PEWM @ WE §3% A ge 3 54 W3

4 oo g s
Mg distm ok F 8

The Fusion Characteristic Varying with Butt Fusion Times
for Polyethylene Pipe
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Dept. of Safety Engineering, Seoul National University of Technology

1. A &

H driedoz AF FAEAN A HFHAEA A3HA7t2 ( LNG © Liquefied Natural Gas)
E AAAUAZA Z3g dol FUol HAs A $871 uid 43 FshE3 gl

A7z #8871 S7H8IEA 7t #E AEE F aFeg 9% Jta Azl WEeA 2 g
3, o]9) <tAA EAle] dF L BAL A HYEEE

1964 vl Fe A FAE ZdEAL AA2 §F sl2 alFE AHEE7]) AR ol A UTd
g AR, A8, WA, 38y A, WEEAAE 5 98 7HX S48 AR Lol EAZLA wjwe
90% °]d& AAstn Ut

S8 v ME 'dERE PERE AAE7] ARsle 973 & 71F EA 7lx & ul@ F o
20%E ARt glon, 48 F7 F4 gid.

2 AFdAME 7t 2F, &8, £§ AT M A7 A7, HF AZRE 378 PERE §34
1 F 9% 4= NP 43 F4 AGE A8 FHe §8 248 7339 EFoM Bed §
2 712 doleE AMAEaL, g3 AP E dFstax ot

2. 2439

2-1. 49 A=A

PE#Y Z} =7dd §&2 437 HE AdE HE BAs8y] st 2d7]) §37] (butt welding
machine, FRE¥M-Power-150)& o|&3te] §&8& HAA8Ad €371 A FA 200mm, B3 7|
g4 90 RPM, 38 2% 0~399TC, §¢471 Hdl 49 100keg/erols, 3479 Ut 2 24& 9
& 93 9t AdL £ A8 7 (hydraulic testing machine : REWMEBEKE AM239 3, £ A8
719 A7) vlg& 3HP, 1 A4S 300kg/erolth 9% AE &L g Ad2EZ(INSTRON)
AZE Az s g AP7(2d9g 8502, INSTRON)E AML38lgh vbs A8 Ad7)e Ao &3
(maxinum capacity)< +/-30ton(static), +/-25ton(dynamic)®]t}.

2-2. 8% A7
Ao ALEE APH LA KS M3514 7128 E o © 9l #(Polyethylene pipe for the supply of
gaseous fuele)d] FAHO U= AP 948 S F(Standard Dimension Ratio : SDR)e] 110]3}¢l 153
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oln}, ¥FAE E 2-1% gop®

V% AL APHL $2E NYHL FYFIAGEY A AR (ELT TNV 50§ AH§ho]
KS M 3514 73 23l 17 2-13 2o A 25t At

%3 9 AN¥e AYBE PEVS) FUE Ao §7 YRAYL YBlE BY 2YFE AA
k.

Table 2-1. Dimension of PE Specimen

Outside Diameter(mm) Thickness(mn) Length Inside
Nominol Size of Pipe (nm) Diameter
Size | Allowance | Size | Allowance (nm)

pipe
No.1(SDR:11)

© 75A 89.0 +0.3 8.1 +11 600 72.8
pressure range
dkg/crt

2-3. PEHl#e] HE {3 A9
AYo Al &2 WFES ® 2-29 2o
SHFTAHL I, &8, 71d fA, JET AA, &2 Bz T £ME AAFg

bl
(=]
g,

Table 2-2. Experimental Variables

Heating Time Heating Pressure
4 ) Change-over i . .
Temper-ature Pressure Height Time Low T Build-Up Cooling Time
(T) (kg/cnf) Pressure Pressure 1me Time (minutes)
(sec)
(sec) (sec) (sec)
17
0 10 6 30 2
) 14 60
210 1.5 3 10
30 22 100 i1
' 30 130 16
250

2-4.9% A% A¥
AAAY Holg M £EE 10Hz, ¢F &=+ 2001 20mm/min,

0m, NEeEE 23+12C2 sy ™, 9% B== #421 deo o 3F¢ A
ol AAbshgoh, :

AFEL APl ddd W o] Fold Aol XApste AUt

—324 —



100 5+0.10

15 25 20

Fig. 2-1 Specimen of Tensile Test

2-5. %3] % A @
AY R 18 FH2YA 594 YES HAL, AT S AP 150744 AN F @

3 ARE BASAT T FY FHAA FEAA §2 AH4 S AFagg

.49 9 51&F

3-1. % @74 g g =9 ¥

PEuj#e] & #l=¢ W - 923 . A Holojok sict weA AP Setoez B
et w= 2ge] - &5 -5 WAL ATE AAT F Ay ZUNA BE gF4 AFEHY
v 6= go], BE FAE &A1Y
3-1.1. 7tE &8 A7 ¥std 9% o
7td 258 170CE 31 &§ AL 6%, 14%, 2%, 3022 Z 8% Ao £§ A7 wzs
F A 8§ A dF ¥z L "Ja# Alzke] FrtetaA dAdA ez Frslgo. 7td &%
170CoA M e v= ZF3 gol7l AAFO2 7NEXA o] rladHuh

a9 3-12 &% 2% 210C AeHioA e 7t £ Alztel dig Hj= Z9 Walzo|t, ¢HET Az
o] Z7181HA HE EX Frbstg o, £§ A7 6x0ME B3 Zo FHU4, 145 FTAAE vz
] WA Wsldto.

