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Nominal Size 

  2” IPS 

  3” IPS 

  4” IPS 

  6” IPS 

  8” IPS 

10” IPS 

12” IPS 
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For Material and Testing information, please refer to our Molded Fitting Specification Sheet. 
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Injection Molded Flange Adapters & Back-Up Rings 
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HDPE Flange to HDPE Flange HDPE Flange to Metal Flange 
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Flange 
Size 

Flange 
SDR 

HDPE to HDPE HDPE to 150# Flange 

Bolt Dia. Bolt TPI 
Stud or 

Bolt Qty. 
Washer 

Qty. 

Socket Size 

Hex Bolt 
Length 

150# Stud 
Length  

Hex Bolt 
Length 

150# Stud 
Length  

Std Head 
Heavy 
Head 

2” 
17 

3 -1/2” 3 -1/2” 2-3/4” 3-1/4” 5 / 8” 11 4 8 15/16” 1-1/16” 
11 

3” 
17 

3 -1/2” 3-7/8” 3-1/4” 3-3/4” 5 / 8” 11 4 8 15/16” 1-1/16” 
11 

4” 
17 

4” 4-1/2” 3-1/2” 4” 5 / 8” 11 8 16 15/16” 1-1/16” 
11 

6” 
17 

4-1/4” 4-3/4” 3-3/4” 4-1/4” 3 / 4” 10 8 16 1-1/8” 1-1/4” 
11 

8” 
17 

4-3/4” 5-1/4” 4-1/4” 4-5/8” 3 / 4” 10 8 16 1-1/8” 1-1/4” 
11 

10” 
17 5-1/2” 5-7/8” 4-3/4” 5-1/4” 

7 / 8” 9 12 24 1-5/16” 1-7/16” 
11 6-1/4” 6-5/8” 5” 5-1/2” 

12” 
17 6-1/4” 6-5/8” 5” 5-1/2” 

7 / 8” 9 12 24 1-5/16” 1-7/16” 
11 7-1/4” 7-5/8” 5-1/2” 6” 

14” 
17 6-3/4” 7-1/4” 5-3/4” 6-1/4” 

1” 8 12 24 1-1/2” 1-5/8” 
11 8” 8-1/2” 6-1/4” 6-3/4” 

16” 
17 7-1/2” 8” 6” 6-1/2” 

1” 8 16 32 1-1/2” 1-5/8” 
11 9” 9-1/2” 6-3/4” 7-1/4” 

18” 
17 81/4” 8-5/8” 6-3/4” 7-1/4” 

1-1/8” 8 16 32 1-1/16” 1-13/16 
11 9-7/8” 10” 7-1/2” 7-7/8” 

20” 
17 8-7/8” 9-1/4” 7” 7-1/2” 

1-1/8” 8 20 40 1-1/16” 1-13/16 
11 10-1/4” 10-3/4” 7-3/4” 8-1/4” 

24” 
17 10-1/8” 10-5/8” 8” 8-1/2” 

1-1/4” 8 20 40 1-7/8” 2” 
11 12-1/2” 12-7/8” 9-1/4” 9-3/4” 
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** Verify with the gasket supplier that the torque meets minimum clamping force for the gasket. 

 

 

 

 

 

 

 

• 

• 

• 

• 

Bolt Size With Rubber Gasket **  PE to PE With No Gasket Maximum Torque  

In. TPI Ft-lbs. Ft-lbs. Ft-lbs. 

