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Dear Customer,

It is an honour to be a part of Such Organization and work with valuable Customers, efficient employers and
esteemed suppliers like yourself .

Talent is one of the most trusted manufacturers of plastic. Pipes and fittings incorporated in Egypt. The
total installed capacity is 1800 Metric Ton per annum. This is being made possible because of our valuable
customers who are the back bone of our company in promoting our pipes under the brand name of
« Talent-therm ». We have recently installed the latest Technology to cater the growing demand in Domestic
& Global Market .

Talent has constantly tried to be the best and our investments in product innovation and R&D have yielded
fruitful results. Our skilled technicians and stringent quality checks have produced plastic Pipes to meet all the
international quality standards.... My Sincere thanks to my dedicated team with whose support the company
has been able to achieve the continuous and consistent growth pattern .

[ Feel very happy to inform you that our company is not only on Egyptian map but its presence has also
been felt Globally. The outlook of plastic pipes industry is very bright in Egypt because of infrastructure
development and the expansion of New cities development, the Consumption of plastic pipes shall be at its
peak. With best management practices and every attempt targeted to outdo our self. Talent Assures to be the
front runner in its domain & achieve new dimensions of success.

[ once again wish to convey my sincere thanks to our valued customer who have shown their dedication and
consistent support and expect to keep on getting the same in future..

Tharbs & Regards

CEO & Chairman

Abmed Khalife
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INTRODUCTION

Talent have been relentless in its commitment to quality and service. Through the years,
Talent have broadened and enhanced its product line to serve better to the customers.
Talent s very proud to introduce pressure pipe and conventional drainage system for soil
waste and rain water under the brand name <Talent> for non-pressure plumbing application
is manufactured from high quality PVC polymer.
Talent UPVC pipes and fittings are light weight, easy to install and are made for life time
trouble freeservice.
They are available in full range from 72" to 8 ".The entire range is manufactured as per internation-
ally accepted quality standards and specifications.

Talent
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PROPERTIES AND BENEFITS

STRONGER, RESILIENT & LIGHT WEIGHT

Talent system is highly resilient and tough with good mechanical strength and high impact
resistance.At the same time this system is very light in weight which gives highest benefit to the
end user in terms of transportation, installation and long service life.

CORROSION RESISTANCE

The inert nature of UPVC system provides complete corrosion resistance and renders wrapping,
coating and lining unnecessary. it also ensures that UPVC pipes have long operational life com-
pared to conventional cast iron systems.

€



TENTREE .
NON-CONDUCTIVE

UPVC is a non conductive of electricity, and is therefore not subject to galvanic or electrolytic ac-
tion.

FLAMMABILITY

UPVC does not support combustion and is inherently difficult to ignite.It also stops burning once
the source of heat is removed.

CHEMICAL RESISTANCE

Talent UPVC system is inert to most of the acids, alkalis, effluents, salts, minerals and
aggressive soils.The system remains unaffected by transportation of such type of media and gives
longer life with trouble free service.

UV STABILIZED

Talent systems is UV stabilized which gives protection to the system while being
operational in direct sunlight.

HIGH FLOW RATES

Extremely smooth bores, precision joints and lack of internal projections ensure unrivaled hydrau-
lic capacity over the total life of the system. Flatter gradients can be possible using Talent
UPVC systems over conventional systems.

VERSATILE AND ELEGANT

The physical properties of PVC allow designers a high degree of freedom while designing.
Superior finished pipes and fittings add a touch of beauty to the buildings and keeping far from
looking unsightly.

QUICK & EASY INSTALLATIONS

Talent pipes and fittings can be joined together with solvent weld system.
solvent weld system very simple and ensure 100% leak proof system at a reduced installation
time with lower maintenance.
Leakages due to broken and cracked elements in the system and joint opening within traditional
systems like Cast iron & asbestos are eliminated by precision joint and sealed access points
provided by the UPVC sewer pipe and fitting system.
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PRODUCT SPECIFICATION

Pipes and fittings of Talent system is produced in the following sizes: 2" to 8 ".

MANUFACTURE

Basically, PVC products are formed from raw PVC powder by a process of heat and pressure.
The two major processes used in manufacture are extrusion for pipe and injection moulding for
fittings.

