L 2 7, ,:,_;.;?'.l

g -

// £¢ “'ﬂ -
/0% -

/7 4&4 & &

P50 p 1
/2006 )

s ¢ b : i . '
i k. i ﬂ‘ SN e S A" 4 3 7o S, L ¢
Ve {I&T

e 86 - 166y  Iyoa . iy
R 107§ - Jise /gzg@g;ff: )

: 1 S a/f' o O 2
— — l. : Q:I‘ = a ‘ ;

i 876 1500 gpm e VRS XA fronps X
- /ﬁ"¢ /Qddjfﬂ‘) G ngffag X . =y a8 X &

: SN l wyt “&XV’/@ = 1 PA e Ha" *-. L Yok,
o 5’”64 va f.d X /j ad f/jé

. 8¢, Heva,, 63 %/, 26
47t =

g )l{ /f

- o 5
(, o i:‘ f{e. ¥ ';"C ff‘ R Y 2 S | I\.J‘y_i',r.‘ e ,_IJJ. ;f’ L ;_‘:M, ": ¥ "{ T .(_';”f 5
- i “'ﬁf' el e B Arn) @ Aeosy L .
& I_A_LACLJ lf{t’#i‘
. | &8 Iyvo £
4 §7¢ I4o jpm@?‘? £S5 X 152 #/Mx /146 F¢

-.‘.... . ,L{?f’r‘

. . juz;w., ﬁt{‘/‘
e 4*¢ gﬁ‘&gﬁm é’?ﬁw X 5.75'7!:‘-/05 X750

) Ko - P

1/@”@ 175€5Pm1 @ 745 X 135 ftiso X JR66
SO jg""m'f
e | 7"#/ 1078

7 fps iﬁif#ﬁoa 22
@ éiﬁ:@fg,yg_;gﬁwﬁ,

/oy A
FAE ¢ r,f,,

o FaFTR
736

br 53
/76
0:-79
/.26

£h 42 #

SO /{/

39,33’
39, a3 4t
O

/ /p:{,

S 62

lo @, L2

Ll 20 {4




/zf_aal ot U

i
& .

z | '
Ky I | -.',z-f_ f")'-'“!f"’ /I‘L 3 A f} %‘; R }{."J‘""i,,

L5

2o Purd L [

g»r,go@j;m @?f/_s' A, fe?ff//ao x /68 27, 79«

.‘w 35-63 pm@ﬁpﬂ 975 /100 x 50 54,62

/9 17569 pm €7 fps 435{{—/&0 X 12804¢ /6.204

i f? ﬁ%&’? 22 5% 99?}*'#
: Py 975 ra0s 90, 3244




11/04
IMPELLER &
WEAR PLATES

PUiP  DV-150

316 S/S

IMPELLER
$285mm (11.2")

CURVE: 304141

IMPELLER
2 VANE

77mm (3"

DISCHARGE |MAX. SPHERE

150mm (6")

SUCTION
150mm (6")

Power Prime Pumps

JONYWHOJH3d ¥3IVM ¥v3IT0 — MO
06L 081 OLL 09l 0L O¥L OFL 0Z} OfL 0OL 06 08 OL 09 0S Oy OFf 0Z OLS/1
| | | | | 1 1 | | | | | | | | | | | |
T | | I 1 | I | I I | | ] i B I 1 | I
Wd9
DGl 0067  0S9  00¥2 0S9 O0¥L OSLL 006  0S9 . 00F  OGL SN
A | T NS T O ) I SRR N
| NN RN e |1 1 ——
B ot e i Ly [2
z it aon [ |G
3 3" T st e TV :
1 SasaERnn e i ™ L T
y s g S|4
0 e [ Dl
G NOWLJRSNOD 304 %mmum%oouﬂ +H
YV SIAMTONI SIAMND ¥Imod| | o1
015 % Jai
el -0z
o0z 62 L
= for g
28T +6se
S : IS0 +0r B
=OfT (@]
E%Q%
ge+-
Ov-
G
05~
09 L
} 9NV ONLLVI3dO
53 Nd QIONINNOI3Y
I | 3 30
o1
R




CURVE : 980304P

Power Prime Pumps

PUMP : Dv-80

SUCTION DISCHARGE [MAX. SPHERE|MAX. SUCTION LIFT

» n n DV_SO MAX! ESUORPM
3" 75mm (37) [31.75mm (1.25") 8m (26ft.)

