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procedure for tapping saddles”

Important : This guide is given as an "illustration only" of the equipment being used, and locally

enforced operating procedures should always be used.

Leave the fitting in it's protective polythene bag and
place it onto the pipe, in the position where it is to be
welded. Mark it's outline on the pipe using a felt tip pen.

Remove the fitting and place it in a safe place. Scrape
the surface of the pipe within the marked area to
completely remove the surface layer.

Prepare the clamp by rotating the handle anti-clockwise
to screw the loading Prepare the clamp by rotating the
handle anti-clockwise to screw the loading Prepare the
clamp by rotating the handle anti-clockwise to screw the
loading cell up to the arm/body of the tool. This will allow
the maximum amount of thread to load the fitting.

Remove the tapping saddle fromiit's bag, and remove all
of the packaging. Unscrew the threaded cap from the top
of the stack. Check that the cutter head is sitting flush with
the top of the stack.

Press the hexagonal locating pin on the underside of the
loading cell into the hexagonal hole in the top of the
saddle cutter. Push it fully home.

Lower the fitting down on to the prepared area of the
pipe.

Strap Clamp: Guide the straps under the pipe and
back up through the clamping slots in the body of the
tool. Pull the straps tight and lock up the clasps to grip the
straps. Turn the main handle clockwise and the fitting will
start to be pushed onto the pipe. The straps will tighten
fully and the load cell will start to compress.

Pillar Clamp: Move the arm of the tool down the pillar
until the fitting is touching the pipe. The vee shaped base
will rotate to allow the tool to twist on the pipe and take up
less width in the trench. Turn the main handle clockwise
and the fitting will start to be pushed onto the pipe. The
arm will tilt backwards and lock onto the pillar. The load
cell will now startto compress.

Continue to turn the handle clockwise until the locating
peg in the middle of the handle moves up and flush with
the surface of the handle. The saddle is now loaded at the
correct pressure (1500 Nm).

Carry out the electrofusion process as normal.

Toremove the tool, turn the handle anti-clockwise to release
the pressure. Either pull the arm upwards or release the strap
catches and pullthe straps through the tool.

When the clamp has been removed, the service pipe
can be welded to the saddle outlet.

for details about our other products and specifications please refer the corporate website

Disclamer : Kimplas reserves the right to modify product without prior notice, as part of its continual improvement programme. Whilst every affort is taken to
ensure the accuracy of information contained in the data Sheet, Kimplas accepts no liability for matters arising as a result of erroes or omissions.