Modern PVC processing involves highly developed scientific methods requiring precise control
over process variables.

The polymer material is a free-flowing powder, which requires the addition of stabilizers and
processing aids.

Formulation and blending are critical stages of the process and tight specifications are maintained
for incoming raw materials, batching and mixing.

Feed to the extrusion or mounding machines may be direct, in the form of “dry blend”, or
pre-processed into a granular “compound”.

&
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Extrusion

(Figure 1.1)

Polymer and additives are accurately weighed
and processed through the high-speed mixing
to blend the raw materials into a uniformly dis-
tributed dry blend mixture. A mixing tempera-
ture of around 120°C is achieved by frictional
heat.

At various stages of the mixing process, the
additives melt and progressively coat the PVC
polymer granules.

After reaching the required temperature, the
blend is automatically discharged into a cool-
ing chamber which rapidly reduces the tem-
perature to around 50°C, thereby allowing the
blend to be conveyed to intermediate storage
where even temperature and density consis-
tency are achieved.

The heart of the process, the extruder has

a temperature-controlled, zoned barrel in
which rotate precision “screws”.

Modern extruder screws are complex devices,
carefully designed with varying flights to con-
trol the compression and shear, developed in
the material, during all stages of the process.
The twin counter-rotating screw configuration
used by all major manufacturers offers im-
proved processing.

The PVC dry blend is metered into the barrel

and screws, which then convert the dry blend
into the required “melt” state, by heat, pres-
sure and shear. During its passage along the
screws, the PVC passes through a number of
zones that compress, homogenies and vent
the melt stream.

The final zone increases the pressure to ex-
trude the melt through the head and die set-
which is shaped according to the size of the
pipe required and flow characteristics of the
melt stream. Once the pipe leaves the extru-
sion die, it is sized by passing through a preci-
sion sizing sleeve with external vacuum.
This is sufficient to harden the exterior layer
of PVC and hold the pipe diameter during final
cooling in a controlled water cooling cham-
bers.

The pipe is pulled through the sizing and cool-
ing operations by the puller or haul-off at a
constant speed. Speed control is very import-
ant when this equipment is used because the
speed at which the pipe is pulled will affect the
wall thickness of the finished product.

An in-line printer marks the pipes at regular
intervals, with identification according to size,
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class, type, date, Standard number, and ex-
truder number.

An automatic cut-off saw cuts the pipe to the
required length.

A belling machine forms a socket on the end
of each length of pipe.

There are two general forms of socket. For
rubber-ring jointed pipe, a collapsible mandrel
is used, whereas a plain mandrel is used for
solvent jointed sockets. Rubber ring pipe re-
quires a chamfer on the spigot, which is exe-
cuted either at the saw station or belling unit.

Injection Molding

PVC fittings are manufactured by high-pres-
sure injection molding. In contrast to contin-
uous extrusion, molding is a repetitive cyclic
process, where a “shot” of material is deliv-
ered to a mold in each cycle.

PVC material, either in dry blend powder form
or granular compound form, is gravity fed from
a hopper situated above the injection unit, into
the barrel housing a reciprocating screw.

The barrel is charged with the required amount
of plasticby the screw rotating and conveying
the material to the front of the barrel. The po-
sition of the screw is set to a predetermined
“shot size”. During this action, pressure and
heat “plasticize” the material, which now in its
melted state, awaits injection into the mold.
All this takes place during the cooling cycle of

QUALITY ASSURANCE

Talent is committed to the philosophy
of Total Quality Management. Al Talent
manufacturing sites are certified to ISO 9001,
ISO 45001 “Quality Management systems
Model for quality assurance in production ,

installation and servicing.

Y A TALENT industrl

The finished product is stored in holding areas
for inspection and final laboratory testing and
quality acceptance.

All production is tested and inspected in ac-
cordance with the appropriate Standards and/
or to specifications of the purchaser.

After inspection and acceptance, the pipe is
stored to await final dispatch.

the previous shot.

After a preset time, the mold will open and the
finished molded fitting will be ejected from the
mold.

The mold then closes and the melted plastic
in the front of the barrel is injected under high
pressure by the screw now acting as a plung-
er. The plastic enters the mold to form the next
fitting.

