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INAL PLASTIK

. Boru, kullandege oginal hammadde, yiksek teknoloji ve toplam

HARKKIMIZDA & 2

INAL PLASTIK SAN. VE TiC. A.S.

1994 ylnda 2. OS8" de PPRC TIF 3 BORU ve EK PARCALAR
dreterek faalivete baglayan Inal Plastik, 2000 yilinda PE 100 igme
Suyw, Sulama Suyu ve Atik Su Borulan imalat ile geligsimini sOrddr-
AL

2004 yihnda PE 80 Dodalgaz Borulanmn dretimine gegen Inal
Boru, 1ISO 9001 :2008 KYS ve TSE standartlanna uygun Gretimle.
riyle Glkernizin her kogetnde givenle kullandan ve aramlan bir
marka almustur,

INAL BORU, PN4'den PN32ye; 16mmiden 630mm copa
kadar, yillik &.000 Ton kapasiteyls:

v PE 100 lgme ve Sulama Suyu ile Auksu Borulan,

v PE 80 Dodalgaz Borulan,

v PPRC TiP 3 Boru ve Ek Pargalan ile Yer Kalorifer Borulanyla
mdsterdenne hizmel veryar.

Once kalite ve migten memnuniyet ilkesi ile yola gkan inal

kalite anlaygayla Gretimberine devam etmektedir,

Qur company, started fo produce porc type 3 pipe and fittings in 1994
and developed itself continuously and succeeded fo improve its quality
continuousl,. We have bolived the customer satisfaction both af pre-sale
and after sale services and give the guality first priorily in all aspects. As Inal
Plashik wee have established all our corporate valses on the bases of buman
benefits, Depend on this aim, Inal Fastik started fo produce PE 100 pipe in
2000, PE 50 Natural Gas pipe in 2004

The quality of our products has been certified by Turkish Standaros nstitu-
fran and infermationally accreaited fest institute URSIURAS IS0 9007 2008

Owr Proouwcts ane a5 folows:

(The darneters frorm 16 rmm 1o 630 mm and the nominal pressure from 4
bar o 32 bar with 6.000 ton per year capacity)

v PE 100 Drinking Water Fipes and Irigation Pipes,
¥ PE BD Natural Gas Pipes,

v PPRC TYPE 3 Dormestic Hot and Cold Water Pipes, Under Floor Hagting
Systems & Radfator Connection Pipes and PPRC TYFE 3 Fittings




) INAL PLASTIK HDPE 100 ICMESUYU BORULARI & HOPE 100 STRAIGHT PIPES

ICMESUYU BORULARI

HIGH DENSITY POLYETHYLENE COIL & STRAIGHT PIPES

stilen HOPE iome suy
= D
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HDPE 100 ICMESUYL BORULARI

iNAL HDPE 100 BEORULARI

iNAL PE 100 lgme ve Kullanma Suyu Borulan, 125mmiik di capa kadar olanlar
kangal, daha biydk caplakiler ise diz boru olarak [istede ghre 6m, 12m, 13m ve
13.5m uzuniugunda) Gretilmektedir.

Dig Caplan 16mmiden 630mm've, Calisma Basinclan da 4 - 32 Bar arasinda
dedigen INAL PE 100 Borulan Glkenmizde ve komsu dikclerde givenle kullanimakta-
dir. Borulanmn baz Szellik ve Gstinlikien dzetle sdyledir

¥ INAL PE 100 Bory, dayarurmy ve sirdirmazhiy bonu kadar gicli olan aln kaynadr
ie kaynak yvaprabili, B, Grvge bir birfegtiren PYC we Ductie Devmir Dorlards

Srilen santyn ortadan kaldine Boylece hig su sdirmagyan INAL PE 100 Boru,
10dan %20ve kadar szdrma paying sahip PVC ve Ductile Demir Borulardan
toplarm ifletrme Gl agmndan daha ucurdur

* INAL PE 100 Boru; esneklifi, hafifligi ve sizdirmaz birkestirme teknidivle, sert,
adwr ve esmek ofmayan PYC ve Ductile Demir Borulardan sebeke oGsemes agmndan
oo cok veuza mal olur, Ayrca ddgemeden sonra bakim maliyedi yokiur ve Sngind-
teny 50-100 yl arasndaki igletrme St e malivel acsndan ok avantajin,

