZIE\NYW—GZZ4H\Bma 1onuopy\oma\:n |14 avd
. %h&%ﬁr oxg Jo Sl [ 0| /71/22] @0 AINO IVNANVA SHOLVEIHO
Ul 1o ajouM 4 poompeidal 5q Aows ¥S|umnig | OILVWIHOS OMNVAEAAH VNNV GZZ4H
Bumosp sy Jo pod oN @) Jybukdoy 9|pOG 0] JON| :8|DOS awoN Buimoig

&m INVN Lavd oN Lyvd| &
| pnis| 9695zz4a] L
T
3
4 pnys| ce9szz4a| v _H_
¢ moqi3| 6952249 s
| 22| ze9szz4a|9 ,
| moqi3| ceoczzia| L 7
| obnog eunssaud| £0c000449] 8
| SAIpA |043u0) mold] 99000048] 6
| 48pullky o1npJpAH| $¢900z 48]0l
| dwng pupH payipoN| 85900z48]11
| | 21#3H Assy aqn| wwg[ 65900z48[zL
| | ¢1#4H Assy eqni wwg[ 09900z4a[gl
| | y1#4H Assy eqni wwg[ 19900z4a[v!
| | Sif4H Assy aqn| wwg[ z99900z4a[sL
| | 91#4H Assy aqn| wwg[ £9900z4a[9l

IN3INNJ0Q 3TIOYINOONN




ND*WOD"PUILOXIP MMM 558 LL1 800 68 'NBV| Bmp-dwing\00900Z48\GzZsH\dopseg yosw—\Bbma\:n _“w__r._ avo 1ININNJ0a Q3 TT0YLNOONN

dwng pasoyoind jo syusuodwon
9ID J3QUINN Hbd INOYHM suod Iv 310N

o7l 0 s vong Jo - K| 60/50/01 ] @10 AINO VANV S8OLva3do @ @ eg @

e sl il NOXIC ¥s|:umoig | g3I4IQON JNNd ANVH DNNVHOAH STTAH

buimoip siyy jo pod oN () bukdoy 3J02S 0] JON| :8|poS :9WDN buimnig
i/ NN vd | oN Luvd |3

| Apog duwng | @
| JIOAJBSBY — JBA0] AuD|| Z

| 1035 _Jaqqny ¢ e
| JBYSDA! ¥

| S9XgN PH XeH }log| £££00048]5 \\ ].

3 OLW Jeysom Ioi4[ L+ 100049] 9 A.

3 0ZXOLW PH XeH ¥og| /+100049][ L \ 1.

| BAIDA_ 19915 3 L

! oG 19915 6 =

| dip_bunds ol \\:0

| Ma10S @C_C_Uuom Il ‘lbl @
| joods |puoioallg 4 /o f!vV/

| qouy wniuwniy| 1,900z48¢l ﬂe.\w

| uld 11oy[ 16000048 (%L _.-.“ D

z RS Gl O_AN T 6
| 134SOM 9l

7 18ysop, Jeddoy i @ @
] buudg uoisssaidwo?) 8l

| [ (Joney "ssaid) buuds uoisssaidwoy 6l g YNOILdO
| BAIPA %234 0z e

| [(ou8Yy "ssaid) @AIDA YY) 1z e
| Bnid 44

| Jayjpaug [ e @
| uolsid [

| Jaysom dn 4o0g 12 @
| 3|PUPH_PayIPOW 9

| sbuiy i @
4 Hoys uid sbuiy (12 @
[ ] Buo uid ebuiy 67 @
9 dij2410 0§ @

| Bury—0 gl 20D @
| Buig—0 % 3 wm

| 13ysom _pepuog [ . e @
: BUn—0 ve| *RE

I Jaysom_pepuog 5| 8 ml e @

P
L Buy—o0 % SoF
L | Jedim pasoy / |oas 10 5] 8° G @




ND WO 'pUIUOXID MMM GSB8 1L 800 68 ‘N'8Y

'Py] “Aid seuysnpu] uoxig jo
uoissiwlad uspLM 8y} ynoypm jod
ul 10 3joym Ul paanpoidss aq Aow
Bumoip sy Jo wod oN @) Wbukdo