After injection, recharge commences while the
molded fitting goes through its coolingcycle.

Standards Mark certification has been achieved by

Talent for products to various Egyptian and
American Standards
From the raw materials entering the factory to

the delivery of the finished product, Talent

emphasis on quality and customer service ensures

performance that exceeds the requirements of

industry and standards.

@l o
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All raw materials for Talent products recorded. Inspectionand control are exercised
must meet detailed specifications and by properly trained personnel using calibrated
suppliers are required to conform to strict equipment.

quality assurance standards.
Production processes are enumerated, close-

ly specified and continuously monitored and

MATERIAL PROPERTIES

MATERIAL
Unplasticized Polyvinyl Chloride (UPVC)

General Properties UPVC VALUE UNITS
Density 1.38 glem?®
Water absorption <4 mg/cm 2
Flammability Self extinguishing

Mechanical Properties

Ultimate Tensile Strength 492 Kg/cm 2
Compressive Strength 668 Kglcm?
Flexural Strength 950 Kglcm?
Modulus of Elasticity 2.7x10* Kg/cm?
Impact Strength (Charpy) No Break> 10%

Shore Hardness (Rockwell) 115 R

Thermal Properties

Softening Point

v.s.t. 5 Kg Pipes Fittings .
279° >76° ®
Max. Operating temperature 60 °c
Coefficient of Thermal Expansion 3.0x10° In/In/°F
Specific Heat 0.25 Callg . °c
Thermal Conductivity 0.13 Kcal/m.h. °c

Electrical Properties

14

Volume Resistively >10 Ohm.cm
Surface Resistance >10"” Ohm
Dielectric Strength >40 Kv/mm
Power Factor ( at 10 gycle) 3.3

Note: All the above-mentioned values at 20°C.
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Product Testing

Products are examined and tested to ensure
compliance with the relevant Egyptian and
American Standard. Pipe production is fully
traceable and test results are recorded for all
extrusion and molded products

The tests specified inEgyptian and American
Standards can be divided into two main cat-
egories, type tests and quality control tests.
Type tests are tests that are carried out to ver-
ify the acceptability of a formulation, process
or product design.

They are repeated whenever any of these fac-
tors changes. Dimensional checks and quality
control tests are routinely conducted at regu-
lar intervals during production.

. Effect on water - This is a series of type
tests carried out in order to demonstrate that
the pipe or fitting does not have a detrimental
effect on the quality of drinking water.

It assesses the effect of the pipeor fittings on
the taste, odor and appearance of water as
well as the health aspects due to growth of
microorganisms and leaching of toxic sub-
stances

Y A TALENT industrl

. Vinyl chloride monomer test- This re-
quirement is to ensure that the residual VCM
in PVC material does not exceed safe limits
. Light transmission tests

- This test is conducted to ensure that PVC
pipes have sufficient opacity to prevent growth
of algae in the water conveyed. Itis a type test
for a given formulation and pipe wall thickness

. Joint pressure and infiltration tests

- Elastomeric ring joints are subjected to both
an internal hydrostatic pres- sure test and an
external pressure or internal vacuum test in
order to ensure a satisfactory joint design.

Chemical Resistance of PVC

Important Information

The listed data are based on results of immersion tests on specimens, in the absence of any ap-
plied stress. In certain circumstances, where the preliminary classification indicates high or limited
resistance, it may be necessary to conduct further tests to assess the behavior of pipes and fittings

under internal pressure or other stresses.

Variations in the analysis of the chemical compounds as well as in the operating conditions (pres-
sure and temperature) can significantly modify the actual chemical resistance of the materials in

comparison with this chart indicated value.

It should be stressed that these ratings are intended only as a guide to be used for initial infor-
mation on the materialto be selected. They may not cover the particular application under con-
sideration and the effects of altered temperatures or concentrations may need to be evaluated by
testing under specific conditions. No guarantee can be given in respect of the listed data.

Talent reserves the right to makeany modification whatsoever, based upon further research and

experiences.

AN
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Sources for Chemical Resistances of PV

Source 1

ISO/TR 10358 Technical Report: Plastic Pipes and Fittings-Combined Chemical-resistance Clas-
sification Table, First Edition, International Organization for Standardization, 1993.