—_

75mm

|
T
500

|
I
450

/
/
)/

TEST CONDUCTED
AT 10" SUCTION LIFT

I~ N N
\
400

(/

\

|

T
350

e

300

7/

\\
™~
N
\\

DISCHARGE

~.
\\
\\\\\‘\
\\

S
S
N N
\
RN

N
\\
W
\

N
<
|

100

N
AN
N
P
N
[,
~

/ i
éf‘ éﬁ £§ éf‘ éf T
A & S 0t
E 8 @ Ei & L NS L & 1 oW
— |
3 B » .5 & & By @ 1 o oo v —

™
dv3H Iv.L0L




VYLC:N PIPE

=2

AR e
e R PR

S T

%

Superior
flow rates

T
RN S e "“t&!—";"’i oy

Environmentally
safe

Durability, long : 7
term strength F_Iex:ble _and 3
lightweight %

Superior
and integrity

corrosion
remstance e

.’_ \ \

LAMSN VYLCN PIPE

25701 Science Park Drive ¢ Cleveland, Ohio 44122
Phone: 800-382-0862 * Fax: 216-766-6577 « www.vylonpipe.com




Butt Fusion Time Cycles

For PressureFlex PE 3408 Pipe
Approx. Approx.
Heat Time Heat Time Melt Finished
Pipe Inches @ 500 Deg. F. @425 Deg. F. Cool Time Bead Width Bead Width
IPS (Seconds) (Seconds) (Seconds) (Inches) (Inches)
1/2 9-12 18-22 80 1/16 1/16
3/4 12-16 24 -26 80 1/16 116
1 16-20 27 -32 90 1/16 116-1/8
11/4 20-24 35-40 90 1/16 116-1/8
2 28-32 52 —57 90 1/8 1/8
3 32-38 59 — 66 180 1/8 1/8
4 38-44 68-75 210 316 3/16
6 56 — 66 80—90 240 3/16 3/16
8 72 -82 105-130 300 3/16 1/4
10 88-98 140 — 165 360 3/16 5/16
12 104 - 120 175 - 220 420 3/16 5/16

Note: The information given above is an estimate and may vary depending upon prevailing weather and jobsite conditions.

Recommended interface pressure on these sizes is 75 psi.

For sizes larger than 12 inch, use visual fusion procedures. Recommended interface pressure on these sizes is 40 psi.

Butit Fusion continued

Align

The pipe profiles must be rounded and
aligned with each other to minimize
mismatch (high-low) of the pipe walls.
This can be accomplished by adjusting
the clamping jaws until the outside
diameters of the pipe ends match. The
jaws must not be loosened or the pipe
may slip during fusion. The minimal
distance requirement between fixed- and
moveable-jaws mentioned above allows
the pipe to be rounded as close as
possible to the joint area. The closer to
the joint area that the pipe can be
clamped, the better control the operator
has in properly aligning the pipe.

Melt

Heat the ends of the pipe to the pipe
manufacturer’s recommended
temperature, interface pressure, and time
duration. By doing so, the heat will
penetrate into the pipe ends and a
molten “bead” of material will form at the
pipe ends. Heating tools which
simultaneously heat both pipe ends are
used to accomplish this operation. These
heating tools are normally furnished with
thermometers to measure internal heater
temperature so the operator can monitor
the temperature before each joint is
made. However, they can be used only as
a general indicator because there is
some heat loss from internal to external
surfaces, depending on factors such as
ambient temperatures and wind
conditions. A pyrometer or other surface
temperature measuring device should be
used periodically to insure proper

©2001 The Plastics Pipe Institute Handbook of Polyethylene Pipe

temperature of the heating tool. If
temperature indicating crayons are used,
do not use them on a surface which will
come in contact with the pipe or fitting.
Additionally, heating tools are usually
equipped with suspension and alignment
guides which center them on the pipe
ends. The heater faces which come into
contact with the pipe should be coated by
the manufacturer to prevent molten
plastic from sticking to the heater faces.
Remaining molten plastic can interfere
with fusion quality and must be removed
according to the tool manufacturer’s
instructions.