5/8 11 40 60 100 

3/4 10 65 100 125 

7/8 9 120 150 150 

1 8 150 150 200 

1-1/8 8 160 160 250 

1 1/4 8 220 220 300 
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(Rev. 10282024-A) 

 

 

 

 

 

 

 

 

 

 

 

Integrity Fusion Products strongly requires that all individuals installing electrofusion fittings in permanent field applications should be 

done only by individuals who have a strong working knowledge of polyethylene and heat fusion methods, that have been properly trained, qualified, 
and hold a current training certificate issued from a recognized electrofusion fitting manufacturers authorized instructor, and that have 
demonstrated their understanding of these requirements by correctly preparing electrofusion test assemblies that have been qualified by 
recognized ASTM destructive testing. Other stipulations and regulations may apply, depending on fitting size, application, local codes, and/or 
jurisdictional oversight of other state and local regulating agencies. 
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Integrity Fusion Products strongly requires that all individuals installing electrofusion fittings in permanent field applications should be 

done only by individuals who have a strong working knowledge of polyethylene and heat fusion methods, that have been properly trained, qualified, 
and hold a current training certificate issued from a recognized electrofusion fitting manufacturers authorized instructor, and that have 
demonstrated their understanding of these requirements by correctly preparing electrofusion test assemblies that have been qualified by 
recognized ASTM destructive testing. Other stipulations and regulations may apply, depending on fitting size, application, local codes, and/or 
jurisdictional oversight of other state and local regulating agencies. 
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Integrity Fusion Products strongly requires that all individuals installing electrofusion fittings in permanent field applications should be done 

only by individuals who have a strong working knowledge of polyethylene and heat fusion methods, that have been properly trained, qualified, and hold 
a current training certificate issued from a recognized electrofusion fitting manufacturers authorized instructor, and that have demonstrated their 
understanding of these requirements by correctly preparing electrofusion test assemblies that have been qualified by recognized ASTM destructive 
testing. Other stipulations and regulations may apply, depending on fitting size, application, local codes, and/or jurisdictional oversight of other state 
and local regulating agencies. 
 

45o Elbow 
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90o Elbow 

Integrity Fusion Products strongly requires that all individuals installing electrofusion fittings in permanent field applications should be done 

only by individuals who have a strong working knowledge of polyethylene and heat fusion methods, that have been properly trained, qualified, and hold 
a current training certificate issued from a recognized electrofusion fitting manufacturers authorized instructor, and that have demonstrated their 
understanding of these requirements by correctly preparing electrofusion test assemblies that have been qualified by recognized ASTM destructive 
testing. Other stipulations and regulations may apply, depending on fitting size, application, local codes, and/or jurisdictional oversight of other state 
and local regulating agencies. 
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2” 316 Stainless NPT  3.67  200812 1 
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A Surface Mounted Fitting that Fits on IPS & DIPS Pipe 

Nominal Size 
L 

[in.] 
W 

[in.] 
H 

[in.] 
Weight 

[lbs.] 
Item Code Axial Load Restraint Capacity 

(based on a safety factor of 2) 

6” IPS/DIPS – 63” IPS/DIPS 7.50 2.45 1.56 0.42 200400 9,500 LBS 
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For Material and Testing information, please refer to our Molded Electrofusion Fitting Specification Sheet.  

The IntegriFuse EF Flex Restraints are designed to be fused directly onto the OD of HDPE pipe. This a unique electrofusion 

fitting is specifically designed to be a simple, permanent,  and robust electrofusion restraint alternative from traditional thrust 

collars, water stops, and wall anchors.  

 IntegriFuse EF Flex Restraints are used in an increasing variety of applications including, but not limited to:  

 

 

  

 

 

 

 

 

The IntegriFuse Electrofusion Flex Restaint design incorporates an innovative “next generation” fusion coil pattern that 

creates a robust fusion joint on the surface OD of HDPE pipes for the purpose of resisting and controlling axial forces created 

by temperature induced expansion and contraction.  

Instead of using the outside edges of the Flex Restraint to serve as the flex 

restraint cold zone; this second generation design of the IntegriFuse Electrofusion 

Flex Restraint incorporates an innovative fusion coil pattern that includes built in 

cold zones that increases our second generation flex restraint performance to 

9,500 ft. lbs of axial resitance.  A significant increase ove the first generations 

7,500 ft. lb. design.  