Source 2

Chemical Resistance, Volume 1- Thermoplastics, Second Edition, Plastics Design Library, 1994.

Abbreviations:

S Satisfactory Resistance

L LimitedResistance

U Unsatisfactory Resistance

dil.sol. dilute aqueous solution at a concentration equal to or less than 10%
sol. Aqueous solutionataconcentration greater then10% but not saturated
sat.sol. saturated aqueous solution prepared at 20°C

tg-g technicalgrade,gas

tg-l  technicalgrade,liquid

tg-s technicalgrade,solid

work.sol. working solutionofthe concentrationusually used in the industry concerned
susp. Suspension of solid in a saturated solution at 20°C

Talent

Industrial
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Chemical Formula Conc. Temp. uPVC Chemical Formula Conc. Temp. uPVC
(%) (°C) (%) (°C)
ACETALDEHYDE CH,CHO 100 25 AMMONIA NH, deb 25 1
60 - AQUEOUS SOLUTION 60 2
100 100
- AQUEOUS SOLUTION 40 25 sat 25 1
60 60 2
100 100
ACETIC ACID CH,COOH <25 25 -DRY GAS 100 25 1
60 60 1
100 100
30 25 -LiQuiD 100 25 2
60 60 3
100 100
60 25 AMMONIUM CH,COONH, sat 25
60 - ACETATE 60 2
100 100
80 25 - CARBONATE (NH,),CO, all 25 1
60 60 2
100 100
- GLACIAL 100 25 - CHLORIDE NH,CI sat 25 1
60 60 1
100 100
ACETIC ANHYDRIDE (CHCO0),0 100 25 - FLUORIDE NH.F 25 25 1
I
60 60 2
100 100
ACETONE CH,COCH, 10 25 - HYDROXIDE NH,OH 28 25
60 60 2
100 100
100 25 - NITRATE NH,NO, sat 25 1
60 60 1
10 100
ACETOPHENONE CHCOCH, nd 25 - PHOSPHATE DIBASIC  NH,(HPO,), al 25 1
50 60 1
100 100
ACRYLONITRILE CH,CHCN technically pure 25 PSRN N (NH)PO, =l o 7
60 60 1
100 100
ADIPIC ACID (CH,CH,COH), sat. 25 - PHOSPHATE TRI (NH)HPO, al 25 1
- AQUEOUS SOLUTION 60 5 7
100
100
ALLYL ALCOHOL CH,CHCH,0H % Zg R PTER LR (NH)S,0, o 5 ;
100 16000 !
ALUM AlL(S0,),K,SO.nH,0 dil 25 :
- AQUEOUS SOLUTION 60 SULPHIDE (NH,),S deb :(5) ;
100 100
AlL(S0,),K,SO,.nH,0 sat 25
SRR sat 25 1
60
60 1
100 100
ALUMINIUM AlCl, all 25 :
e = - SULPHYDRATE NH,0HSO, dil 25 1
100 60 2
- FLUORIDE AlF, 100 25 100
60 sat 25 1
100 1%00 !
- HYDROXIDE AI(OH,), all 25
- AMYLACETATE CH,CO,CH,(CH,),CH, 100 25 3
100 1%% 2
- NITRATE AI(NO,), nd 25
00 AMYLALCOHOL CH,(CH,),CH,OH nd 25 1
o 60 2
- SULPHATE AKSOy), deb 25 100
= ANILINE C,H,NH, all 25 3
100 60 3
sat 25 100
80 - CHLORHYDRATE C,HNH,HCI nd 25 2
100 €0 3
100

