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Item
Product description
UP EUR    Total EUR

Tender text

Sureline®II-Sewer pipe made of PE 100 RC for the transport of sewage pipe, black with clear inner surface 
Preliminary remarks

1
Pipe

Measurements and tolerances of the offered FRANK Sureline®II pipes made of PE 100 RC (pipe with protection properties) have to correspond to DIN EN 13244 and shows dimensional integrated clear inner surface with a thickness of minimum 1mm. This colour of the inner surface has to be similar to RAL 1005. The quality requirement acc. to PAS 1075, DIN 8075 as well as DIN EN 12814-3 and DVS 2203-4 suppl. 2 (FNCT*) have to be fulfilled. For the production of pipes a quality management system acc. to DIN EN ISO 9001 must be proven. Documentation of pipe quality via inspection certificate 3.1 acc. to DIN EN 10204 has to be submitted by bidder in case or order.

The used pipes have to fulfil the following requirements:
· Outside diameter da acc. to DIN 8074, weldability must be guaranteed on standard heating element butt welding machines.

· Confirmation of suitability for all trenchless installation procedures and sand bed free installation via FNCT* (required minimum endurance time of > 8.760 for each pipe batch, test conditions: 80°C, 4 N/mm2, 2 % surfactant).

· Pipe has to be adequate the requirement s of DVGW GW 323.

The minimum requirement for the production of the offered pipes are valid as follows:

-
Before using the resin, it has be predried at a minimum temperature of 60°C.

-
By using metal strainer in from of the extruder it has to be guaranteed that not metal particles will be added together with the resin to the machines.

-
Pipes should be manufactured on extrusion lines equipped with a melt filter.

-
By using an ultrasound detector it has to be guaranteed that outer diameter, wall thick

ness and ovality of the complete pipe length correspond to the requirements.

- 
To use recycled material is not acceptable.

For the installation and assembly only special companies with professional trained staff acc. to DVS 2212 or DVGW GW 330 are authorised.

The installation has to be implemented via heating element butt welding or electro fusion welding according to DVS 2207-1. All relevant welding parameters have to be recorded automatically and handed over to customer after finishing welding work.

The hydraulic design of gravity lines takes place via ATV A 110. The wall thickness depends on the external load of the pipeline. Proper parameter are traffic load, ground water- resp. earth pressure. The proof of static capacity and therefore the information of the required wall thicknesses has to be provided from the corresponding engineering office. If necessary the „questionnaire to calculate buried sewer plastic pipes“ can be requested at pipe manufacturer and has to be sent back – filled. Installation has to be done acc. to DIN EN 1610, pipe trenches acc. to DIN 4124.

2
Fittings

Measurements and tolerances of the offered PE 100 fittings have to correspond to DIN 16963. The quality requirement acc. to DIN 16963 have to be fulfilled. For the production of fittings a quality management system acc. to DIN EN ISO 9001 must be proven. Void-free fittings must be ensured through x-ray controls on each batch. Documentation of quality of injection moulded fittings via inspection certificate 3.1 acc. to DIN EN 10204 has to be submitted by bidder in case or order. Fittings have to be manufactured via central gate. Electro fusion fittings made of PE 100 must have a protected heating coil. The OIT value (acc. to DIN EN 728) has to be ( 20 min within the joining plane after the welding process.

According to DVS 2203-4 suppl. 1, a tensile creep test diagonally to the layer of the electro fusion wire has to be performed with a minimum creep rupture time to failure of the specimen of 1000 h.
Manufacturer: FRANK or similar

For the installation and assembly only special companies with special factory qualification acc. WHG § 19 l and professional trained staff acc. to DVS 2212-1 are authorised.

The installation has to be implemented via heating element butt welding, heating element socket welding or electro fusion welding according to DVS 2207-1. All relevant welding parameters have to be recorded automatically and handed over to customer after finishing welding work.

Pipe

1 Sureline®II- Sewer pipe made of PE 100 RC 

acc. to PAS 1075 black with clear inner surface,

SDR class ........, Outside diameter d ........ mm, 

Article group: 23710....


........... rm.






Pipe length:...................

Fittings for heating element butt welding

2
Bend 90°, injection moulded of PE 100, r = d,


Outside diameter d ........ mm, 


Article group: 25 001....


........... Pc.





3
Tee reinforced, injection moulded of PE 100,


Outside diameter d ........ mm, 


Article group: 25 006....


........... Pc.





4
Tee reinforced, injection moulded of PE 100, 


reduced, with long spigot ends,


SDR class ........, Outside diameter d ........ mm, 


Article group: 25 016....


........... Pc.





5
Stub flange, injection moulded of PE 100,


SDR class ........, Outside diameter d ........ mm,


Article group: 25 012....


........... Pc.






(please see also item “Flange connection”)

6
Reducer centric, injection moulded of PE 100,


SDR class ........, Outside diameter d ........ mm, 


Article group: 25 941....


........... Pc.





7
Reducer centric, injection moulded of PE 100, 


stepwise reduced 


SDR class ........, Outside diameter d ........ mm, 


Article group: 25 007....


........... Pc.