 

Important Note: 

● A design engineer must calculate the amount of thrust force that will result from expansion & contraction to decide the 
proper quantity of Flex Restraints needed for each application.  

● Flex Restraints must be equally spaced and equally sectored on the surface of the pipe.  
● Flex Restraints require a straight-line orientation around the circumference of the pipe. 

• • 

• • 

• 

• • 

• 
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Installation Procedure:  
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https://www.plasticpipecalculator.com/ThermalExpansion.aspx
https://hdpeapp.com/#/installation/below/anch
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▪ 

▪ 

▪ 

 

 



Most commonly used in Gas, Industrial, Landfill, Golf Courses, and other 
non-potable water applications 
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Fitting MAOP by SDR vs. Operating Temperature 

SDR 73.4o F 100o F 120o F 140o F 

7 333 psi 260 psi 210 psi 166 psi

9 250 psi 195 psi 158 psi 125 psi

11 200 psi 156 psi 126 psi 100 psi

17 125 psi 98 psi 79 psi 63 psi

TABLE 2 

MAOP by SDR Derated for Operating Temperature and Transporting a 
Media Containing 2% or greater Hydrocarbon Content

SDR 73.4o F 100o F 120o F 140o F 

7 166 psi 129 psi 105 psi 83 psi

9 125 psi 98 psi 79 psi 63 psi

11 100 psi 78 psi 63 psi 50 psi

TABLE 3 

1.0 

1.0 

.5 
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Fitting MAOP by SDR vs. Operating Temperature 

SDR 73.4o F 100o F 120o F 140o F 

7 333 psi 260 psi 210 psi 166 psi

9 250 psi 195 psi 158 psi 125 psi

11 200 psi 156 psi 126 psi 100 psi

17 125 psi 98 psi 79 psi 63 psi

TABLE 2 

MAOP by SDR Derated for Operating Temperature and Transporting a 
Media Containing 2% or greater Hydrocarbon Content

SDR 73.4o F 100o F 120o F 140o F 

7 166 psi 129 psi 105 psi 83 psi

9 125 psi 98 psi 79 psi 63 psi

11 100 psi 78 psi 63 psi 50 psi

TABLE 3 

1.0 

1.0 

.5 
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NOTE:  When installing the standard transition fitting, the installer should always use pipe joint sealant or Teflon tape on the threads. 

First, hand tighten the transition fitting and then use two (2) strap wrenches to tighten the transition fitting the rest of the way.  DO NOT 

USE PIPE WRENCHES (only use strap wrenches). Pipe wrenches can deform the transition sleeve and result in 

compromising the seal created between the tightly pressed pipe and internally machined and beveled grooves creating 

a potential leak path.   Over tightening may also damage the transition collar a cause ovality or damage. Always pressure 

test for leaks before backfilling. Backfill and compact carefully around transition and service line to prevent ground shifts which 

could damage the valve and/or transition fitting. 
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NOTE:  When installing the standard transition fitting, the installer should always use pipe joint sealant or Teflon tape on 

the threads. First, hand tighten the transition fitting and then use two (2) strap wrenches to tighten the transition fitting the 

rest of the way.  DO NOT USE PIPE WRENCHES (only use strap wrenches). Pipe wrenches can deform the 

transition sleeve and result in compromising the seal created between the tightly pressed pipe and 

internally machined and beveled grooves creating a potential leak path.   Over tightening may also damage 

the transition collar a cause ovality or damage. Always pressure test for leaks before backfilling. Backfill and 

compact carefully around transition and service line to prevent ground shifts which could damage the valve and/or transition 

fitting.  
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Machine Grooved Transitions 
SDR 11 (standard dimension ratio) 200 PSI (MAOP @ 73.4o F) 

Nominal 
Size 

Transition 
Collar 

A 
Collar 

Diameter [in.]

B 
HDPE Pipe OD  

[in.]