* IMAL PE 100 Boru; koku yapmaz, torfu birakmaz, kir tutmaz, Sagik Bakanhgr
Gidfa Madideleri TGzog0ne uygunaiur

INAL HDPE 100 PIPES

High Density Polyethylene (PE 100) is a thermoplastic material produced from
the polymerization of ethyfene. INAL PE 100 plastic pipes are manufacturod by
extrusion in sires ranging from Temm to 630mm. INAL PE 100 pipes are availalile
in rolfed coils of various lengths or in straight fengths up to 13,5 m. Generally small
diameters are coiled and large diamelers (=120mm OD) are i strawght
lengths. INAL FIPES are available in many vaneties of wall thicknesses, based on
novminal prossune.

(From FN 4 toPN 32 Bar)

Some distinctive advantages of Our HOPE pipe that provide important benefits
for water applications are lsted below:

INAL HDPE pipe can be heat fused tc?e{her to form a foint that is ag sfrong o
stronger than the pipe itself and it leak freo.

This eliminates the potential leak points every 3-6 m as found with PVC and
Ductike fron bell and soigol conmneciions.

The Life Cycle Cost of INAL HDPE pipe differs from ather pipe materials because
the “alfowable water leakage® is zero rather than typical leakage rates of 10 to 20%
for PVC and Ductie lron,

INAL HDPE pipe. fused foints are self restraining and costly thrust restraints or
thrust blocks are not required,

INAL HOPE pipe's fused joints simply do not leak, eliminating infiltration and
extiltration problems expenenced with alternate pipe foints.

The fexibiftity of INAL HDPE pressure pipe makes it well suited for dynamic soils
including areas prone 1o earthgquake,

The combination of flexibifity and feak free joints aliow for umigue and cost
effective types of installation methods that the-rigid PYC and Ductile lron pipes
can't use with bell and spigot connections,

Qur PE 100 is about one-gighth the density of steel, it does not require the use
af heay Ifting equipment for installation,

INAL PE 100 pipe installations are cost effective and have long ferm cost advan-
tages due to its physical properties, leak free joints and reduced maintenance
cosls.

The polvethylene pipe industry estimates a
senace We for HDPE pipe to consenvatively, be
EO-100 years. This relates o savings in'replace-
ment costs for generations 1o come.
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HDPE 100 ICMESUYL BORULARI §

POLIETILEN BORUNUN AVANTAJLARI

* Uzun dmadadir, paslanmag, ¢drimez ve korozyona
dayaniklhr.,

* Hafif ve esnektin, kolay tasimr, bOkdlebilir, montaji
kalaydir,

* Darbelere dayarmi yiksektir.

* Tamir, bakm gerektirmez.

* Koku yapmaz, tortu birakmaz, kir tutmaz, Sadlk
Bakanhi qida maddeled teddane uygundur.

* Yiksek basinglara dayanaklidir. Metal malzemeden
daha ekonormikiir.

* Kangal halinde Gretilebildikleri igin uzun mesafede
daha az sayda birlesme vapihr.

* Kaynak yamlarak birlestirmek mdmbkin oldugundan
sebekede s kaybin ortadan kaldinr. _
Firmarmizda gesith cap ve basunglarda dretilen POLIE-
TILEN BORULAR; lgme Suyu , Sulama Suyw |,
Dofal-Gaz, Sanayi At Havur Sistemlen, Kanalizas-
yon ve bor gok sra nakil sstemlerinde kuflanlmaktadir,
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125 3.1 3.9 a6 6.0 T4 | 92 1.4 14.0 17.1 | 20.8
140 y 4.3 5.1 &.T 8.3 10,3 12.7 15.7 19.2 23.3
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120 4.4 5.5 (X5 B.G 10.7 13.3 16.4 20.1 246 25.9
200 4.9 | 6.2 7.3 9.6 11.9 14.7 18.2 22.4 274 33.2
225 <=1 6.9 B 10.8 12.4 165 20.5 25.2 308 37.4
250 6.2 7.7 a1 11.9 148 | 184 22.7 27.9 34,2 41,5
280 5.9 8.6 10.1 13.4 16.6 206 25.4 313 383 45.5
315 1.7 9.7 11.4 15.0 18.7 23.2 28,6 35.2 43.1 52.3
| 355 87 10, 12 169 | 21. 26.1 322 | 39.7 | 485 | 590
400 9.8 12.3 14.5 19.1 23.7 29.4 36.3 | 44.7 54,7 -
450 1.0 13.8 16.3 215 | 267 331 409 | 50,3 61.5 -
S00 12.3 15.3 18.1 239 |ErorTE 36.8 45.4 55.8 = -
560 12.7 7.2 | 203 26.7 33.2 41.2 50.8 - = -
630 15.4 193 | 228 | 300 | 374 | 463 | 872 - - -

