UPPDATERINGAR AV STANDARDER
-FORSKNING
UTVECKLING




DEN “NYA” EN12201
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EN12201-1 ALLMANT

PE100-RC materialet har inkluderats samt vilka tester som ska utforas for att
verifera att det ar ett PE100-RC material (SHT, CRB, AFNCT)
Krav pa OIT (oxidation induction time) har dkat fran 200 °C till 210 °C

5.3 Fusion compatibility for PE 80, PE 100 and PE 100 RC materials

5.3.1 The compounds conforming to Table 1 shall be fusible. The compound manufacturer shall
check that the requirement for the failure mode in a tensile test given in Table 2 is fulfilled for a butt
fusion joint. The test sample shall be prepared by using the parameters specified in 1SO 11414:2009,
Annex A, at an ambient temperature of (23 + 2) °C from pipes both manufactured from that compound.

Fusion compatibility shall be demonstrated by the compound manufacturer for each compound of his
own product range.

For (0,15 < MFR < 0,20) compounds, butt fusion compatibility of pipes with a diameter of > 200 mm and
a wall thickness of > 20 mm shall be investigated to confirm compatibility. If electrofusion is used, testing
in accordance with ISO 11413:2019, Clause 4.3 at an ambient temperature of (23 + 2) °C shall be carried
out to verify the fusion capability of such pipes.

SLS
Super Low Sag



EN12201-2 ROR

Obs! Rordelar ar bara
specificerade med matt

‘ till dimension d800mm
fortfarande
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EN12201-2 ROR

Krav pa ror som tidigare bara aterfanns i EN1555
9.3 Circumferential reversion of pipes with a dn equal to or greater than 250 mm

The circumferential reversion of pipes with a d, equal to or greater than 250 mm shall be determined at
least 48 h after manufacture. The pipe shall be conditioned in water at 80 °C in accordance with
EN ISO 1167-1:2006. The pipe test pieces shall be 3d, in length. With the test piece at (23 £ 2) °C,
circumferential measurement shall be made to establish den made at distance of 0,1d, and 1,0d,
respectively from the end of the test piece. The difference between these de., measurements shall not be
greater than the den tolerance range specified in Table 1.

PE100-RC

A pipe can only be designated as an PE 100-RC pipe if it is produced from PE 100-RC materials, which
fulfil the requirements of EN 12201-1:2024, Table 1 and 2, and is declared as PE 100-RC by the raw
material producer, and fulfils the requirements of Table 3 and 5 of this document for PE 100-RC. A co-
extruded pipe made of a combination of PE 100 and PE 100-RC layers shall be regarded as PE 100 and
marked accordingly.



EN12201-3 RORDELAR

- Krav har inforts pa svetsaren vid tillverkning av segmentsvetsar

Annex B
(normative)

Fabricated fittings

B.1 General

The fabricated fittings shall be in accordance with Tables B.1 and B.2, as applicable.
The pipes used for manufacturing these fittings shall be in accordance with EN 12201-2.

This annex applies only to fabricated fittings obtained by the butt fusion process. The fusion operator
shall be qualified (e.g. in accordance with EN 13067). If other fusion techniques are used (e.g. extrusion
welding), additional derating factors shall be taken into account.

- S6mldsa bojar far nu ha en mindre godstjocklek an tidigare

B.4 Swept bends

Swept pipe bends are not required to accord with the drawings given in Figure B.3. Only indicated
dimensions shall be considered. A full set of dimensions shall be provided by the fitting manufacturer in
their technical literature.

The minimum wall thickness of the pipe bend after bending shall be at least 90 % of the nominal wall
thickness in accordance with EN 12201-2,

NOTE1l During the bending process the outer part of the bend wall thickness tends to thin and reduce below
nominal wall thickness. The 10 % reduction is related to the allowance for notches occurring in pipe during
installation.



EN12201-5 SYSTEMANPASSNINGAR

- Bandbockning enligt ISO 21751 har inforts som alternativ
provningmetod for elmuffar och sadlar

A
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SVU — TATHETSPROVNING

3A. Misstolkning av svetstabell, ihopblandning av vulstuppbyggnad och uppvérm-
ningstid. En del svetsare anvinder sig av ett tidsmatt i stéllet for ett visuellt matt
pa den initiala vulstuppbyggnaden. Tiden det tog for att bygga upp den initiala
vulsten anviindes som uppvirmningstid och uppviirmningstiden anviindes som
vulstuppbyggnadstid.

For ebmuffsvetsning (B) valdes tre foljande forekommande fel vid svetsning:

1B. Fel pé elmuffens SDR-intervall for sammanfogat rir. Elmuffen var anpassad for
SDR17-26, medan roren som svetsades var SDR11.