Join

After the pipe ends have been heated for
the proper time and to the proper
temperature, the heater tool is removed
and the molten pipe ends are brought
together with sufficient pressure to
properly mix the pipe materials and form
a homogeneous joint. The pipe
manufacturer’s instructions may specify
either interface pressure or bead size of
molten material as a guide for a proper
joint. There are machines available for
pipe sizes from 5/8-inch through 72-inch
diameters that will assist the operator to
apply sufficient force to obtain the proper
fusion pressure. Machines for 4-inch
diameter and smaller sizes are normally
lever-operated. Many of these smaller
machines can be fitted with torque
wrenches o obtain a theoretical value
which allows the operator to consistently
apply the approximate force required to
properly fuse a joint.

Larger machines employ hydraulics with
various types of control systems such as:

1. Manual with hydraulic hand pump.

2. Semi-automatic with motorized
hydraulics including pressure
reducing, selector, and directional
control valves.

3. Fully automatic with computer- or
microprocessor-contirol of the heat
and fusion cycles and pressures.

Hold

The molten joint must be held immobile
under pressure until cooled adequately to
develop strength. The designs of the
machines vary from a lever-arm-assist to
manual or automatic locking devices that
assist the operator to accomplish this
step. The proper cooling times for the
joint are material-, pipe-diameter-, and
wall-thickness-dependent and are
established by the pipe manufacturer.
Allowing proper times under pressure for
cooling prior to removal from the clamps
of the machine is important in achieving
joint integrity.

Optional Bead Removal

In some pipe system usage, the bead
from the butt fusion process may be
undesirable. Inside beads may create
minor flow turbulence of liquids or may
become an obstacle on which solids in
the fluids may become lodged.
Furthermore, outside beads may be a
hinderance to sliplining operations.
Equipment is available to remove the
bead if that is desirable.




e IPS Pipe and Pressure Ratings

Iron Pipe Size 10 psi 100 psi 90 psi B0 psi 65 psi 50 psi
(IPS) 155 SOR 17 SOR 19 SDR 21 SDR 26 SDR 325

Nom.  Act Min. WL Min. W Min. WL Min, Wt Min. WL Min. W

0D. 0D Wal LhJR Wall LbJFL | Wal Lb/FL| Wal LbJRL | Wall LbJRL | Wal Lb/FL | Wal LbR

) 1315 | 0188 0291 | 0146 0234 | 0119 019 | 0.097 0.163

114 186 0237 0463 | 0184 0374 | 0.150 0313 | 0122 0259 | 0107 0.228

11 18 0271 0607 | 0211 0489 | 0172 041 | 0140 034 0123 0299 0112 0274

T 2375 [ 0339 0948 | 0264 0765 | 0216 0640 | 0176 0531 0.153 0467 0140 0429

T 3500 | 0500 2059 | 0380 1661 | 0318 1390 | 0259 1153 | 0226 1.015 0206 0831 | 0184 0838 | 0.167 0.763

L3 4500 | 0643 3404 | 0500 2746 | 0409 2297 | 0333 1907 | 0290 1678 0265 1539 | 0237 1387 | 0214 1261 | 0173 1.028 | 0138 0828

5 5563 | 0.795 5202 | 0618 419 | 0506 3511 | 0412 2814 | 0359 2.564 0327 2352 | 0293 2120 | 0265 1927 | 0214 1571 | 0171 1267

3 6625 | 0946 7378 | 0736 5951 | 0602 4980 | 0491 4133 | 0427 3636 0390 3336 | 0349 3007 | 0315 2733 | 0255 2228 | 0204 1797

g 8625 | 1.232 12505 | 0.958 10.086 | 0.784 8440 | 0639 7004 | 0556 6.164 0507 5654 | 0454 5093 | 0411 4631 | 0332 3777 | 0265 3046