ADVANATAGES OF POLYETHYLENE (PE) PIPES

* Long fife , don't go scap  high resistance to corrosion.

* Light and alastic, sasy transportable, fexible, easy mountiq
* Superor sesiing strong against blowr and strike.

* No need any repair andior maintenance.

* Ddourless, free from sediment and dirty, appropriate to the
regulations of health rmiinistey for fopd materals,

* Strong against to the high pressures.

* Move economic with reqard to rmelal matenal,

* Less numbers for combination at the lfong distance by
means of cofproduchion. %

* No water loss because of welding techni- g1 |
(e,

POLYETHYLENE (PE) PIPES, which
are produced at our firm fn variwos and g&=
different  dimensions  and  prossure gResss
strenght are used by the following areas:
* Drinking Water,

* Irrigaticon,

* Natural Gas,

* Industrial Waste,

* Pool Systems,

* Sewer Systems,

* Other Liguid Transport
Swstens
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INAL PLAE.TlK PE BORULARIN BIRLESTIRME METODLARI £

= Alin Kaynak Metodu
- Butt Fusion Method

- Elektrofizyon Kaynak Metodu
- Electrofusion Welding Method

- Flangh Baglanti
= Flanged Coupling

= Alin Kaynak Metodu
= Butt Fusion Method

- Elektrofizyon Kaynak Ornefi
« Elecirofusion Welding Sample

_ - Kaplin Baflant Ornefi
' , - Coupler Jointing Sample
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ELEKTROFUZYON TEKNIGI

le yizoyinde rezistons bulunon fittingber aracili-
g ile PE borulann birbirice kaynak edilmes
yontemidir,

Avantajlan

1= I capta daralma olmaz
2- Minimum operatdr becerisi gerektirir

3~ Kayrak bolgesinde basing dayarmi I
azalmaz,

= (=10 °C } ile {+ 45 "0 araminda uygula-
nabilir,

1- Birbirine birlestirilecek boru uglan,
kendi eksenlenine dik ag yapacak
selilde kesilir,

2« Termizlennug ve kirden (toprak, vad,
toz, nem) anndinlmig PE Baru uglan
clektroflzyon fitting igerising yerlestin

lie. :

32- Ele kaynak makinesinin
elekt m fitting Gzerindoki pimle-
re takilie

4= Elektrafizvon fittinge elektrofizyon
makTesin dreten firmanin
M0 gerekli voltaj uygulanir,
pezistansteller etrafindaki PE
ialzemey ve bonu ylizeyini enterek
FE boninua fittinge kaymak olmaum
~saglar.

f N ELEKTROFUSION TECHNIQUE
3 vekding e :-_:_;'- process that surfaces

Fipes are heated by
BOCT MESiSiancs,

| Advantages

R 1~ No change ofthe nner diameter of
I'hle'\. Tl el 4 |'."'-
2= Nainers gh operator ability
‘ 3= No reduction in strength of pipes at
Sfoined parts.
4- Appilalie temperatyre between
{-10°C) and {+45°C)

/,—‘- Elektrofizyon
Kaynak Fakingsi Treatment Steps

- PE Pipes pounls are cul andicular
V Elektrofizyon to aﬂ;ﬁ:&.} bl
+ _ | Mangon 2. FE Pipes which have been cleaned
r-l _+ from unnecessary dirty (as soil, of
CEECOOOonn enpiesoniasl gust, monsture eic) are placed

3= Points of the Electrofusion welding

machine are put cn the FEting
PE Boru 4« A determined voltage s applied to the
— Electrofusion fitting by means of the
Electrofusion welding machine

p= Rezistans Teler 5- PE material that insige of the fitting

and surfaces of the PE pipe’s are

melted through heated resistance

than fn this way pipe's ane welded

o fitfing.