2B. Halverad svetstid. Svetsningen avbrots efter halva svetstiden hade forflutit.

3B. Orent, ¢j skrapat ror. Elmuffen svetsades pi ett oskrapat ror

For elsadelsvetsarna (C) valdes tvé olika fabrikat di detta var ett 6nskemal som lyftes

pa de workshoppar som hélls inom ramen fér projektet. Aven hir valdes tre féljande

forekommande fel vid svetsning:

1C. Tillverkare A - Orent, ¢j skrapat ror.

2C. Tillverkare A - Halverad svetstid.

3C. Tillverkare A — Fel pd monteringen infor svetsning, sadel ej tillriickligt fastspiind
pa risret.

4C. Tillverkare B — Orent, ¢j skrapat ror

5C. Tillverkare B — Halverad svetstid

6C. Tillverkare B — Fel pd monteringen infir svetsning, sadel ej tillréickligt fastspind
pé roret.

1 forarbeten till projektet och under den inledande fasen av litteraturstudier gjordes ett
urval av fem metoder for tathetskontroll. Dessa metoder reflekterar en viss spridning
avseende ansats, dvs hur testet genomfors och analyseras. Metoderna beskrivs nirmare
1 kapitlet Kunskapsldge och metoder.

Foljande testmetoder ingick i de experimentella forsoken:

P78 med nuvarande rekommenderade tryck 1,3x PN.

P78 med reducerat provningstryck 1,0 x PN.

DVSa210 provningstryck vid 20 °C ér 18 bar.

EN805 — Kontraktionsmetoden, provningstrycket sattes till 16 bar.
Kov - Kretslopp och vattens metod, provningstryck 10 bar.

Luft - Tathetskontroll med luft, provningstryck 0,1 bar.

En oversikt av resultaten frin de experimentella firsoken genomforda histen 2022
sammanfattasiTabell 6.1 0ch 6.2. Jimférelser mellan olika metoder och majliga orsaker
till resultatet diskuteras i nedanstaende textavsnitt.



SVU — TATHETSPROVNING



SVU — TATHETSPROVNING



FORSKNINGSFRONTEN



FORSKNINGSFRONTEN



FORSKNINGSFRONTEN



FORSKNINGSFRONTEN



FORSKNINGSFRONTEN



FORSKNINGSFRONTEN



PA-U (POLYAMIDE UNPLASTICIZED)



PA-U (POLYAMIDE UNPLASTICIZED)

SS-EN ISO 16486:2021 Plastrorssystem for distribution av gasformiga branslen —
(PA-U) rorsystem med smatsvetsning och mekaniska kopplingar

Pa gang
ISO/DIS 21036 - Plastics piping systems for industrial applications — Unplasticized
Polyamide (PA-U) — Metric series for specifications for components and system



PA-U (POLYAMIDE UNPLASTICIZED

DVS — DEUTSCHER VERBAND Welding of thermoplastics DVS
FUR SCHWEISSEN UND Heated tool welding of pipes and piping parts Technical Code
VERWANDTE VERFAHREN E.V. made of Polyamide 12 DVS 2207-16

Table 1. Guide values for the heated tool butt welding of pipes and fittings made of PA 12 at an outdoor temperature of approx. 20°C with
moderate air movement (intermediate values must be interpolated).

1 2 3 4 5
Nominal wall Alignment Heating-up Changeover Joining
thickness Joining Cooling time under
s Heated tool temperature 230 + 10°C Changeover time pressure joining pressure
build-up ti
Bead height at (Heating-up time | (maximum time) unG-up tue (minimum values)
the heated tool atthe end | p<0.01 Nmm?) p = 0.25 N/'mm? £ 0.05
of the alignment time 12 x wall thick-
(minimum values) ness s
(alignment
p=0.25 N‘'mm?)
[mm] [mm] [s] [s] [s] [min]
upto 4.5 0.5 up to 54 5 5 6
45..7 1.0 54 .84 6 6..10
7..12 1.5 84 .. 144 10...16
12..19 2.0 144 .. 228 8..10 8.1 16 ... 24
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PA-U (POLYAMIDE UNPLASTICIZED)

Genrellt nar det kommer till polyamid/nylon

- Valdigt kanslig for fukt



WELDING SUPERVISOR ACCORDING TO DVGW GW 331

15t to 19t July 2024

SKZ i Wurzburg

Minimum 6 deltagare
Pris - 15-20 000:-

. Nagon intresserad ?
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TIPS
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