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Mandatory tools:
-Electrofusion processors
*many models are available
-Isopropyl alcohol (for cleaning)
-Paper towels
-Manual scraper
-Measuring tape or ruler
-Permanent marker (ex. Sharpie or Marks-

a-lot)
-Tube-cutter
-Rubber mallet

Optional tools:
-Rotary scraper
-Infrared thermometer
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The cut needs to be clean and perpendicular to the pipe. An angle cut can lead to a 

short-circuit during the fusing process and ruin the fitting.
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1. Make sure the end of the pipe is free of dirt,

snow etc. using a clean towel and water then dry

the pipe inside and out with a paper towel.

2. With a ruler or a measuring tape and pen, draw a

line on the pipe at the distance of ½ the length

of the fitting + 3/4’’. This will mark the zone to

be scraped.

(*WARNING : Do not use a wax or petroleum ink based marker.

These types of markers will leave greasy residues that can

contaminate the surface to be welded. The makers ‘’Sharpie’’ or

‘’Marks-A-Lot’’ are recommended.
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Use a manual scraper to scrape the entire surface measured in the previous step.  The 

surface must be entirely scraped in order to allow a good fusion and avoid contamination. 

***SANDING PAPER SHOULD NEVER BE USED BECAUSE IT LEAVES DEBRI ON THE 

SURFACE***
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A rotary scraper can be very useful for large diameter pipes.  Il will be a lot faster and 

accurate than a manual scraper.
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Scrape the end of the pipe with the manual scraper in order to avoid a sharp edge that 

could damage the fitting when inserted.
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Using the marker, mark 

the insertion depth on 

the pipe.  This depth is 

the equivalent of ½ the 

length of the fitting.

A fitting that is not 

inserted deep enough, 

can lead to a short-

circuit during the fusion 

process and ruin the 

fitting. 11



Wipe the scraped surface and the inside of the fitting with isopropyl 

alcohol and a lint free cloth. Be careful not to contaminate the 

surface before the welding. 
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*Considering the climate is OK (no rain, no snow etc…)
-Make sure there is enough gasoline in the generator.
-Make sure the connectors are clean and dry
-Connect the processor to the fitting
-Scan the barcode, or enter the time manually.
-Double check that the welding cycle noted on the machine 
matches the time on the fitting.
-Start the welding cycle

***Make sure the pipe is stable during the welding cycle***
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Using a drill and a cut-out 
tool, drill the pipe.  The cut-
out diameter must be equal 
to the internal diameter of 

the ‘’T’’ + 1/16’’.

Clean the edge with a cutting 
blade and make sure it is smooth.

Scrape the pipe on the entire 
fusing surface to remove the pipe 
finish completely.  Use alcohol to 

clean the pipe and saddle interior.
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Install 2 screws tightly Install 2 screws on the opposite 
side, without tightening them 

completely, in order to be able to 
align the saddle with the hole on 

the pipe.

Align the holes and tighten 
all 4 screws to lock the 

saddle on the pipe.
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Scan Bar-code. -Start the saddle fusion process 
-Wait for cooling time

-Repeat same steps for the 
union (picture on right).
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It is strongly recommended to allow a cooling period before moving the pipe.
The cooling time is normally written on the tag of the fitting.

Ex. The tag below shows a 17 minute cooling time.

Note : If a pressure test needs to be performed, the recommended cooling time should be 4x longer 
than the regular one, so it would be 68 minutes for the fitting shown below.
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Electrofusion is a very simple and sure technology used in many fields.  The key to 
success is taking the necessary steps to avoid any contamination.

The Main contaminants are:
-Dirt

-Grease
-Rain or Snow

-Wind
-Cold temperatures (under -10 deg. C or 14 deg. F)
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