HDPE SDR-11 Pipe fittings, valves, flanges, Specification:

Fittings shall be manufactured from a HDPE, SDR-11 (High density Polyethylene) compound per ANSI B-16.40, ASTM D2513 DOT part 192 and manufactured in accordance with ISO 9002.  All fittings shall be produced to Schedule 80 dimensions. Products shall be pressure rated for a minimum of 160 PSI using Quality Assurance test requirements of these standards with regard to dimensions, workmanship, burst pressure, flattening resistance and end product quality.  All valve diaphragms and seats shall be PTFE; valve o-rings shall be EPDM or Viton® as applicable.  All valve union nuts shall have buttress style threads.  All valve components shall be replaceable.  All system components shall be manufactured in the USA by an ISO certified manufacturer.  
HDPE SDR-26 Pipe Specification:

HDPE SDR 26 pipe material used for the manufacturing of polyethylene pipe shall be PE 3408 High Density Polyethylene (HDPE), meeting the ASTM D3350 CELL classification 345464C.  Polyethylene pipe shall be manufactured in accordance with AWWA C906, consistently meeting and/or exceeding the Quality Assurance test requirements of this standard with regard to pressure rating, material, workmanship, burst pressure, flattening, impact resistance, and extrusion quality.  Pressure ratings for SDR-26 pipe shall be a minimum of 65 PSI for pipe sizes 4” to 14”, DIPS (Ductile Iron Pipe Size).  The pipe shall be manufactured in the USA, using domestic materials, by a certified HDPE manufacturer.  All pipes shall be stored indoors after production at the manufacturing site until shipped from factory.

BUTT fusion shall be used to join individual lengths of pipe in the following sequence.

1. Secure components to be joined with clamping device(s).

2. Face pipe ends to meet manufactures specifications, using a rotating planner block.

3. Properly align pipe.

4. Heat ends of pipe to manufacture’s recommendation and bring together at recommended force using a hydraulic machine that will apply manufacture’s specified force, for the pipe size. 

5. Hold pressure on pipe joint for time sufficient to develop the required strength, as recommended by the manufacturer.

6. Remove the interior bead, using manufacture’s recommended equipment.