sJeur] dwojg Gzz\00600z38\6zzH\dopiseg yoep\oma\:n [2ld avd

60/50/82| @300

S | :umoug

3|p3g 0] JON| :3|Dag

ATINO TIVNANVN SHO1LVH3IdO
SYHINIT dAVIO SZZHH
:2WwpN bumpiq

SAAVIO ANIHOVAL OLN

NMOHS N£9-GC¢

002-G¢¢| N0Z65ceid
081-G2Z| N81657249
091-G62¢| N91657249
0%1-G2¢| Nv 1657249
SZ1-GZe| NZ165Teid
0L1-G2Z| NL1652Z48
06-52¢| N60657Z48
G/-557| NL0BSZZ48
£9-G2¢| N90652Z48
321 ON Lavd
9¢¢00048 ON ldvd

MIHIS ONILNNOW 3SN

L4 SYINIT

SdAVTO

114 SYINI

ANIHOVIN OIN
NMOHS GC1—G¢c¢
00¢-Gee | d0zeseead
081-G2¢ | 81652248
057-GS¢ | dSz605¢48
091-G2¢ | 491652248
%1 -G2e | d¥ 1652248
Gz1-Gee | deieszzag
0L1-Ge | di1652248
371 N [avd

9¢¢00049 ON ldvd
MIHOS ONILNNOW 35N

SYANIT OLL=G¢¢ OLINI L4 SYINII

NMOHS ¢€9-011
06-0L1 | d06601 139
G/-0Ll | dG/601 149
69-0L1 | 469601 |49
£9-0L1 | d£9601 149
32IS | ON Livd

7G¢00048 ON Ldvd
M3HOS ONILINNOW 35N

IN3IANDO0d O3 TIOHINOONN




1102/60/91 pawnd ¢/ xipuadde

* Jurof Mau yaea 10§ 3anssaad pPM Pajend[ed 3Y) 0) PIPPE PUE PAINSLIW-II 3q Jsnu danssaxd Seap a3y gN

SUORIPUOD JuBIqWE Uo buipuadap awi} Isnipe]

(43 1z [44 6T 9T €T 11 ot 8 S€ 62 sc 114 At T T ot 6 sInujw £+Ug 9L ainssaid noyum suiysew uj swy buijood wnwiup|

(43 1z [44 6T 9T €T 11 ot 8 S€ 62 sc 114 At T 4 ot 6 snujw £+U9 sL aunssaid J1spun aujyoew uy swyp buljood wnwiuly

edy ed ainssaid Buijood B Buipjam |ejo}

edi Beip+ ed Beip painseaw +

26ve €G6¢ €9re 6202 699T L9ET 60TT 906 6TL ocvy GeLe L1T€ 9.5¢ L1112 82.T V6ET 8211 016 edq 02-/+0L} ed ainssaid bunuiof uoisny

vT 1T 0T 8 L 9 S S 14 ST €T 1T 6 8 L 9 S 14 puodas Z+Udt'o YL aunssaid [e1oeIalul A3IYI. 0} SWI} WNWIXep|

L 9 9 9 S S S S S L L 9 9 S S S S S puodas v +UdlLo €L awi} [erowsds djeld Jsjesy wnwixep

9T€ 092 112 LT 8ET Tt 06 €L LS 9s€ 16C 8€T €6T 9ST SeT 00T 08 9 puodas ud(L 7 k1) 2L awig yeos jeay wnwnuipy|

beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip edy beip o1 0 2d ainssaid yeos JeaH

L awj dn peag

ed)i Id ainssaid dn peaq |e10] |

edi Beip+ Id Beip painseaw +

26ve €56¢ €9re 6202 699T L9ET 60TT 906 6TL ocvy GeLe L11€ 9/5¢2 L1712 82.1 V6ET 8211 016 ed) 02-/+0L} d ainssaid dn peag