Fittings for heating element butt welding or electro fusion welding

8
Bend 90°, injection moulded of PE 100, r ( d,


with big radius, long spigot ends, 


SDR class 11, Outside diameter d ........ mm, 


Article group: 25 011....


........... Pc.





Fittings for heating element butt welding or electro fusion welding

9
Elbow 90°, injection moulded of PE 100, 


long spigot ends,


SDR class ........, Outside diameter d ........ mm, 


Article group: 25 061....


........... Pc.





10
Elbow 45°, injection moulded of PE 100, 

long spigot ends,

SDR class ........, Outside diameter d ........ mm, 

Article group: 25 060....


........... Pc.





11
Elbow 45°, injection moulded of PE 100, 

extra long spigot ends,

SDR class ........, Outside diameter d ........ mm, 

Article group: 25 020....


........... Pc.





12
Elbow 30°, injection moulded of PE 100, 


extra long spigot ends,


SDR class ........, Outside diameter d ......... mm, 


Article group: 25 019....


........... Pc.





13
Tee reinforced, injection moulded of PE 100, 


long spigot ends,

SDR class ........, Outside diameter d ........ mm, 

Article group: 25 066....


........... Pc.





14
Tee reinforced, injection moulded of PE 100, 


reduced, long spigot ends,


SDR class ........, Outside diameter d ........ mm, 


Article group: 25 065....


........... Pc.





15
Stub flange, injection moulded of PE 100, 


long spigot ends,


SDR class ........, Outside diameter d ........ mm, 


Article group: 25 062....


........... Pc.






(please see also item “Flange connection”)

16
Reducer centric, injection moulded of PE 100, 


long spigot ends,


SDR class ........, Outside diameter d ........ mm, 


Article group: 25 067....


........... Pc.





Fittings for heating element butt welding or electro fusion welding

17
Reducer excentric, injection moulded of PE 100, 


long spigot ends,


SDR class ........, Outside diameter d ........ mm, 


Article group: 25 069....


........... Pc.





18
End cap, injection moulded of PE 100, 


long spigot ends,


SDR class ........, Outside diameter d ........ mm, 


Article group: 25 064....


........... Pc.





Fittings for electro fusion welding

19
Electro fusion coupler SDR 11, injection moulded of PE 100, with integrated heating coil, for welding of long spigot fittings,  following DIN 16963-7


Outside diameter d ........ mm, 


Article group: 25 173.....


........... Pc.





Fittings segmented out of pipe for heating element butt welding or electro fusion welding

20
Segmented bend 90°, made of PE 100, welded out of pipe, r = 1,5 d, reduced operation pressure = 0,8,


SDR class ......., Outside diameter d ........ mm, 


Article group: 25 939....


........... Pc.





21
Segmented bend 60°, made of PE 100, welded out of pipe, r = 1,5 d, reduced operation pressure = 0,8,


SDR class ......., Outside diameter d ........ mm, 


Article group: 25 936....


........... Pc.





22
Segmented bend 45°, made of PE 100, welded out of pipe, r = 1,5 d, reduced operation pressure = 0,8,


SDR class ......., Outside diameter d ........ mm, 


Article group: 25 934....


........... Pc.





24
Segmented branch 90°, made of PE 100, welded out of pipe, r = 1,5 d, reduced operation pressure = 0,5,


SDR class ......., Outside diameter d ........ mm, 


Article group: 25 949....


........... Pc.





Fittings segmented out of pipe for heating element butt welding or electro fusion welding

25
Segmented branch 60°, made of PE 100, welded out of pipe, r = 1,5 d, reduced operation pressure = 0,5,


SDR class ......., Outside diameter d ........ mm, 


Article group: 25 946....


........... Pc.





26
Segmented branch 45°, made of PE 100, welded out of pipe, r = 1,5 d, reduced operation pressure = 0,5,


SDR class ......., Outside diameter d ........ mm, 


Article group: 25 944....


........... Pc.





Flange connection:

27
Backing ring type „VB” acc. to DIN 16962/16963-4, 
for stub flanges, PP glass fibre reinforced, steel insert,  


hole pattern acc. to DIN 2501 – PN 10, compressive strength up to d 400: 16 bar, up to d 450: 10 bar


Outside diameter d ........ mm 


PPR black
Article group: 14 014....

........... Pc.





28
Blind flange, following DIN 16962/16963-4, 
PP glass fibre reinforced, steel insert, hole pattern acc. to DIN 2501 – PN 10, compressive strength up to d 225: 16 bar, 
from d 250: 10 bar


Outside diameter d ........ mm, 



PPR black



Article group: 14 045....


........... Pc.





29
Full faced flange, injection moulded of PE 100, SDR 11, hole pattern acc. to DIN 2501– PN 10, steel insert and injection moulded reinforcements, compressive strength up to 16 bar


Outside diameter d ........ mm, 



Article group: 25 162....


........... Pc.





as well as screws and gaskets.

All items delivered by:
Frank GmbH 


Starkenburgstraße 1


64546 Mörfelden-Walldorf 


Tel.
+49 6105 4085-0


Fax
+49 6105 4085-249


Internet: http://www.frank-gmbh.de


E-Mail: info@frank-gmbh.de
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