718 &8 *% 210C, &8 15ke/ar, 718 &8 A7 1420 ¥l= Z2 865m, HIE Eo] 3.15m
2 9 #oZ JeEiytd.

7t &% 250TolA, 71E £F AL 3%, 6%, 4%, 222 WAL 4 2zt vz o ¢y
1.0kg/arol A e B T3 WIS 293, 30kg/crl s dASA F43t4. &2 1.0ke/or, &8
A7k 3%olA HE X2 850mm, HE Fo] 3.05m=E YEY 7EXd 9EdE e Ao

3-1.2. 78 #A Azt Agte] 23 43

714 &% 170CoAA 7+d #2 AzHE 30%, 60%, 100%, 13022 WHIARAE o b= Z9 wigl=
7+ A AZE 3029 1304ME Y W @& vE Zo] FA vEGey 60%, 100xAME
Wl Zol A el

7tE 2% 210CoA 7FE A A1zt dEe] digh v FL Hjuy F& oz Frsldoen 2%
210C, 43 15keg/er, 7FE FR Azt 100204 v= Z 865m= 7| FEXd 714 ZAHAQA @S JER
=3

a9 3-2& 71d 2% 250TCoA 719 fA Alzte] wE v= Zo ¥Wig JEd Aol &x7t
& AHoAE ve Z9 W3yt FFASA Fikete Aog vEged, Hd FA AR 60, 2%
250C, €38 1.0kg/cmoll A BI=E ZE& 855mE 71F X9 7H4 A @& et

Ho o
i
o

Hr
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Bead Width(mm}
s

g } ——1.0kg/em? |’
-&1.5kg/cm *
—&—3.0kg/cm ¢

30 60 100 130
Heating Time Low Pressure(sec)

Temperature(250TC)

Fig. 3-2 Bead Width for the Varying Heating Time Low
Pressure

3-1.3. 43 A Wistel o@ 4%

7tE &% 170TAA 22 AL 2%, 6%, 11&, 1622 WYL d <& A7ko) g = £
%8 10ke/cr, Lokg/erol e B4R F4E ooy HE Zo] Z7batA R, ¢ 30kg/aidl A
e Hg Loz Frhstgh &V ¥ HEHAAME §Fo| BEFEe vl Zo| J|ZR 0
HE A2 el

aY 3-3oiME &% 210CeMe & Azte] wE v= Zojth 2% 210C, &8 15kg/er, &
NZH 11294 ¥= Z 865mz 7)EA) 71 HEEE @e AT

7td 2% 250T oA ot& Ajzte] @& w= Eo| Wae dASA vehon, ¢F Azt W o
g H= £ 7|EA) Bo §A JERT 2% 250THA 7bE #X Az 7HE 8 AE 4A A
Mg AeolA A Az WIS o] EAME &% 210C, ¥ 15kg/arol A el B F FEA e
A o) dE Aoz Jehgth

)+9

g =

o koo

Bead Width(mm)

-o-1.0kg/cm'

7 --1.5ka/cm'

+3.0kg/cm’

2 [ 11 16
Pressure Build-up Time(sec)
Temperature(210TC)
Fig. 3-3 Bead Width for the Varying Pressure Build-Up Time

3-2. & 874 ne AFZx= s

3-2-1 7t &5 A Wstel e ARZ =

7td 258 170CE 3, 7td 8§ ANTE 62, 143, 223, 3022 W& & 49 AF A=+
HHIA 8§ Albe] FrhshEA dAH oz AW AxJt FHEE By, o8 15ke/ardl e F7t
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g Hojtrt o3y ZAse A2 Yehdth

W -9 7 —4 } %—} °ﬂ W A BEY 4% HIMAE 180ke/ort o} Folojol o} (Y
& 25 170TelHe dFE U -9 7]Ed vigse Aoz JeRo.

a9 3-4¢ 7HE €6 2% 210CoAA 7tE &8 Aol U AF ZEE yeEd Aol 48 1.0
kg/crel e AAHez &% F718 Bou, oY 15kg/ardl A E 719 &8 AlZF 142004 204ke/cnt
2 7ML, 7tE 88 Ao FUEEA HAHoz Fasdd ¢4¥ 30kg/ardlHE &6
AMZE6xAM AR Axe FUHE BY F F43%) #42¢e Atk &% 210T, &8 L5ke/er, 7HE &
F AT 142994 AF A Ee 204keg/or 2 I o}ngs}gil:},