6C ve 6T 9T €T 0T 80 L0 S0 e 9¢ 44 8T v T1 60 L0 90 wuw uaro swubijesiw erxe s|qemolie

oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze Do 02-/+022 dweay aoepns Jojeay ueaw
isjeweled

882 9€T 261 213 9CL 2oL (4] 99 (4] vee S92 91e SLL 443 Vi 1'6 €L 6°G wuw ug SSawydIy} ||em ueaw

G2Nd 02Nd 9INd SCTINd OINd 8Nd €'9Nd PYNd S2Nd 02Nd 9INd SCINd OINd 8Nd €9Nd VYNd 00l3d

02Nd 9INd SCTINd OINd 8Nd €'9Nd YNd C'e€Nd 02Nd 9INd SCINd OINd 8Nd €9Nd VYNd TENd 083d

L&A 6 L 9€L L (X4 92 €e 134 Vi 6 L 9€L L (¥4 92 €e 134 Has

002 002 002 002 002 002 002 002 002 144 144 :144 :144 :144 :144 144 144 144 wuw ug po adid jeujwou

600Z/60/L1 PaNsst - Sunuior uoisng NN :£00d0d WPIND VdId UO paseg

AUWES/ BAIR IOPUITAD O1[NBIPAY

sIx'd1dS L0€1Z0OS| s4eiewesed Buipjom 3d SZZHILSYIWNOISNS




1102/60/91 pawnd  ¢/z xipuadde

* Jurof Mau yaea 10§ 3anssaad pPM Pajend[ed 3Y) 0) PIPPE PUE PAINSLIW-II 3q Jsnu danssaxd Seap a3y gN

SUORIPUOD JuBIqWE Uo buipuadap awi} Isnipe]

9z 44 8T ST €T 1T ot 8 A 62 T 0z At T zT ot 6 8 sInujw £+Ug 9L ainssaid noyum suiysew uj swy buijood wnwiup|

9z 44 8T ST €T 1T ot 8 A 62 T (4 At T T ot 6 8 snujw £+U9 sL aunssaid J1spun aujyoew uy swyp buljood wnwiuly

edi ed ainssaid Buijood B Buipjam |ejo}

edi Beip+ ed Beip painseaw +

6€CC 888T 08ST €0ET 690T 8.8 6TL T.S (VA4 1€8C 88€T L66T S9T €GET v0TT S68 62L §8S edq 02-/+0L} ed ainssaid bunuiof uoisny

1T 0T 8 A 9 S S 14 14 T ot 6 8 A 9 S 14 14 puodas Z+Udpro YL aunssaid [e1oeIalul A3IYI. 0} SWI} WNWIXep|

9 9 9 S S S S S 14 L 9 9 S S S S S 14 puodas v +UdlLo €L awi} [erowsds djejd Jsjesy wnwixep

1414 102 69T LET 11T 06 €L pAS] yA4 G8¢C €ec 06T GST et 00T 08 S9 es puodas ud(L 7 k1) 2L awi yeos jeay wnwnuipyl

beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip edy beip o1 0 2d ainssaid yeos JeaH

L awy dn peag

ed)i Id ainssaid dn peaq |e10] |

edi Beip+ Id Beip painseaw +

6€2C 888T 08ST €0ET 690T 8.8 6TL T.S oLy 1€8C 88€T L66T 89T €GET v0TT S68 62L S8S edi 02-/+0L} d ainssaid dn peag

€T 6T ST T 0T 80 L0 S0 v'0 9T 154 LT v'T TT 60 L0 90 S0 ww ugLo juswubjesiw [eixe ajgemojje

oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze Do 02-/+022 dweay aoepns Jojeay ueaw
isjeweled

(>4 681 1413 X413 Lor (4] 99 s 124 (314 e €Ll (243 €L 1'6 €L 6°G Ly wuw ug SSawydIy} ||em ueaw

