Installation Guide WrapidTape HCA

Primerless crosslinked corrosion protection tape
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Product Description

Equipment List

Flame Intensity & Torch Size

Surface Preparation
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Use moderate ‘ m}mhgh
flame intensity for flame imensity for

Pipe O.0. Pipe Q0.
£ 450mm > &450mm
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pre-heating ane-heating
aﬁosnr:nk:'\g. and shrinking.
Canusa WrapidTape is supplied in 15 m  Propane tank, hose, torch & regulator; e _ Ensure that the PE coating edges are
length bulk rolls, in several widths tosuit  Appropriate tools for surface abrasion; rg"&% ;"T'lﬂf o ;".'{&%"o mze' beveled to 30°. Clean exposed steel
the project diameter. Knife, roller, rags & approved solvent and adjacent pipe coating with a solvent
cleanser; Digital thermometer with suit- cleanser to remove the presence of oil,
able probe; Standard safety equipment; grease, and other contaminants.
gloves, goggles, hard hat, etc.
Pre-Heat Tape Installation

I HC-85 90°C [194°F)

HCC 60°C [140°F)
HCA BO°C [140°F)
HCO 65°C [149°F)

Ensure that the pipe is dry before clean-
ing. Prepare the steel joint area to a mini-
mum of St3/SP3 (Sa 2% recommended).
Lightly abrade the pipe coating adj acent
1o the weld area to a distance of

(2] beyond each end of the area to be
taped.

Wipe clean or air blast the steel and pipe
coating to remove foreign contaminants.

Pre-Heat the joint area to the minimum
required temperature. Using a tempera-
ture measuring device, ensure that the
correct temperature is reached on the
steel and at least 50mm (27) on each
side of the tape.

Starting at least 50mm (2°) onto the pipe
coating, begin wrapping the tape around
the joint, ensuring a minimum S0% spiral
cvecr;acl:: Ensure that the adhesive side is
placed onto the pipe. Remove any plastic
release liners as the product is wrapped.

Inspection

b b

Continue wrapplng the plpe ensuring a
minimum S0% overlap.

Warm the tape end and press down
firmly. A hold- down tape can be used to
secure the tape end.

Using a torch, begin at the edge of the
tape and heat circumferentially around
the joint, working back to the other edge.

Visually inspect the taped joint for the
following:

- Tapeis in full contact with the joint
and extends 50mm (27) onto the pipe
coating.

- Adhesive flows at the tape edges.

- Mo cracks or holes in the tape.
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Tape Usage Guide

Nominal Pipe Recommended Length of Tape Required The table at left shows the typical usage for 30
Diameter sl 3DBend | 5DBend | OIS0 mm (61 and 5 SO mm (27 overiop onto the
DN |inches | mm inches | m | feet | m | feet | PP°°O"0 E
25 1 50 2 28 83 28 83 § é
40 15 50 2 40 132 | 48 15 " =
) 2 50 2 52 17 62 203 " '
80 3 50 2 85 28 05 347 '
2 W 4 S0 2 123 40 48 488
|[—“ 125 5 75 3 i | 64 126 445 ) X i
"E"r 150 & 75 3 143 489 | 183 80 ‘ i
=g 200 8 100 4 B3 534 | 208 682 ~
'g 250 10 100 4 231 758 | 308 004 | Forgther sizes, the following formula can be used:
5 EECEE 100 4 04 998 | 409 eaz | L O Do Covarad o
=300 =12 150 & see formula at right W= 1% of tape width [for 50% overlap]

Backfilling Guidelines

After shrinking is complete, allow the sleeve to cool for 2 hours prior to lowering and backfilling. To prevent damage to
the sleeve, use selected backfill material, [no sharp stones or large particles). Otherwise, an extruded polyethylene mesh
or other suitable shield should be used.
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