10 10750 | 1536 19426 | 1.194 15668 | 0977 13111 0.79 10881 | 0694 9575 0632 8783 | 0.566 7913 | 0512 7195 | 0413 5867 | 0331 4731

17 12750 | 1.821 27.326 | 1417 22041 | 1159 18.443)| 0944 15306 | 0.823 13469 | 0750 12355| 0671 11.127| 0607 10.121| 0490 8253 | 0302 6655

L3 14000 | 2000 32947 | 1556 26575 | 1273 22237 1.037 18455 | 0903 16239 | 0.824 14,896) 0737 13419 0667 12203| 0538 9951 | 0431 8024

16" 16.000 | 2286 43033 | 1778 34710 | 1455 29044| 1187 24104 | 1.032 21210 | 0.941 19457) 0842 17521) 0.762 15838 | 0615 12997 | 0492 10481

High Density Polyethylene DIPS Pipe and Pressure Ratings

Density 0.955

Corr. Factor 1.045
Ductile Iron 265 psi 200psi 160 psi 130 psi 110 psi 100 psi 90 psi 80 psi 8 psi 50
Fipe Size (DIPS) SOR7 SDRS SDR 11 SDR 135 SOR155 SDR 17 SDR 19 SDR 21 SDR 26 SDR
Nom.  Act Min. WL | Min. WL |Mn W Min WL Min. WL | Mn. WL | Min. W Min. WL Min.
Wal  LbJFt | Wall LbJRt | Wal  LhJFt | Wall LbJPL) Wall LhJRL| Wal  LbJRL | Wall bRt | Wall

psi
25
Min W w
0D 0D |Wal LR | Wil LR LRt
T 4800 | 0686 3835 | 0533 3.0930 | 0436 2588 | 0356 2148 0310 1.8%0 0282 1734 | 0253 1561 | 0229 1420 | 0185 1.158 | 0148 0934
& 6900 | 098 7924 | 0767 6391 | 0627 5348 | 0511 4.438 0445 3909 0406 3583 | 0363 3227 | 0329 2935 | 0265 2393 | 0212 1930
§ 0050 | 1293 13630 | 1006 10995 | 0823 9200 | 0570 7635 | 0584 6719 | 0532 G163 | 0476 5551 | 0431 5049 | 0348 4117 | 0278 3320
1 11100 | 1586 20510 | 1.233 16540 | 1.009 13840 0.822 11490 | 0716 10107 | 0653 9.272 | 0.584 8350 | 0529 7585 | 0427 6193 | 0342 49%
17 13.200 | 1.886 29.000 | 1467 23.390 | 1200 19.570| 0.978 16240 | 0852 14290 | 0.776 13.110) 0695 11.809| 0.629 10.740( 0508 B758 | 0406 7.063
L3 15300 | 2186 38.960 | 1700 31420 | 1.391 26.300) 1.133 21820 | 0.987 19.200 | 0.900 17.620{ 0.805 15.865| 0.729 14430 | 0588 11.767 | 0471 9.489

*Iron Pipe Size - Pressures are based on using water at 23°C (73°F) and are determined by using standard formulas for the industry.
NOTE: Service factors should be utilized to compensate for the effect of substances other than water, and for other temperatures.

AWWA Pipe Referenced Standards
MATERIAL PIPE
Material used for the manufacturing of polyethylene pipe Polyethylene pipe shall be manufactured in accordance with
shall be PE 3408 High Density Polyethylene (HDPE) meeting AWWA-CO0+-for-size-+/2~thesugh-3-and in accordance with
the ASTM D 3350 cell classification 345464C AWWA C906 for sizes 4" through 63"
Referenced Standards

* AWWA C901 o ASTM D 3350 =<

Polyethyleng“(PE) PreSsure Pipe and Tubing 1/2” through Standard Specification for Polyethylene Plastic Pipe and

3" for Water Seryi Fittings Material
* AWWA C906 * PPI TR-3 -

Polyethylene (PE) Pressure Pipe and Fittings 4" through Policies and Proceduyeés for Developing Recommended