G2Nd 02Nd 9INd SCTINd OINd 8Nd €9Nd YNd S2Nd 02Nd 9INd SCINd OINd 8Nd €9Nd VYNd 00l3d

02Nd 9INd SCTINd OINd 8Nd €'9Nd YNd C'e€Nd 02Nd 9INd SCINd OINd 8Nd €9Nd VYNd TENd 083d

L&A 6 L 9€L Ll (X4 92 €e 134 vi 6 L 9€L L (X4 9C €e 134 Has

09t 09l 09l 09t 09t 09t 09t 09t 09t o8t 0113 08t 013 08t 08t 08t 08t 08t wuw ug po adid jeujwou

600Z/60/L1 PaNsst - Sunuior uoisng NN :£00d0d WPIND VdId UO paseg

AUWES/ BAIR IOPUITAD O1[NBIPAY

sIx'd1dS L0€1Z0OS| s4eiewesed Buipjom 3d SZZHILSYIWNOISNS




1102/60/91 pawnd  g/¢ xipuadde

* Jurof Mau yaea 10§ 3anssaad pPM Pajend[ed 3Y) 0) PIPPE PUE PAINSLIW-II 3q Jsnu danssaxd Seap a3y gN

SUORIPUOD JuBIqWE Uo buipuadap awi} Isnipe]

12 8T ST €T 1T 6 8 L 9 €2 0z 9T 1 zT ot 6 8 L sInujw £+Ug 9L ainssaid noyum suiysew uj swy buijood wnwiup|

12 8T ST €T 1T 6 8 L 9 €2 0z 9T v zT ot 6 8 L snujw £+U9 sL aunssaid J1spun aujyoew uy swyp buljood wnwiuly

edi ed ainssaid Buijood B Buipjam |ejo}

edi Beip+ ed Beip painseaw +

0LET VSTT 996 L6L €99 GES L4 9G€ §8¢ 0zLT 0SvT v0CT 666 618 0.9 8vs ta44 €9¢ edq 02-/+0L} ed ainssaid bunuiof uoisny

6 8 L 9 S S 14 14 € ot 6 A 9 9 S 14 14 14 puodes Z+Udto YL aunssaid [e1oeIalul A3IYI. 0} SWI} WNWIXep|

9 S S S S S S 14 14 9 9 S S S S S 14 14 puodas v +UdlLo €L awi} [erowsds djejd Jsjesy wnwixep

66T 29T €eT L0T 98 0L 9§ Eid 9e €ee 28T LyT (4% L6 8L €9 15 114 puodas ud(L 7 k1) 2L awi yeos jeay wnwnuipyl

beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip edy beip o1 0 2d ainssaid yeos JeaH

L awy dn peag

ed)i Id ainssaid dn peaq |e10] |

edi Beip+ Id Beip painseaw +

0L€T YSTT 996 161 €59 GES ey 96¢ S8¢C 0z.T 0SYT 02T 666 618 0.9 8vs ta44 €9¢ ed) 02-/+0L1 Id ainssaid dn peag

8T ST T 0T 80 90 S0 14 €0 (x4 LT €1 T1 60 L0 90 S0 14 wuw uaro swubijesiw erxe s|qemole

oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze Do 02-/+022 dweay aoepns Jojeay ueaw
isjeweled

313 243 Ler 86 6L 9 IS (44 €€ €02 991 Vel 601 8'8 A 8's 24 8'€ wuw ug SSawydIy} ||em ueaw

G2Nd 02Nd 9INd SCTINd OINd 8Nd €9Nd YNd S2Nd 02Nd 9INd SCINd OINd 8Nd €9Nd VYNd 00l3d

02Nd 9INd SCTINd OINd 8Nd €'9Nd YNd C'e€Nd 02Nd 9INd SCINd OINd 8Nd €9Nd VYNd TENd 083d

L&A 6 L 9€L Ll (X4 92 €e 134 vi 6 L 9€L L (X4 9C €e 134 Has

74 143 143 14 143 143 143 143 143 ovl ovi ovi ovl ovt ovi ovi ovl ovt wuw ug po adid jeujwou