@l o
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Chemical Formula Conc. Temp. uPVC Chemical Formula Conc. Temp. uPVC
(%) (°C) (%) (°C)
ANTIMONY Sbel, 100 25 1 BROMINE Br, 100 25 3
- TRICHLORIDE 60 1 -LIQUID 60 3
100 100
ANTHRAQUINONE suspension 25 1 - VAPOURS low 25 2
SULPHONIC ACID 60 2 60
100 100
AQUA REGIA HC+HNO, 100 25 2 BUTADIENE CH, 100 25 1
60 2 60 1
100 100
ARSENIC ACID H,ASO, 48 25 1 BUTANEDIOL CH,CH,CHOHCH,0H 10 25 1
60 2 AQUEOUS 60 3
100 100
80 25 1 concentrated 25 2
60 2 60 3
100 100
BARIUM all 25 1 BUTANE C,H10 10 25 1
- CARBONATE BaCO, 60 1 GAS 60
100 100
- CHLORIDE BaCl, 10 25 1 BUTYL CH,CO,CH,CH,CH,CH, 100 25 3
60 1 - ACETATE 60 3
100 100
- HYDROXIDE Ba(OH), all 25 1 - ALCOHOL C,H,0H 25 1
60 1 60 2
100 100
- SULPHATE BaSO, nb 25 1 - PHENOL CH.CH,OH 100 25 2
60 1 60 2
100 100
- SULPHIDE Bas - o5 1 BUTYLENE GLYCOL C,H,(OH), 100 25
60 1 60 2
100 100
BEER comm 25 1 BUTYRIC ACID C,H,CH,COOH 20 25 1
60 1 o 2
100 100
BENZALDEHYDE C,H,CHO nd 25 3 CINEETEIES 25 5
60 3 60 3
100 100
BENZENE CH, 100 25 3 CALCIUM Ca(HSO,), nd 25 1
& 5 - BISULPHITE 60 1
100 100
LRI oD Pe 2 - CARBONATE caco, all 25 1
0 3 60 1
g 100
- MONOCHLORINE cCHCl technically pure 25 3 - CHLORATE CaHCl nd 2(5) 1
60
100 100
BENZOIC ACID C.H,COOH sat 2% 1 =CLICORIDE Caeh) cll 23
s ) 60 2
3 100
BENZYL ALCOHOL C,H,CH,OH 100 25 - HYDROXIDE Ca(OH), al gg 1
60
100 100
BLEACHING LYE NaOCHNaCl 12.50% 25 1 = ROCHEORITE Ea(oe]) sal ég )
cl 60 2 100
100
BORIC ACID H,BO, deb 25 1 - NITRATE CalNOy), & 2(5) 1
50 2 100
100 - SULPHATE caso, nd % 1
sat 25 1
ot ) 60 1
b 100
- SULPHIDE e
BRINE comm 25 1 as sat 2 !
60 1
60 1 100
100 CAMPHOR OIL nd 25 1
BROMIC ACID HBrO, 10 25 1 0
60 1 o
100 1

10| @,
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Chemical Formula C(ou/r:;:. T((earg;)). uPVvVC Chemical Formula Conc. Temp. uPVC
(%) (°C)
FSE)E;((I)SIE Co, 25 1 CHLOROSULPHONIC ~ CIHSO, 100 25 2
60 2 ACID
AQUEOUS SOLUTION 100 o ’
-GAS 100 25 1 CHROME ALUM KCr(SO,), nd 12(250 1
60 1
100 o ?
- DISULPHIDE cs, 100 25 2 CHROMIC ACID Cro,+H,0 10 12050 1
160% 3 60 2
- MONOXIDE co 100 25 1 oy
o ! 30 25 1
100 - 2
- TETRACHLORIDE ccl, 100 25 2 o
® 2 50 25 1
100 . :
CARBONIC ACID H,CO. =
CARBONIC ACD o 2% sat gg 1 CHROMIC SOLUTION  CrO,+H,0+H,SO, 50/35/15 25 1
100 o 2
-DRY o
100 gg 1 igRS% i\cu_:) C,H,(OH)(CQH), 50 25 1
100 b . min 60 1
-WET all 25 1 =
e . _cg:fg; - cucl, sat 25 1
100 - .
CARBON OIL -
comm i% 11 - CYANIDE CuCN, all 25 3
100 o °
CHLORAMINE dil 25 1 FLUORIDE =
» = CuF, all 25 1
100 - .
CHLORIC ACID HCIO 20 P
3 Zg ; - NITRATE Cu(NO,), nd 25 1
100 i .
CHLORINE cl =
, sat :g g - SULPHATE Ccuso, dil 25 1
100 = !
-DRY GAS 10 25 1 P
- 5 sat 25 1
100 - .
100 gg § COTTONSEED OIL comm 1220 1
WET s o 1
- GAS 5g/m? e
9 Zg ; CRESOL CH,C,H,0H £90 25 2
100 60 3
10g/m? 25 2 10
ot ; >90 25 3
100 &0 3
- 100
66g/m gg g CRESYLIC ACID CH,C,H,COOH 50 25 2
LIQUID % o :
- 100 25 100
ot 8 CYCLOHEXANE CH., all 25 3
100 60 3
CHLOROACETICACID  CICH,COH 85 25 1 100
o 5 CYCLOHEXANONE GH,.0 all 25 3
100 60 3
100 25 1 100
% ) DECAHYDRONAFTALENE ~ CH,, nd 25 1
100 60 1
CHLOROBENZENE CH.CI all 25 3 100
e 5 DEMINERALIZED WATER 100 25 1
100 60 1
CHLOROFORM CHCl, all 25 3 100
o 3 DEXTRINE CH,,0CH,0 nd 25 1
100 3 60 2
100