63" for Water Distribution Hydrostatic Desig s for Thermoplastic Pipe
e ASTMD Materials

Socket Ty%mp_w( Diameter * PPI TR4 :

Controlled Polyethylene Pipe Recommended Hyd ti ngths and Design Stresses
o ASTM-B-3261 for Thermoplastic Pipe Fittings Compounds

; it tene (PE) Fittings for Polyethylene (PE) e NSF Standard #61

Plastic Pipe and Tubing ? Plastic Piping Components and Related Materials




Superior Hydraulics

Lamson Vylon HDPE Pipe has superior hydraulic characteristics.
In order to calculate the friction loss of water, the Hazen-Williams
formula is used:

_1044x0Q'%®
- C1.85 X D_4.865
I

Where
H = Friction loss in feet of water per 100 ft.
Q = Flow rate (gpm)
C = Hazen-Williams Coefficient
D, = Inside Diameter (in.)

The Hazen-Williams coefficient for Lamson Vylon HDPE pipe is
150 and doesn't change over time. With its superior corrosion
resistance it will remain smooth and not corrode or tuberculate.

Construction Advantages

The combination of butt-fused, leak free joints and flexibility
allows for more construction options than is possible with rigid
pipe. Lamson Vylon HDPE pipe can be bent to a radius 25 times
the nominal pipe diameter. This makes Lamson Vylon HDPE pipe
ideal for installation methods such as Horizontal Directional
Drilling, Pipe Bursting or Sliplining.

Water Hammer Effects

Water Hammer is a sharp pressure differential caused by
differences in the velocity of fluids in a pressurized system.
These differences can be originated by pump and valve operations,
together with other aspects. AWWA has design formulas that
calculate pressure surges for different piping materials.

Pressure Surge
The formula for pressure surge is:

g = aX AV
T 231xg
Ps = Pressure surge (psi)
a = wave velocity (fps)
AV = change in water velocity (fps) -
g = gravitational acceleration (32.17 /sec®)
where the wave velocity is calculated by:

4660
a E— —1,'2
[1+(k(DR-2)/E)]

k = Water Modulus (psi)
DR = Dimensional Ratio
E = Modulus of Elasticity (psi)

HDPE pipe is viscoelastic in nature, which causes it to absorb a
sizable amount of energy from a pressure surge. This energy
absorption enables HDPE piping systems not to be oversized,
hence, yielding a cost saving.

Lamson Vyion Pipe HDPE Maximum Pull Force (MPF) Ibs*

TENSILE Strength
3200 psi
SDR7 SDR 9 SDR 11 SDR 13.5 SDR 15.5 SDR 17
Size Nom. 0D
11/4 1.660 1242 1002 838 696 612
11/2 1.900 1627 1312 1098 911 802
& 2.375 2542 2050 1715 1424 1253
T 3.500 5520 4452 3726 3092 2721 2496
& 4.500 9125 7360 6159 5111 4498 4126
51 5.563 13945 11248 9412 7811 6873 6305
6 6.625 19778 15952 13349 11078 9748 8942
g 8.625 33521 27038 22625 18776 16522 15156
Lamson & Sessions recommends a load cell be used to monitor the applied force.
* MPF values are based on a temperature of 73° F and are in Ibs., not psi.
Butt Fusion
The most widely used method for joining The six steps involved in making a butt Face

individual lengths of large diameter
polyethylene pipe is by heat fusion of the
pipe buit ends. This technique, which
precludes the need for specially modified
pipe ends or couplings, produces a
permanent, economical and flow-efficient
connection. Field-site butt fusions may be
made readily by trained operators using
specially developed butt fusion machines
that secure and precisely align the pipe

fusion joint are:

be joined

S ol

Secure

1. Securely fasten the components to

Face the pipe ends

Align the pipe profile

Melt the pipe interfaces

Join the two profiles together
Hold under pressure

The pipe ends must be faced to establish
clean, parallel mating surfaces. Most, if
not all, equipment manufacturers have
incorporated the rotating planer block
design in their facers to accomplish this
goal. Facing is continued until a minimal
distance exists between the fixed and
movable jaws of the machine and the
facer is locked firmly and squarely
between the jaws. This operation

ends for the fusion process.