C 
Steel Collar Length 

 [in.]

D 

Exposed HDPE Length 
[in.]

Weight 
[lbs.] 

Item Code 

3” IPS Epoxy 3.500 3.500 4.00 4.00 400544 

4” IPS Epoxy 4.500 4.500 4.00 4.00 400547 

6” IPS Epoxy 6.625 6.625 5.00 8.00 400550 

8” IPS Epoxy 8.625 8.625 7.00 8.00 400554 

10” IPS Epoxy 10.75 10.75 8.00 8.00 400558 

12” IPS Epoxy 12.75 12.75 9.00 9.00 400560 

Machine Grooved Transitions 
SDR 9 (standard dimension ratio) 255 PSI (MAOP @ 73.4o F) 

Nominal 
Size 

Transition 
Collar 

A 
Collar 

Diameter [in.]

B 
HDPE Pipe OD  

[in.]

C 
Steel Collar Length 

 [in.]

D 

Exposed HDPE Length 
[in.]

Weight 
[lbs.] 

Item Code 

3” IPS Epoxy 3.500 3.500 4.00 4.00 400546 

4” IPS Epoxy 4.500 4.500 4.00 4.00 400549 

6” IPS Epoxy 6.625 6.625 5.00 8.00 400553 

8” IPS Epoxy 8.625 8.625 7.00 8.00 400557 

10” IPS Epoxy 10.75 10.75 8.00 8.00 400562 

Machine Grooved Transitions 
SDR 7 (standard dimension ratio) 335 PSI (MAOP @ 73.4o F) 

Nominal 
Size 

Transition 
Collar 

A 
Collar 

Diameter [in.]

B 
HDPE Pipe OD  

[in.]

C 
Steel Collar Length 

 [in.]

D 

Exposed HDPE Length 
[in.]

Weight 
[lbs.] 

Item Code 

3” IPS Epoxy 3.500 3.500 4.00 4.00 400545 

4” IPS Epoxy 4.500 4.500 4.00 4.00 400548 

6” IPS Epoxy 6.625 6.625 5.00 8.00 400552 

8” IPS Epoxy 8.625 8.625 7.00 8.00 400556 
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NOTE:  When installing the standard transition fitting, the installer should always use pipe joint sealant or Teflon tape on the threads. 

First, hand tighten the transition fitting and then use two (2) strap wrenches to tighten the transition fitting the rest of the way.  DO NOT 

USE PIPE WRENCHES (only use strap wrenches). Pipe wrenches can deform the transition sleeve and result in 

compromising the seal created between the tightly pressed pipe and internally machined and beveled grooves creating 

a potential leak path.   Over tightening may also damage the transition collar a cause ovality or damage. Always pressure 

test for leaks before backfilling. Backfill and compact carefully around transition and service line to prevent ground shifts which 

could damage the valve and/or transition fitting. 
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Cat. 3 Standard Style 
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The removal of the oxidation layer and surface contamination from the fusion zone on the pipe is by far the most important 

and most critical aspect of the electrofusion process. Failure to adequately remove this material on the pipe surface and expose 

virgin material in the fusion zone is overwhelmingly the #1 cause of unsuccessful electrofusion joints. Proper pipe preparation 

requires the complete removal of a minimum of “.007” (seven one-thousands) of an inch of material from the surface of the 

pipe in the area that is to be fused. That is roughly the thickness of 2 sheets of paper.  This outer layer or “skin” must be 

removed by peeling it away from the surface of the pipe in order to expose non-contaminated virgin resin. This is accomplished 

by using tools that have been tested and are acceptable for use.  Integrity Fusion Products offer two types of mechanical pipe 

peelers; Pipe End Peelers that are inserted directly into the open end of the pipe, and Interlocking Link Peelers that roll over 

the outside surface of the pipe.  