@ |1
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Chemical Formula Conc. Temp. uPVC
(%) (°C)

DIBUTYLPHTALATE C,H,(CO,CH,), 100 25 3
60 3
100

DICHLOROACETIC CLCHCOOH 100 25 1

ACID 60 2
100

DICHLOROETHANE CHCICH,CI 100 25 3
60 3
100

DICHLOROETHYLENE CICHCI 100 25 3
60 3
100

DIETHYL ETHER CH,OC,H, 100 25 3
60 3
100

DIGLYCOLIC ACID (CH,),0(COH), 18 25 1
60 2
100

DIMETHYLAMINE (CH,),NH 100 25 2
60 3
100

DIOCTYLPHTHALATE all 25 &
60 3
100

DISTILLED WATER 100 25 1
60 1
100

DRINKING WATER 100 25 1
60 1
100

ETHERS all 25 3
60 3
100

ETHYL CH,CO,CH, 100 25 3

- ACETATE 60 3
100

- ALCOHOL CH,CH,0H nd 25 1
60 2
100

- CHLORIDE CH,CH,CI all 25 3
60 3
100

- ETHER CH,CH,0CH,CH, all 25 3
60 3
100

ETHYLENE CICH,CH,0H 100 25 3

- CHLOROHYDRIN 60 3
100

- GLYCOL HOCH,CH,OH comm 25 1
60 2
100

FATTY ACIDS nd 25 1
60 1
100

FERRIC FeCl, 10 25 1

- CHLORIDE 60 2
100

sat 25 1

60 1
100

- NITRATE Fe(NO,), nd 25 1
60 1
100

- SULPHATE Fe(S0,), nd 25 1
60 1
100

Class 1: High Resistance Class 2: Limited Resistance Class 3: No Resistance.

12| @,
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Expansion and Contraction

All materials expand and contract with changes in temperature and PVC has a relatively high rate
of change.
The coefficient of thermal expansion is 7 x 10-5/°C.

A handy rule is 7 mm change in length for every 10 metres for every 10°C change in temperature

Example
A 150 meter line of PVC pipe is being installed with the temperature at 28°C. The service tempera-

ture will be18°C. What allowance has to be made for expansion?

1. Find difference between maximum and minimum temperature,i.e. 28°C - 18° C = 10°C.

2. Check chart above for expansion per metre.10° C = 0.7 mm.

3. Multiply answer by total length of line 0.7 x 150 = 105 mm

This means the pipe will contract approximately 0.1 metres when in service.

Methods of providing for thermal expansion or contraction will depend on the nature of the instal-

lation and whether it is above or below ground. (See Installation section).

Linear expansion of PVC vs temperature

35
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Length of run 10 meter Length of run 15 meter
Temp. Change AT °C Thermal Expansion( AL) Temp. Change AT °C Thermal Expansion( AL)
in mm of UPVC in mm of UPVC
10 15 10 23
15 17 15 27
20 19 20 32
30 22 30 37
35 25 35 41
40 26 40 46
Length of run 20 meter Length of run 25 meter
Temp. Change AT °C Thermal Expansion( AL) Temp. Change AT °C Thermal Expansion( AL)
in mm of UPVC in mm of UPVC
10 32 10 36
15 38 15 44
20 45 20 51
30 51 30 58
35 58 35 66
40 64 40 73

Length of run 30 meter

Temp. Change AT °C Thermal Expansion( AL)
in mm of UPVC
10 46
15 55
20 64
30 73
85! 82
40 91

SOLVENT WELDING UPVC PIPES AND FITTINGS

The following information are intended to assist Engineers and Contractors to take full advantages

of the physical and mechanical properties of uPVC pipes and to achieve the desired results:

solvent welded joint installation:

1. Joint Preparation - Cut Pipe square with the axis, using a fine - tooth saw with a miter box or
guide. Remove all burrs and break the sharp lead edges.