[ I into Efectrofusion fitting.
—J
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INAL PLASTIK ALIN KAYMNAK TEKNIGH & |
[ TEE'_T'_.'- -I d s
W ALIN KAYMAGI METODU

Bu kaynak teknidi, iki ucu gbmyeslenmis borulan, ek pargalan veya Donu ve
ek parcay mcak bir plaka arachdy ile wabp isténen edmeyi sadlayarak
Elalﬂy. aradan gekip eritilen uglan belirli bir basing altnda e bir gaiilde

iflestirip, sofumaya birakilarak yapidan birlegtirme iglemidir. Kurallanna
wygun yapilan abn kaynafinda birlegtirme yennin borunun kendisi kadar
safjlam oldudu deneylede ispatlanmigtr.

ALIN KAYNAGI BASAMAKLARI

1. Boru f ek parcanin igini ve digir kuru, temiz, lifsiz bir bez veya kagn
havlu i'e temizleyin, Kaynak yaplacak bomu / ok pargalan makinenin
klapelerine yerestinerek kapatin, Uglan tam olarak alin alina getirin,

2. Traglama aparatinn uglann arasna yeregirerak BOMZS0Z ve paraled
yuzey elde edinceye kadar tragaymn. Tra dama aparabin aradan ikara-
rak qiplak elle dokunmaksizin atidan temizleyin.

3. Boru J ok parca uglarimin tamamen alin alina temas ettedini, kayma
olmadim kontrol edin,

4, lsma plakasirn boru [ ek parca uglanmin arasina yerlestinin ve uglan
belidenmis basing albnda plakaya temas etbirerck bolirlenmis sne
sonurnda istenilen dudak olugumunu gdzledikten sonra uglan uzaklagti-
np sen bir sekilde st plakay aradan gekin.

5. Hizhca, dudadon iki ugta da stenilen sekil ve dizginlikie olusumuny
ghzleyerek hemen ve seri bir sekidde belirlenen kaynak basincryla uglan
alin alina yapistinn.

6. Kaynak basinam seduma stresi sonuna kadar uygulayin. Elle dokunu-
lacak seviveye gelmesi yeterlidin, Sofumay su, slak ber giki dig etken-
lerle hazlandirmaya ¢aligmann,

§ EUTT FUSION TECHNIQUE

Thiz lechnigue consists of heating the squared ends of hwo pipes, & pipe
and fitting, or hwo fittings by holding them agaist a heated plate,
removing the plate when the proper melt is obfaned, Fr-:-mph:.-' Bringing
the ends together and allowing the joint to cool while maintaining the
appropriate applied force. A correctly made fusion produces a joint that
is as strong as the pipe itself and has & record of proven perfarmance.

BUTT FUSION STEPS

1. Clean the ingide and owtside of the component, pipe or fitting ends
by wiping with a clean, dry, int-froe cloth or paper fowel. Remaove all
foreign matter, Aligr the components of the machine, place them in

| the clamps, and then close the clamps. Brng the ends together and

| check high-low alignment

I £ Place the facing tool hehween the companent ends, and face them fa
establish smooth, clean, paraliel mating surfaces. Remove the facing

tool, and chear all shavings and pipe chips from the companent ends.
Do not touch the companent ends with your hands affer facing.

3 Bring the component ends together, check alignment and check for
slippage against fusion pressure. Look for complete confact all around
both ends with no detectable gaps, and outside diamelers in high-low
aligrimant

4, Place the heating fool bedween the component ends, and move the
ends againgt the heating fool. Bang the component ends fogether
under the pressure to ensure full contact, When the proper melt bead
size 15 formed, quickly separate the ends, and remove the heating
e

5. Quickly inspect the melted ends, which should be flat, smooth and
completely melted. If the melt surfaces are acceptable, immediately
and in a continuous motian, Bring the ends together and apoly the
correct fugion pressure. The correct fusion pressure will forrm o double
bead that i rolied over fo the surface on both ends.

