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MISSION STATEMENT

Provide “exceptional service” and “quality products” to its customers at a fair price across Southeast Asia.

VISION STATEMENT

Fusion Equipment (ASIA) will be the leading provider of pipe fusion equipment across Southeast Asia, delivering the
best quality, most effective, and technologically advanced service to our industrial partners. Our core values of
Quality, Delivery, People, and Value are at the heart of everything we do. We ensure Fusion Equipment (ASIA) is, and
will continue to be, an employer and supplier of choice.




Products and Services

> Electrofusion Machines
> Butt Fusion Machines
» PP-R Welding Machines

» Electrofusion Tooling

» Butt Fusion Tooling

» Squeeze-off Tooling
» General Tooling

» Repair and Calibration
» Rental Units

» Training and Certification



Electro Fusion Machines

Exclusive Distributor for Caldertech and Hamlem across Southeast Asia and Japan

HAMLEM

MECHANICS

» Designed and manufactured in Turkey

> Fuerte — Case
> Fuerte — Eco+

* 5 Sijzes available

* 20-180mm, 500mm, 800mm, 1200mm, 1600mm Connectors
» Fuerte —Pro

* 5 Sijzes available

* 20-180mm, 500mm, 800mm, 1200mm, 1600mm Connectors




Electro Fusion Machines

\/\/ good people to connect with

» 7 Models Designed and manufactured in the United Kingdom
Calder Aquafuse AF315 110v
CalderAquafuse AF315 240v

Calder Connexion Blue

Calder Griffon

Calder Pegasus

Calder Proxima

Calder Nomad Il — Battery Operated
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Electro Fusion Tooling

» Rotary Scraping Tools
» Pipe Clamps

» Positioning Kits

» Towing Heads




» Hydraulic and Hand-Operated Machines
» Range from 63mm up to 1600mm
» 220v and 380v machines




Butt Fusion Tooling

» External Debeader range from 63mm up to 900mm

» Internal Debeading Tools Range from 110 up to 630mm




PP-R Welding Machine and Cutters

PVC and Metal Pipe Cutters

40 - 250m Pipe
Cutter

» PP-R Pipe Hand Cutter
» Various styles and types available up to 63mm

» PP-R Welders
» 220v Various models available ranging
Including Digital




General Tooling

Electric Pipe Cutters

40 - 250mm Pipe
Cutter

Voltage: 220V
Water Supply Pipes
Galvanized Pipes
Plastic Lined Pipes
Fire Pipes

Sewage Pipes

160 - 400mm Pipe
Cutter

Voltage: 220V
Plastic Pipes

Iron Pipe

Zinc Coated Pipes
Aluminium Pipes



General Tooling




Rental Program

As the exclusive Distributor for Caldertech and Hamlem across Southeast Asia and Japan, we offer a range of benefits
that set us apart from other equipment rental providers.

» Cost Savings: Renting equipment from us can help you avoid the high upfront costs of purchasing, allowing you to allocate your budget more effectively.

» Selection: We will help you find the right fusion equipment from our fleet of pipe fusion machines and accessories, depending on the pipe material, size, and intended
application.

» Increased Flexibility: Our rental options provide the flexibility to choose the equipment you need, when you need it, without the long-term commitment of ownership.
» Delivery: Directly to your jobsite to save you time and resources. we will schedule the rental based on the estimated time requirements for project completion.

» Reduced Maintenance: Our team of maintenance engineers will take care of equipment maintenance, reducing your workload and minimizing downtime, and ensuring
you receive the machine in optimal working condition.

> Expert Support: Our experienced team is always available to provide technical support, training to ensure your project and equipment is running smoothly.

Fusion Equipment (Asia) will ensure that you have the right equipment that
You need to get the job done safely, securely, and on time.
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Training

Fusion Equipment (Asia), we understand how important quality fusion equipment training is in the market
segments we serve, ensuring our clients are professionally trained by an authorized manufacturer’s fusion
equipment partner thus making sure they are following the manufacturer’s procedures, which is not only a
requirement, but will ensure the safety of the operators, and quality and successful joint assembly and fusion.
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Quality
Proper training significantly reduces the likelihood of improper fusion joints. Ensure the highest quality outcomes
with our specialized training courses.

Efficiency

Our courses teach operators how to use accessories and techniques that enhance efficiency, helping them work
safely, work smarter, and faster.

Experience

Experience comes through hands-on practice. That’s why our training emphasizes real-world application,
ensuring every participant gains the skills needed for reliable, successful fusion joints.
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Training

Training is carried out to comply with DVS Technical code DVS 2207-1

August 2007

OVS - DEUTSCHER VERBAND
FOR SCHIVEISSEN UND.