Each component that is to be fused
must be held in position so that it will
not move unless it is moved by the
clamping device.

provides for a perfectly square face,
perpendicular to the pipe centerline
on each pipe end and with no
detectable gap.
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High Density Polyethylene Pipe

PressureFlex Water
HDPE PE 3408 Pipe

Our PressureFlex Water HDPE is manufactured to strict quality
standards from the highest grade of polyethylene materials
available. The PressureFlex Water is NSF listed and suitable for
potable water applications and can be made according to the
following standards: AWWA C301, AWWA C906, NSF-61.
Available in 1"to 16" IPS sizes and 4" to 14" DIPS sizes.

PressureFlex
HDPE PE 3408 Pipe

Our PressureFlex HDPE is manufactured to strict quality
standards from the highest grade of polyethylene materials
available. PressureFlex is suitable for pressure and gravity flow
sewer and other non-potable applications and can be made
according to the following standards: ASTM D 3035 and F714.

Lamson Vylon Pipe’s PressureFlex HDPE pipe can be joined by
the generic heat fusion guidelines published by the Plastics Pipe
Institute (Refer to guidelines on page 4).

Handling/Shipping/Storage
Guidelines

e Follow all applicable safety guidelines.

e Do not drop pipe from delivery truck into an open trench or
onto uneven surfaces.

e Inspect pipe prior to installation.

o Temperature extremes have minimal affect on the strength or
handling characteristics of polyethylene pipe. Polyethylene
remains highly impact resistant even in sub-zero conditions.

e Avoid dragging pipe over the ground.

e Hot weather especially when coupled with direct sunlight, will
raise the pipe temperature, but will not significantly affect
handling or installation behavior.

e Avoid driving over the pipe.

e Carbon black is added to polyethylene to protect against UV.
Unprotected plastic can become less impact resistant
over time.

Typical Physical Properties
“Nominal Values
PROPERTY TEST ASTM SI ENGLISH
METHOD UNITS UNITS
Density (Natural) D1505 0.944g/cc
Density (Black) D1505 0.955g0/cc
Flow Rate(190/21.6) D1238 8.75 g/10 min.
Tensile Strength @ Ultimate D638 31.0 MPa 5000psi
Tensile Strength @ Yield D638 22.8 MPa 3500psi
Ultimate Elongation D638 >800% >800%
Flexural Modulus (2% secant) D790 827MPa 120,000psi
Environmental Stress Crack Resistance
(ESCR) Condition C D1693 >5,000 hrs. >5,000 hrs.
Brittleness Temperature D746 <117 C <-180F
Vicat Softening Temperature D1525 126 C 259 F
Hardness, Shore D D2240 66 66
Thermal Expansion Coefficient D696 1.8x10(-4) cm/cm/C 1.0x10(-4) in/in/F
HYDROSTATIC DESIGN BASIS D2837 11.0MPa @ 23 C 1600psi @ 73.4F
CELL CLASSIFICATION D3350 345464C* 345464B**
MATERIAL CLASSIFICATION D1248 Type Il Grade P34
Category 5 Class Cor B

*Nominal values are to be used as guides only, and not as specification limit.
**Cell classification 345464C refers fo black pipe only.
**Cell classification 3454648 refers to all other colors.
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INDEPENDENT PIPE PRODUCTS, INC.

DENSITY POLYETHYLENE PIPE FITTINGS

"BETTER BY DESIGN™ ®

HIGH

PRODUCT CATALOG PRODUCT SUBMITTALS HDPE SERVICES ORDER & PRICING INFO

IPP HDPE PRODUCTS

Design-Flow™ Bolt Rings
IPS/DIPS Ductile Iron, IPS/DIPS
Stainless Steel, IPS/DIPS Epoxy
Coated

Design-Flow™ HDPE Pipe
IPS HDPE Pipe 2"-24", DIPS HDPE
Pipe 4"-24"

Flange Components

Flange Adapters, Stub Ends, Back Up
Rings, Gaskets, Blind Flanges,
Butterfly Valve Spacers & Butterfly
Valve Flange Adapters