600Z/60/L1 PaNsst - Sunuior uoisng NN :£00d0d WPIND VdId UO paseg

AUWES/ BAIR IOPUITAD O1[NBIPAY

sIx'd1dS L0€1Z0OS| s4eiewesed Buipjom 3d SZZHILSYIWNOISNS




1102/60/91 pawnd ¢/ xipuadde

* Jurof Mau yaea 10§ 3anssaad pPM Pajend[ed 3Y) 0) PIPPE PUE PAINSLIW-II 3q Jsnu danssaxd Seap a3y gN

SUORIPUOD JuBIqWE Uo buipuadap awi} Isnipe]

9T vT zT 0T 6 8 L 9 S 6T 9T v T ot 6 8 L 9 sInujw £+Ug 9L ainssaid noyum suiysew uj swy buijood wnwiup|

9T vT zT 0T 6 8 L 9 S 6T 9T v T ot 6 8 L 9 snujw £+U9 sL aunssaid J1spun aujyoew uy swyp buljood wnwiuly

edy ed ainssaid Buijood B Buipjam |ejo}

edi Beip+ ed Beip painseaw +

0TL 209 20S P14 e 6.2 o€z 98T 0ST 90T S68 8vL 619 (48] 6TV e 9.2 Tee edq 02-/+0L} ed ainssaid bunuiof uoisny

L 9 S S 14 14 14 € € 8 L 9 S S 14 14 € € puodas T +Udro 128 aunssaud [e19epI2}ul 9ABIYIE O} BN} WNWIXEN

S S S S S 14 14 14 14 9 S S S S S 14 14 14 puodas v +UdlLo €L awi} [erowsds djejd Jsjesy wnwixep

evt 81T 96 LL €9 158 114 €e 9 SLT et 11T S6 LL 29 18 ov 453 puodas ud(L 7 k1) 2L awi )eos jeay wnwnuipy

beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip edy beip o1 0 2d ainssaid yeos JeaH

L awy dn peag

ed)i Id ainssaid dn peaq |e10] |

edi Beip+ Id Beip painseaw +

0TL 209 20S 14 e 6.2 o€z 98T 0ST 90T S68 8vL 619 (48] 6TV e 9.2 Tee ed) 02-/+0L} d ainssaid dn peag

€T TT 60 L0 90 S0 14 €0 20 91 €1 TT 60 L0 90 S0 14 €0 wuw uaro swubijesiw erxe s|qemole

oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze Do 02-/+022 dweay aoepns Jojeay ueaw
isjeweled

o€l 0oL L8 oL 8's a4 8'€ 0 e 09L o€l 901 98 oL LS 24 Le 6T wuw ug SSawydIy} ||em ueaw

G2Nd 02Nd 9INd SCTINd OINd 8Nd €9Nd YNd S2Nd 02Nd 9INd SCINd OINd 8Nd €9Nd VYNd 00l3d

02Nd 9INd SCTINd OINd 8Nd €'9Nd YNd C'e€Nd 02Nd 9INd SCINd OINd 8Nd €9Nd VYNd TENd 083d

L&A 6 L 9€L Ll (X4 92 €e 134 vi 6 L 9€L L (X4 9C €e 134 Has

06 06 06 06 06 06 06 06 06 0oLt 0oLt 0oLt 0oLt 0oLt 0oLt 0oLt 0oLt oLt wuw ug po adid jeujwou

600Z/60/L1 PaNsst - Sunuior uoisng NN :£00d0d WPIND VdId UO paseg

AUWES/ BAIR IOPUITAD O1[NBIPAY

sIx'd1dS L0€1Z0OS| s4eiewesed Buipjom 3d SZZHILSYIWNOISNS



1102/60/91 pawnd  ¢/¢ xipuadde

* Jurof Mau yaea 10§ 3anssaad pPM Pajend[ed 3Y) 0) PIPPE PUE PAINSLIW-II 3q Jsnu danssaxd Seap a3y gN