Welding of thermoplastics
Heated tool welding of pipes, pipeline
B p ts and sheets made of PE-HD DVS 2207-1

DVvVS

Technical Code

Scope
General requrements
Measures befors wakding
Requrements for welding
Cleaning

1 Cleaning agents

2 Cleaning of heassd tocts

3 Cleaning of pinng areas
Heated tool butt weldin

1 Heated kol bult weldng of ppes, pipeling companents

fittogs and sheets

1 Descrpton of the process

2 Preparaticn of wekding

3 Welding procedure

Heated ool walkding af tapping tecs

Cescrption of the process

Preparaticn af wekding

Welding pracedure

Electra-sacket wekin

Descnption of the process

Wielding device

Preparation af wekding

Welding pracedure

Heated tool sccketwelting

Descnption of the process

Wielding devices

Preparation af wekding

Welding pracedure

Tezting of welded joints

Standards and drectives

Explanations

Appendic

Processing instnsctions. (short versions)

Tastng of wekded jores.

Wialding protecals

SoRILTRERITES
ERE

1 Scope

This technical code appiies 10 the heated tool butt weising of
sheets according to DIN EN IS0 14832 and for the heated ool
b, the heated tonl socket. and e sledm-socket weking of
pipes, Stiings and tapping tees made from PEHD'! according o
D 8074 and BOTS. DIN 16 263, DIN 35434 and DM 36dd-1,
being used for the concuction of gas, fluids and salids

Wil regard o th dtaving ntructns, sutaly kv he mek
flow rates MFR™' 1808 of 0.3 up ta 1,7 910 min or 0.2 u

@10 min respective may be assumed. For the heated In:\\ hlllk
welding af iapping foes re¥icics accarding to section 4.2 have
1o be atlended

[ewiating MFR values require an addfional proof by tensile creep
fests accarding o DV Z203.4 or supplement 1

i the spacitisation of thammeplist

cxmant stndans
2 ok i cabon MF| = Mah Flesw lsctun

gnug and includus thi iypes PE 63, FE &0 asd FE 100. T

Translation of the German version seplamber 2005

2 Gonoral equiremants

The qualiy of wekded joris depends on the quaification of the
welder, the sutaniiy of the ullized equEmeENt ang cevices as
well as an compliance with the welding standards. The weided
jont can be tested by means of non-destuctve andicr
destructive methods.

The welding work must be mongared Type and range of
supersising has to be agreed between the contract partners. s
recomemended 1o record the wekding data in wekding protocols
{sampie 3ee appanc) or cn data cariers

Wi the framewark: of the quaity assurance it s reccmmenced
%o produce and tost samples of jains befcre and during wekding.

Every welder has tc be trained and has & be in possessicn of a
yal aificaon ceraficate The nisndad soghcaton ange may
be decisive for the kind of qualfication. For the
welding of shoets as well as i the industial mun; system
skl ey [ Gl DV5 22121 is valid The
WG spesification G 330 applies analogously s quafication
e o skt Bl and Faste e Socket weking at the
comssuctian f gas and watar supply systems. The welding of
plassics for indoor applications is described in the technical codes
18051 and -2

The equipment and devices which are wsed for welding must
comply WER the requirements in DVS Z208-1.

3 Msasures before wolding
34 Requirements for wekding

The welding zuns must be profsctsd aganst bad weather
influsnces (o4, wind, moistare. H it & snsursd by sutable
measures (a.g. prennating, tent, heatng) that the condecns are

le for welding. work may be caried cf at any oulsikde
femperature insofar as e welder is et hindered in his handling
{see sxplanation). I necessary, an addional proct must be
provided by sarying cub sampls welds undsr the menscned
condiicns {section 7).

W the semifinshed procuct is heated up unevenly under
nfuence af SUnNsNie, 3 EEPETANANe COMPENSALON in 1he area of
the weking joint can be reached by covering. A cookng down
during the weiding peacess by uenblation has fo ke svoised
During welding the pipe ends have 1o be clased acdiionaly.
PEHO.pipes from coils are aval and bent immediately after
ing. The pipe end must be preparcd befors weiding, e.9. by
i healing Lp wilh a hal-ar egupment andior use of a
sutabie clamping fes. rerounding devie.

The cining zones of the compenents 1o be wekded must be
undamaged and have fa be free of conmnatons (e o,
areasa, shavings).

carmsrabon s
o i 1o  ptnlar i e hstes
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12 Cieaning

Forfm oo ki of parieck wabled k.| s ey rprvtand sl
e joining areas. a w he toals and tnols are clean
and fres of grease.

321 Gleaning agents

T iml i gt el el i o e
piastic box have & consst of a 100 % Vaporzang sowent o
parts ethanal wih a purity grade of 228 % and 1 pant ew
matylethylketone. denaturation). Agenis lested according o
DVGW B33 comply with this requirernent. The use of sthyl
alcohol could resul in @ reduction of qualiy because of the
cortaned water.

