REED DT75P ve DT100P Delici Kilavuzlarla AWWA C900 PVC Musluklama Talimatlan

PIPE TOOLS & VISES
SINCE 1896

1. Bolgenizdeki tim is saghgi ve glvenligi mevzuatina, ayrica boru ya da korporasyon vanasi Ureticisinin 6énerdidi prosedirlere ve
yerel yonetmeliklere uygun bicimde calisin. Ayrica https://www.uni-bell.org/ adresine bakin ve PVC Pipe Association tarafindan
yayimlanan PVC Basingli Boru Musluklama Kilavuzunu bulun. TEL: 972.243.3902 veya info@uni-bell.org.

2. AWWA C900 PVC lzerinde dogrudan musluklama, boru Ureticileri tarafindan yalnizca DR18 ve DR14 siniflarinda, 6” (150mm) ile
12" (300mm) arasi gaplar ve 1” (25mm) kalinhda kadar énerilir. Dogrudan musluklama, hicbir 4” (100mm) sinifi igin ve Class 100
(DR25) borularin higbir 6l¢isi igin 6nerilmez. Yalnizca AWWA C800'e uygun AWWA disli korporasyon vanalari kullanin.

3. Koruyucu gozlitk ve adir koruma értiisii dahil uygun ekipman kullanin. Ortii yaklasik 1.2m x 1.8m (4’ x 6’) élciisiinde
olmali ve makinenin kurulup calistirllmasina imkan vermek icin ortasinda bir delik bulunmalidir.

4. REED delici kilavuzlar REED® TM1100, Mueller® B100/101, Hays® Bl ya da Footage Tools® Ana Hat Musluklama Makinesine
uyacak bicimde tasarlanmistir. Durdurma isaretini boru ve korporasyon vanasi ureticilerinin 6nerilerine gére yeniden ayarlamak icin
kuru bir deneme musluklamasi gereklidir; bu isaret, sfero boru musluklamasinda kullanilan durdurma isaretinden farklidir.
Korporasyon vanasi 27 ft. pound dederine torklandiktan sonra bir ila (¢ dis goriintr kaliyorsa musluklama derinligi dogrudur. Makine
(REED TM1100 ya da Mueller® B101 gibi) gerektiriyorsa delici kilavuzun sapina yayl pimi takin.

5. Mueller® B Makinesinde (B100/B101'in 6nciilt) P.T.F.E. pullar yerlestirmek ya da diz bilezik ile ilerletme boyundurugu
arasina B100 eksenel yatagini uyarlamak Uzere bir degisiklik yapilmasi 6nerilir. Bu, ilerlemenin kesme hareketinden
yalitilmasina yardimci olur. Ayrica kesiciyi gok hizli ilerletme egilimini azaltmak igin ilerletme garkinin kollarinin séktimesi
onerilir. Ancak makine ileride sfero boru musluklamasinda kullanilacaksa kollarin sékilmesi istenmez.

6. Korporasyon vanasinin dogru takilmasi icin ayrica standart bir tork anahtar (0-100 ft. pound/0-135 Joule) ve 13/16”
(20mm) 8 kdse lokma gerekir.

7. Makineyi boruya, 6zellikle de giineste isinmis boruya asiri sikmayin. iki tarafi da esit bicimde sikin.
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8. Keskin gbbek kesiciye ve kilavuz dislerine REED Musluklama Macunu (#99140 ya da #98425) veya baska bir gida sinifi gres uygulayin.
Delici kilavuzu kilavuz tutucusuna sikica sabitleyin. Milde ve kilavuzda bosluk olup olmadigini kontrol edin; bosluk sorun yaratir.

9. Kesme ve dis acma - yavas ve dizenli. ilerletme boyundurugu carkini, milin her tam turu icin yaklasik 1/8 tur cevirin. Kesme
direnci sfero boru kesmeye kiyasla ¢cok az olacaktir, ancak énerilen ilerleme hizini ASMAYIN. llerletme carkina hafif, tek parmak
basinci uygulayin. Dis acma basladiginda (kilavuz yaklasik 2 tur kavradiktan sonra) kilavuzun kendi kendine ilerlemesine izin verin.

10. CAUTION: When removing, do not stand over the end of the spindle, as it will be forced up by the amount of water pressure in the
line when the tap comes out of the pipe. Restrain the spindle and release it slowly to avoid personal injury or damage. After the flap
valve is close and pressure is released, the spindle and drill tap can be removed.

11. Remove the coupon of PVC from the cutter and examine it. Straight, smooth sides and a clean edge are signs of proper cutting.
Grooves on the side of the coupon or signs of flaring out at the end, creating shape like a crown, are indications of either the feed
rate being too fast or the cutter being dull. Correct these conditions.

12. Use P.T.F.E tape on corporation stop threads, wrapping it in a clockwise direction at least twice around. Do NOT use any form of
liquid sealer on PVC. The corporation stop valve shall be closed during installation.

13. Reinsert spindle with corporation stop (only AWWA tapered threads), open equalizing valve and push the spindle down. Engage feed
yoke to the spindle and turn ratchet while gently turning the feed nut. Once about three threads have started, disengage the feed
yoke. When tightening corporation stop, tighten with a torque wrench to an indicated 27 ft. pounds. Snap reversing of the spindle
will disengage corporation stop from the E-Z release screw plug. Remove the machine from the pipe. If there are any signs of leak-
age, increase torque to 35 ft. pounds. If leak persists, depressurize then retape the corporation stop and retighten to 27 ft. pounds.

14. SHARPENING: Notice when the cutter is new that the end of the hole cutter in not flat across. The front and outside edge of the 3
teeth are higher, and the surface behind these teeth is relieved. This relief is important and needs to be preserved when sharpening.
Therefore, it is recommended you not try to sharpen this cutting tool, rather take it to a professional tool grinder for re-sharpening.

NOT: Bu talimatlarda kullanilan “mil” terimi “delme mili” terimiyle ayni anlamdadir.
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