Reducers
Concentric & Eccentric

End Caps
Molded & Machined

Branch Saddle Components
Branch Saddle, Service Saddies, Self-
Tapping Tees, Tapping Sleeve/Saddie
Assembly

Valves & Compression Fittings
Butt Fusion Ball Valve, Fuse-A-Corps,
Compression Fittings for HDPE

Pull-Heads
Standard & Custom Built

Water-Stop/Thrust Isolator
Wall Pipe/Anchor Ring
Thrust Restraint for HDPE

3185 ]

Transitions to Ductile

Iron Pipe

MJ Adapter Kits, MJ Gland &
Accessories, Bell MJ Kits &
Accessories, Hydrant Anchor Spools

Transitions to PVC Pipe

PVC Slip Joint Anchor, Bell MJ Kits &
Accessories, HDPE x SCH 40,
Stiffeners for HDPE

Transitions to Steel Pipe
Thread & Weld End, Brass, Carbon &
Stainless Steel

Elbows
Molded, Mitered & Sweep Elbows

Tees

Molded & 3pc Line Tees, Branch
Saddle Reducing Tees

Wyes

3pc Unreinforced & Reinforced, 45° &
True Equal, Branch Saddle Reducing
Wyes

Crosses
Line Crosses, Reducing Crosses

Other Fixtures & Fittings
Industrial Manholes, Landfill Riser
Shafts, Outfalls, Diffusers, Headers,
Manifolds

http://independentpipeproducts.com/

ABOUT IPP | CON1

BETTER BY DESIGN

Independent Pipe Products,
Inc. (IPPI) announces a nhew
275,000 square foot facility
on 26 acres. The state-of-
the-art facility incorporates a
five extrusion line HDPE pipe

production plant with IPPI's
expanded HDPE fittings
fabrication plant. Learn more...

IPPI Leads Rapid Evolution Into PE4710 Pipe |

PE4710 is the latest advanceme
Density Polyethylene Bi-Modal |
DESlGN-F we A PE4710 HDPE piping system t
when compared to current cost
HDPE PIPE  systems..carn more...

New Product Launch: Design-Flow™ Bolt Rings

Our Design-Flow Bolt Ring is so
that it has earned “Patent Pend
principle, on its strong, tough, «
design. Its contoured cross-sec
deformation which provides a ¢
Learn more...

New Product Launch: Design-Flow™ HDPE Pipe

. Inedependent Pipe Products, In

. product Design-Flow™ HDPE Pi)
Pipe will be available in IPS size
sizes 4" through 24" for the ind
wastewater markets. Learn mo

5/20/2008
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Qur Mission is to supply polyethylene pipe distributors |
reliable, high-integrity polyethylene fitting systems cus!
requirements, based on a long-term, value added buye

Have a question? Contact an IPP represei

Home | Site Map | Contact Us

5/20/2008
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TEGRITY
\\Egsion Products, Inc.

www.hdpe-pipe.com

-100% Full Port

Valves - 'ﬁ

-Size Range Up to 16" *
IPS

-PE2406 and PE3408
Polyethylene Ball Valves:

We offer polyethylene ball valves is both PE2406 and
3408. Our valves can be used for a variety of hdpe pipe
applications including gas and water. The valve is rated at
up to 160 PSI for water application at normal

temperatures.

The valve has superior characteristics, especially in the
stem design which have made it the valve of choice for
many U.S. and European Gas and Water Companies.

HDPE Valves our available from 1 1/4" IPS through 16"
IPS sizes. Valve ends are extra long for butt, socket, or
electrofusion applications, and the valve closes with only
1/4 turn. When the valve is in the closed position, the
seating is maximized as the pressure from the ball is
forced against the seat.

These valves meet or exceed ANSI B-16.40, ASTM
D2513, DOT part 192, and are manufactured in
accordance with ISO 9002, a total quality management
system.

Home Contact Phone: 770-632-7530 Fax: 770-
632-7540

http://www hdpe-pipe.com/pages/valves.htm 5/20/2008