&, Hold fusion pressure against the ends undil the jount i coal. The ot
is coof enough for gentle handling when the double bead s cool to
the touch. Do nat try to decrease the cooling time by appling water,
et cfoths or the ke,




¥DINAL PLASTIK KALITE TESTLERI VE AMACLARI &

iNAL PLASTIK PE VE PPRC BORULARIN
KALITE TESTLERI VE AMACLARI

Inal PE va PPRC Borulan uluslararas normlarda ve
TAE Standartlannda Oretilmeltedir. Firmarmzda 150
90012008 Kalite Yonetim Sistemi uygulanmaktadir.
Uretimin her asamasinda ilgli kontral wve testler
vapimakta ve bunlar kayt albing alinmaktadir. Bu
vestler ve amaclan asadida belirtilmektedis,

1-PE we PPRC Bomlann dretiminde kullamilan
hammaddelere girdi kontrold yapdarak yodunluk
tespati vapdmaktadir,

Ayrea melt flow index testi wygulanarak
maddenin, enme akog ha tespil edilerek isteni-
len dzellicte olup olmadid kontrol edimekte-
dir.
Uretilen borular hidrostatik ic basing testine
tabi tutulmakladic, Bu test srasin da uygula-
nan basing idetme basincinin yaklask iki kati
olan bir dederde yopilmaktadir, Test neticesin
de borulann asgan S0 wllik servis Smrd kontrol
edilmelktedir,

2= Borulanin s stabilite kontrold vapilabilmekte-
dir, Belli uzunlukla ki malzemeler etinvde
secaklik testing tabi tululmaktadir. Bu testte
borulann genlesme oram tespit ve kontrol
edilmektedir,

4- Cekme deney borulann tasabilecedi wik,
maksimum gerilme, dqfﬂ:mas.':,n;:-n, % uzama,
kopma anindaki genlme gibi Szelliklenn tespit
amacryla yapilmaktadir. Cekme chazinda
kaynakh parcalann da test edilmesi surelpde
kaynak mukavermnet kontroll de yvapdmaktadir,
Inal PE bomulann kopma aninda uzama deder
o000n dzenine gkmaktadir,

Pl

THE QUALITY TESTS AND THEIR AIMS

inal PE and PERC pipes are produced according o
the intermaltional and T5E standards. In our finm,
130 90012008 quallty management system is
applied. Required inspections and test are made
and registered at every stage of production, The
fests and their aims ang as folioy,

i- The density inspection of the raw material
wirich are uged in production of PE pipes, are
made al the begunning. Inv addition 1o by using
melt Howr mddex test, the mell flowrale are
mmeasured, 20 that, the matenal properties can
be checked,

2« Internal hydrostatic pressure test 5 made for
produced pipes, At this test, tvice of nominal
pressure 15 apphed o the pipes, 50 thal, the
fife of the pipes, which is minimum 50 years
are controlled. Also, welding strength s
checked by means of pressure fest after the
welkhing of pipes.

3= Heat stabulvty of pipes are inspected by the hoat
fest, so that the expansion rafio of he pipes
witich have certain length-are calculzted and
checked,

4= Tensile test © which are made to abtain carning
foad of pipes, maximurn fension, deformation,
S0 extension, fension at break elc. propeviies

in-ackdition to, nspection of welding pipes are

made by the fension egquipment. The value of
elongaiian at break of Inal PE pipes are mare

than %600




¢ INAL PLASTIK KALITE BELGELERIMIZ & QUALITY CERTIFICATES




-

o —

WW

wirwinalplastikcom | »

SErlac. com.ir
o000 342 205 07 10

Bl Tl =0 RA0CH 00

infodinalplastik.com

KOSGEB

B i et e BT




	001
	002
	003
	004
	005
	006
	007
	008
	009
	010
	011
	012
	013