The paper for cleaning has to be clean, unased, absorbent, nan-
fuzzy and non-coicored. Exhaus! he air afierwards.
322 Cleaning of heated tacls

The heated tok Rave to e cleaned with paper before every
wekling process. No resklues of cleaning agents or paper may
remain on the heated ssol

3.23 Cleaning of joining areas

Bafars machining the jeining arsas it has 1o be ensured that the
wilized icots and components ase clean and free of grease even
outsice the wekdng zones,  necessary use @ cleaning agent
The treatment of the joring areas has ko be done drecty befare
8 welding process stars

Aty shavings have 1o be removed without contacting the joining
areas,

i case of contamination of the surface after machinisg, e.g. by
‘Coneacs with hands, e janing areas have to be teaied wih 3
clearing agent if a kther machining is mpossibie.

4 Haated tool butt welding

41 Heated tool

412 Preparabion of welding

Price o the start of the welding process. the wekng femperature
of the heated tool & to be checked. This is gans 5.5, by means of
8 fast-ndicating measuring device wih & contact surface of 10
mm for measuring the suriace lemperature. The coniol
measrement must be done wihin the area on the heated tocl
which comespands 1o the semifnished preduct. For adusting a
thermal balance, the heated tool may be msertec at the earkest
10 minstes afier reaching the st emperature.

Ta ensurs an optimum weldng connection the heated tool has 1o
be cleansd according to section 3.2.2 befors cvery welding
uperation. The anli-achesue cosing ar covering of the heated
1ol must be frea of samages in the warking zone.

The joining forces and joining pressures Rave (o be specified for
the machines o be used Thess can b based on &g manu
facturer indormasicn. cakulated or measured vakes. Additicnally,
at the wakding of pipes, the work piece moving force ras. moving
pressure is taken from the indicator of the weking machine
during the slow dispiacement of the part 1o be wekled and have
1o be acded 1o the prior determingd joining force res. joining
pressure. Electronically contraled equipment ix prefemed, if pos
sile iR recording

The nemnal wall thickness of the parts 1o be welded must match
in the juining area

Pipes and feiings have to be aligned in avial direction in the
walding machine befare the damping. The sasy asal mevemant
of the part ta be welded-on can be ensured £.g. by means of
dollies o swinging suspension

The jining areas have 1a be planed wilh a clean and grease-frae
tocl mrectly before the weking 5o that they are copianar in
clamped congition. Permissile gap width under akgrenent
pressure see talke 1.

a af pipes, pipeling

fittings and shasts

411 Description of the process
\With e heated tocl butt welding process, the joining zones of
the components & be welded are algned under pressure on the
healed ool {algrment), heated up 10 the wekling emperaturs
wih reduced pressure (heating up) and joined under pressure
djaing) after remeval of e healed ool (changeaver]. Figure 1
shows the principle of this peocedure

preparing M

pipe  hester plate  pipe

heating up

weebded CDINZDEI‘J;

Figuea 1. Prisciplu of ha healed toal bt walding ol @ piza

ke 1. !
Pipa outsids diamatar d|  Gapwidth | Shoat width
mm m mm
388 o8
400 <830 10 <1600
£30... =800 12 = 1500 % 2000
&00 ... 1000 15 = 2000 % 2300
= 1000 20 > 2300 < 3000

B, the gap width an the missignment have 1o e comrolled
The misalignmerd of the jcining areas on the pipe oulside or
sheet respecsvely may not exceed the permissible size of 0.1 x
wal thicknass. 4 reduction of the quality arses in cazs of lagar
misaignmeant which limes. the strangth of the jort. in this case
the evaluaticn accarding to DV 220241 under consideration of
requiraments 10 the jcint can be dore.

i e g s i b ik ded wox Earhed

5 3 reveatment would be necessary then. An
Shdanal cleaning Is not necossary and means no quakty
Improvement. Shaings fallen inks the pipe have to be removed

413 Webding procedure

With heated tocl bull welding he jeining arsas are heated-up 1o
the weiding temp=rature by means of the healed faol ared joined
unger pressure after remavng the heatsd tool. The heated tocl
temperature & 200 o 220 peincipie e upper femparature
It is 1o be aspired for smater wall thickness, the lower
temperature mit for bigger anes (see fgure 2). The
temperature has 1o be chosen for PE 100 as well, The different
steps of the welding process are ilstrated in fgure 3
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heater plate bemperature

5 30 35 40 mm 5

wall thickmess
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Bdgrrrenl pressie  aneg gressus
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Total acicing e
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ANgnment