TR M 86 &5 250TAA 71E &8 AE 3%, 6%, 4%, 222 WIAAS @9 AF A=
oltt. 7td &8 Aol FrEAN AF AEE CH*\V—'WE 73*@9&‘4 227t ¥ AddAMEe g
Azbol #e8 UF FE7F ST 7ME &4 A 3xeA AF ZFEE 203ke/orE A FH S

230

210 T

©
=1

~
=3

o
=3

w
o

=)

Tensile Strength(kg/em?}

—o—1.0kglem’
---1.5kg/em’
—&—3.0kg/cm’

©
o

~
o

o
o

6 14 22 30
Heating Time Height Pressure(sec)
Temperature(210C)
Fig. 3-4 Tensile Strength for the Varying Heating Time Hight Pressure

3-2.2. 7td §A A W] mE A A

7t 2% 170C AEA 71g §A AL 0%, 602, 100X, 13022 WAL e A% B
E 4D 7tg 4R Algte] FrSEN A% BEE AH R Frstdoy, 4 30ke/earol A E
g 3 Aol 60%, 100 EIAME 48 15kg/earE RS W ARG BA Yehdy €% 17
0ColNE KSHAH B 5o gre ngsqd

A X 210CoA 7HE fA Azl W@ A% AEE 4 10kg/erolNE Zrletg o, e
15keg/cnt, 3.0ke/ertll A= F7FE Roltprl 3243 Z4d9nh 48 15ke/ar, 71 w2 A2 100%, 7}
d 8¢ AT 14X, IR Az 1%, ¥Z A7 108 olAlA 73 ks

3% 3-5% 7Y £E 250CHA 7HY §2 Ao dE AF FES Uebd Roldh 48 1.0kg/or,
7t §A A7 60RNA AW BEE 04kg/orS THE IRFALH, 7HA 41 Are] AojAWA
Al BasgT E 250TAME 7Hd §x Azte] ZoA WA Q4 AEE Zas:E Aoz Uehg
=
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Fig. 3-5 Tensile Strength for the Varying Heating Time Low
Pressure

3-2.3. ¢4 A wEe O 9% A=

7td &% 170TCHA 3 AJZHE 2%, 63, 11%, 1622 49 & o A% ZA=E 4Pol Z758A
dAgdez F7ge ROy, dEE F4X otz ey

a9 3-6& 71E &% 210CAA &3 A digd 9F F=E Ueld Aot ¢4¥ 1.0kg/crol A&
47 F7HE B3R, &8 15ke/er, 4F AL 229 112 AtoloME 7S Roldyt o3l8 A
e Aoz veyt 949 30ke/crlNE g9 2AE YT €% 210C, ¥ 15ke/er, ¢
At HHzAANE QF ZE 20dkg/anZ 71 HASIAT. M8 % 250TCoA &3 A3k g 9%
v 257t & AHdAs F Aol HoAEAM AR AL FihdE Aoz Ugyd 2%
250CH2AA AzbE dASA sta, &F A wsleg o)LME Y FAZAL FA £ 49
o o] RE diEiAE AEAHA 77 LY ReE pogy

210

205
200 f
185 |
190 F
185

180 [

175 |

Tensile Suengm(kg/cmzl

7

L -o—1.0kg/cm
170 2
-1 .5kg/cm

165 1 ~a-3.0kg/cm

2 6 T 16
Pressure Build~up Time(sec)

Temperature(210°C)
Fig. 3-6 Tensile Strength for the Varying Pressure Build-Up Time

4. 4 &

o] 7tA @7 WstelM PEM#EY HE &3 54 4¥92 dA8de v 2 ARe 9&H #oh

L % 9=%e 2% 210C, &3 15kg/croll X &% w 865mm=z <¢Asteh £ 2% 2507,
4 10ke/enol A 7tE 8§ AT 3%, 7MY A AITE 10022 e W JME &F A 6%, 7tE
T2 A 60%, B AA 3%, & AT 1%, ¥7 AT 108 ojBeR A o H= FL 855m
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2 7h GA 4

2. W= ¥ole &k 250TAA 719 &§ A 3%, 7HE #A A 6022 €2 € @ 3.05m0, 3.15mm
2 7P dAstd

3. 9% Ax AY dA F¥ 2% 210C, &8 15ke/ord] 2ZoA §2T AlgH IF FEE 204
kg/cr2 HASAT. = 250TAA 7tE &8 A& 32281, 7E A ARE 6022 3t §3F
g m AF FEe £ 204keg/cr2 AFA BT

olgigt A 7kAE PEu# WE §HA §8 & 210CAA 250CE oA &g AAY

F 9dee 9F® Aotk
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