SUORIPUOD JuBIqWE Uo buipuadap awi} Isnipe]

(41 11 6 8 A 9 9 S S T T ot 6 8 A 9 9 S sInujw £+Ug 9L ainssaid noyum suiysew uj swy buijood wnwiup|
41 11 6 8 A 9 9 S S T zT ot 6 8 A 9 9 S snujw £+U9 sL aunssaid J1spun aujyoew uy swyp buljood wnwiuly
edy ed ainssaid Buijood B Buipjam |ejo}

edi Beip+ ed Beip painseaw +

8re 162 2144 90¢ 0LT 9ET Tt €6 LL 967 8Tv Lve 182 6€C S6T 6ST 62T L0T edq 02-/+0L} ed ainssaid bunuiof uoisny
9 S 14 14 14 € € € € 9 9 S 14 14 14 € € € puodas Z+Udbo L ainssaid |eloepIa)ul 9A3IYIe O} AW} wnwixep|
S S S S 14 14 14 14 14 S S S S 14 14 14 14 14 puodas v +UdlLo €L awi} [erowsds djejd Jsjesy wnwixep
00T €8 89 SS 14 S€ 62 ve 6T 0ct 86 6L 9 €5 f44 e 8¢ €e puodas ud(L 7 k1) 2L awi yeos jeay wnwnuipyl
beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip beip edy beip o1 0 2d ainssaid yeos JeaH
L awy dn peag

ed)i Id ainssaid dn peaq |e10] |

edi Beip+ Id Beip painseaw +

8re 162 2144 90¢ 0T 9ET Tt €6 LL 967 8Tv Lve 182 6€C S6T 6ST 62T L0T edi 02-/+0L} d ainssaid dn peag
60 80 90 S0 o €0 €0 20 20 TT 60 L0 90 S0 o €0 €0 20 wuw uaro swubijesiw erxe s|qemole
oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze oze Do 02-/+022 dweay aoepns Jojeay ueaw

isjeweled

1'6 9L 29 0'S 134 e 9T t44 L3 601 68 L 6°G k24 6€ 1e se [X4 wuw ug SSawydIy} ||em ueaw
G2Nd 02Nd 9INd SCTINd OINd 8Nd €9Nd YNd G2Nd 02Nd 9INd SCINd OINd 8Nd €9Nd VYNd 00l3d
02Nd 9INd SCTINd OINd 8Nd €9Nd YNd C'e€Nd 02Nd 9INd SCINd OINd 8Nd €9Nd VYNd TENd 083d
vl 6 L 9€L Ll (X4 92 €€ 134 Vi 6 L 9€L L (X4 92 €e 134 Has
€9 €9 €9 €9 €9 €9 €9 €9 €9 SL SL SL SL SL SL SL SL SL wuw ug po adid jeujwou

600Z/60/L1 PaNsst - Sunuior uoisng NN :£00d0d WPIND VdId UO paseg

AUWES/ BAIR IOPUITAD O1[NBIPAY

sIx'd1dS L0€1Z0OS| s4eiewesed Buipjom 3d SZZHILSYIWNOISNS



	Contents
	Safety
	Warranty
	Machine description
	Hydraulics
	Heater plate
	Facer
	Reducing liners
	Fitting attachment
	Component weights
	Electric power

	Using the HF225
	Preparation
	Drag pressure
	Pipe alignment
	Facing
	Check alignment
	Heating cycle
	Fusion cycle
	Weld quality check

	Maintenance - daily checks
	Maintenance - periodic
	Heater
	Facer drive
	Blade sharpening
	Heater temperature adjustment
	Heater failure
	Non stick cloth replacement
	Hydraulic operating pressure
	Hydraulic bleeding method

	Notes about heater plates and temperature
	Butt welding - general procedure
	Butt welding guideline - POP003
	Assembly drawings
	Machine base
	Heater plate
	Facer
	Worm drive
	Fittings chuck
	Hydraulic circuit
	Hand pump
	Reducing liners

	Welding tables