Orbital Peeler 

 (peels all around the circumference of the pipe) 
 

Rotary Peeler 

(peels around the end of the pipe only) 

Rotary Peeler Specifications 
3" - 6" Peeler 8" - 16" Peeler 

Item Code 600618 Item Code 600619 

Suitable for pipes made of PE, PE-HD, PE-X, PP 

For pipe dimensions (in) 3" - 6" 8" • 16" 

Scraping depth (in) 0.25 to 0.35 

Length of peeling at max. insertion depth (in) Approx. 5” Approx. 6.7” 

Product dimensions L x W x H (in) 16.73” x 14.6" x 5.5" 20.86” x 4" x 6" 

Product weight (lbs.) 6 lbs. 2.8 oz 15 lbs. 14 oz. 

Packaging dimensions L x W x H (in) 17.7 "x10.4"x18.5" 23.6" X 16.5" X 6” 

Packaging material Plastic Plastic 

Packaging type Suitcase Suitcase 

Packaging weight (lbs.) 3 lbs. 4.9 oz 5 lbs. .11.7 oz 

Transport weight  (lbs.) 9 lbs. 7.7 oz. 21 lbs. 9.8 oz 

Orbital Peeler Model Size Range Item Code 
INT-125 ¾” IPS – 4” IPS 600633 

INT-200 2 ½” IPS – 6” DIPS 600634 



96 
 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Inter-Locking Link Peeler 
 

Link Peeler Specifications 
10" IPS - 30" IPS Peeler 30" DIPS – 48 IPS" Peeler 

Item Code - 600654 Item Code 600655 

Suitable for pipes made of PE, PE-HD, PE-X, PP 

For pipe dimensions (in) 10” IPS -30" IPS (24” DIPS) 8" • 16" 

Scraping depth (in) 0.25 to 0.35 

Product dimensions L x W x H (in) Depending on pipe dimension × 4” × 3.5” in. Depending on pipe dimension x 4" x 3.4"  

Product weight (lbs.) 13lbs. 7.2oz. (6.1 kg) 20 lbs. 15,1 oz  

Packaging dimensions L x W x H (in) 25” x 19” x 6” (570 × 480 × 145) 22.8"x10.4"x18.5"  

Packaging material Plastic 

Packaging type Suitcase Toolbox 

Packaging weight (lbs.) 7 lbs. 13.5.5oz (3.5 kg) 11 lbs. (5 kg) 

Transport weight (lbs.) 21 lbs. 2.6oz. (9.6 kg) 31 lbs. 15,5 oz. (14.5 kg) 
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and Installer Questionnaire 
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and Installer Questionnaire 
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and Installer Questionnaire 
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and Installer Questionnaire 

Electrofusion Installation Technician Questionnaire 

For Integrity Fusion Academy to better serve an individual’s training need, it would help for us to know a 

little more about your electrofusion background, understanding and installation experience.  Please fill 

out and submit a copy of this questionnaire for each individual requesting training, qualification and/or 

requalification. 

Company, Contractor, 
or Municipality Name 

 

Sponsoring Distributor 
(If applicable) 

 

 

Installation Tech Information 

First Name:  Last Name:  

Email Address:  Phone:  

 

Current Electrofusion Experience Level 

 

 

 

 

Current EF Certificate #:   

Certificate Issued By:   

Issue Date:  Expiration Date:  

 

 

 0 – 1 Year  2 – 4 Years  5 – 10 Years  11+ Years 

 

Size Range Currently Qualified to Install: 
 

Largest Diameter EF Coupler Installed: 
 

Number of Large Diameter Couplers Over 24” Installed: 
 

 

 

Signed By:  Date:  

 

New Tech  
L1 

(12” & Smaller) 
 

L2 
(14” & Larger) 

     

Years of Electrofusion Experience (check one) 
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http://www.awwa.org/
http://www.plasticpipe.org/
http://www.plasticpipe.org/municipal_pipe/advisory/
http://www.nsf.org/
http://www.astm.org/
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