Assembly instructions of an
electrofusion entry boot
for single and double
wall systems

Model
SEBE

INSTALLATIONS TOOLS SHOWN ON PAGE 6

II

Assemble the mandrel (Model SMAN) and the hole saw (Model
STAZ) and insert them into the power drill. Mark the position along
the long side of the sump where the entry boot (Model SEBE) is
to be installed. Now drill the required hole through the wall of the
sump. Repeat the procedure if more than one entry boot is to be
installed.

Fig.1

Use the manual scraper (Model RAM1) to scrape an area on the
surface around the hole larger than the outside diameter of the entry boot. Clean all the components involved in the welding process
with a clean cloth soaked with a recommended cleaning solvent
(Model LID1).

Fig.2

Note: The following solvents may be used, Acetone, Isopropyl
Alcohol, Trichloroethane and Dichloromethane. The use of
other primers or solvents is not allowed.

Separate the electro-fusion entry boot compression tool (Model
SEBECOMT), position the entry boot against the scraped surface of
the sump and centre it in the hole previously made. Insert the entry
boot in the hole paying close attention to ensure that the central
cylinder remains inside the wall of the sump.

Fig.3
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Fig.4

Assemble the remaining components of the kit on the opposite
side of the entry-boot and tighten both nuts in order to compress
the entry boot against the wall of the sump.

Fig.5

Weld the entry boot by scanning the bar code sticker and following
the instructions shown on the welding unit’s display.

Fig.6

During the entry boot cooling down time further tighten the compression kit to increase the adhesion between the entry boot and
the sump wall.

Wait until the cooling down time shown on the bar code has
elapsed, then remove the compression kit to increase the adhesion between the entry boot and the wall of the sump.
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Fig.7

Use the manual scraper (Model RAM1) to scrape the surface of the
entry boot spigot.

Fig.8

Clean the scraped surface and the inside of the reducer with a
clean cloth soaked with a recommended cleaning solvent (Model
LID1).
Note: The following solvents may be used, Acetone, Isopropyl
Alcohol, Trichloroethane and Dichloromethane. The use of
other primers or solvents is not allowed.

Fig.9

Place the reducer on the entry boot spigot.
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Fig.10

Insert the pipe through the entry boot and place it in the correct
position. Use the appropriate marker to indicate the position at
the contact point between the pipe and the reducer on the outside
surface of the primary and/or secondary pipes.

Remove the pipe then scrape its surface using the manual scraper
(Model RAM1) where the welding process is to be undertaken.
Scrape a distance of 50mm or greater.

Note: For a correct installation of the SuperSmartlfex pipe, ensure to SCRAPE AND COMPLETELY REMOVE THE GREEN OUTER LAYER from the primary pipe until the black polyethylene
layer is clearly visible on the outside of the pipe. The omission of
this step can cause a weld to fail.
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Fig.11

Clean the scraped surface with a clean cloth soaked with a recommended cleaning solvent (Model LID1).
Note: The following solvents may be used, Acetone, Isopropyl
Alcohol, Trichloroethane and Dichloromethane. The use of
other primers or solvents is not allowed.

Fig.12
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Fig.13

Insert and slide the pipe through the entry boot ensuring to place
it in the correct position as marked. Weld the reducer by scanning
the bar code sticker and following the instructions shown on the
welding unit’s display.
Note: Wait until the cooling down time shown on the bar code
has elapsed before performing other operations.
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Recommended tools and equipment necessary for the assembly:
1

Hole saw and mandrel

6

Manual scraper

(Model RAM1)

STAZ SMAN
2

3

7

Cleaning solvent or primer

8

Soft cloth

9

Measuring tape

10

Welding unit

(Model STAZ and SMAN)
Drill

NEW

Electrofusion entry boots
installation tools

OLD
(Model SEBECOMT)

4

Adjustable wrench

5

Marker

(Model MARK)

6

(Model SSEL)
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