Tha jcining areas of the welding components. are pressed to the
heated taol until all areas ars coplanar on the heated tool This
fact is visbie cn e farmation of beads. The akgrment is fnished

Tabbe 2. Racamenndod vabses for tha bested tesl bul

when the bead heights have reached the mentoned vakies in

table 2. column 2 on the toial pipe croumference o the tatal

sheet surlace respectively. The bead sizes are an index for a

complete contact of the joinmng areas on the heated ool

Heating -up

For heating.up, the joining areas must contact the healed toal

with ow pressare. The pressune is rechiced 1o nearly zera (= 0.01

Nimemi). Ouring hBating-ug, the heat penetrates the jaining areas

and the weking lemperature & reached. Heatng-up tmes are

gréen n table 2, column 3.

Changeover

Aier heating.up, the joining areas are to be detached fom e

heated tool. The heated tool should be withdrawn without

damage or cantamination of the heated joning zenes. The joinmng

arems should b joined ingether quickly uni hay simcat have

contact. The changeover Tme should be as shoft as possink

[see tadke 2, colimn 4), as  thararen the plasbcized areas wil

cool cown. The weking jont quality would be nduenced

negatively.

Joining

Tha arsat ta ba wekded should mest with 3 spead of nearly zara.

The cemanded joinng pressure is bull possibly inear. The

requred times are shown in table 2, column & The joining

pressure is 0,15 + 0,00 Mimme.

Raissd mechanical laads during cr disctly ater 8 declamping

are allowed anly aker fnashed cocling. The joring presswrs has

%o be kept complelely durng the cookng time i ambient

temperature (see fable 2, column 5

The reduction o he coaing tema ua n 80 4 that means jineng

pressure release and remeval of the wekdsd part

welding equipment, is aliowed urder the folkwing Tepiania:
the weiding is done unser warkshop conditions

the remawal from the welding equipment and the temparary
storage are causing onty sight kads 1o the cint
it concerns components with a wal tickness of = 15 mm.
A further treatment with full mecharic load of the jeint is allowed
anly afier complete coling down according b able 2, colume 5.

v of i s whaits said of PE-HD al as sutabde barmpesst
sppecic. 30 °€ and madureta ale Raw Dntaim values have o b ierpelatad).
1 z 2 + s
taminal wall Alignmant Heating-up Changeaver Jaining
thickness 5
soe figurs 2 Joining prossurs. Coaling tims
Meaximum b bulc-up th undar Jolaing presurs
Boad heiphtan | Heatingup time | 1M=mum tmel R ‘mlm’:““":‘;ﬁnl
haatad tact =18 x vall DS M = Bt
an thesnd of the thicknasz - -
ament tima | = = 0,01 Nimm2)
fallgnmen g =
0,15 Nimm?)
mm mm = s s min
pindd [0 up ta 28 [ [ &
457 10 a5 m 5.6 [ 610
T B 0120 5.8 6.8 1018
N z0 120180 ) w1 6 _2¢
S zh 150260 0.1z .1 R
P 30 260370 1216 ] 3240
3.t 35 ar0_tao 16 20 1528 at .60
% 40 50000 3028 T €0 .. 80




Training

Electro Welding Training

» ldentify Compatibility of Electrofusion Control Systems
» Maintaining and Adjusting Electrofusion Control Equipment
» Performing Electrofusion Welding Operations

» Visual Inspection of Completed Electrofusion Joints

Duration: 1 Day
Students: Max 4
Cost: To be advised

Location: Hua Hin




Training

Butt Welding Training

» ldentify Material Compatibility
» Calculate Pipe Welding Parameters

» Maintaining and Adjusting Butt Welding Equipment

» Performing Butt Welding Operations

» Visual Inspection of Completed Joints

Duration: 1 Day
Students: Max 4
Cost: To be advised

Location: Hua Hin



Training

Butt Welding & Electro Welding Training

» ldentify Material Compatibility
» Calculate Pipe Welding Parameters
» Maintaining and Adjusting Butt Welding Equipment
» ldentify Compatibility of Electrofusion Control Systems
» Maintaining and Adjusting Electrofusion Control Equipment
» Performing Butt and Electrofusion Welding Operations i
Duration: 2 Days
» Visual Inspection of Completed Electrofusion Joints Students: Max 4

Cost: To be advised

Location: Hua Hin

—



Any Questions




Phone:
Thai: +66 (0)94 829 2810

English: +66 (0)99 401 0007

Email: info@fusionequipment-asia.com

Website: https://fusionequipment-asia.com/

Address:

Anchan Gardens 729/15
Hua Hin

Prachuap Khiri Khan
77110

Thailand


mailto:info@fusionequipment-asia.com
https://fusionequipment-asia.com/