2. Cleaning & Priming-Surface to be joined must be cleaned and free of dirt, Moisture, Oil, and
other FOREIGN material Applying Weld-On primer.

3. Mark on spigot the full length of the socket side to make sure that the spigot will fit exactly the
socket length.

4. Application of solvent cement - PVC solvent cement is fast drying and should be applied as
quickly as possible,consistent with good workmanship, Follow up the manufacturer’s recommen-
dation to both spigot and socket side with an adequate quantity of cement.

14|gﬂ
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5. Joint Assembly - While both the inside socket surface and the outside surface of the spigot of
the pipe are WET with solvent cement, forcefully bottom the spigot in the socket.

Turn the pipe or fittings 1/4 turn during assembly (but not after the pipe is bottomed) to distribute
the cement evenly.

Hold for a while until handling strength is developed.

Assembly should be completed within 30 seconds after the last application of solvent cement.

6. After Assembly -Wipe excess cement from the pipe at the end of the socket.

Gaps in the cement bead around the pipe perimeter may indicate a defective assembly.

Handle the newly assembled joints carefully after 1 hour.

Importance Points of Pipe Installation with Solvent Cement Joints

1. The joining surfaces must be clean and dry

2. Sufficient cement must be applied to fill the gap between male and female ends

3. The Assembly must be made while the surfaces are still wet.

4. Completed joints should not be disturbed until they have cured sufficiently to withstand handling.
5. Keep the solvent cement closed and shaded when not actually in use. Discard the solvent ce-
ment when a noticeable change in viscosity occurs, when the cement does not How freely from the
brush, or when the cement appears lumpy and stringy.

ARE
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UPVC PIPES & FITTINGS DIAGRAMS

PIPES
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When UPVC pressure pipe operates at temperature other than the temperature at which the pipe

is rated (20° - OR 23°C) pressure rating should be established on thermal design factors
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Standards & Regulations

It is our mission at Talent to maintain the highest levels of quality through clear operating-
procedures, work instructions, forms and records throughout the company.
Statistical quality control andsound documentation ensures traceability ismaintained anytime in
the future.
This means that all corporateand plant functions within  Talent | whether commercial, or
operational, are required to be clearlystated and documented, ensuring that the quality of your
product is never compromised or been left chance.

Talent Pipes and Fittings are produced according to DIN, BS, ASTM, ISO and Egyptian
standards demand, there is also the facility of manufacturing products with special specifications
according to customer requirements.

Talent Pipes and fittings are produced with the following standards and regulations:

ES: 1717/2008 pipe and fittings made of un plasticized poly (vinyl chloride)

(UPVC) for sewage.

ISO 4065:1996, Thermoplastics pipes (Universal wall thickness table.

1ISO 4422 (1:1996, Pipes and fittings made of unplasticized poly (vinyl chloride) (UPVC) for water
supply Specifications(Part1:General).

ES: 848 unplasticized poly (vinyl chloride) (PVC U) PIPES and fittings for water supply

ISO 265 1, Pipes and fittings of plastics materials - Fittings for domestic and industrial waste pipes
Basic dimensions: Metric series F Part 1: Unplasticized poly (vinyl chloride) (PVC U).

ISO 3126, Plastics piping systems - Plastics piping components - Measurement and determination
of dimensions.

ISO 4633, Rubber seals - joint rings for water supply, drainage and sewerage pipelines - Specifi-
cation for materials.

EN 580, Plastics piping systems -Unplasticized poly (vinylchloride)(PVC-U) pipes - Test method
for the resistance to dichloromethane at a specified temperature ( DCMT ) .

EN 727, Plastics piping and ducting systems - Thermoplastics pipes and fittings - Determination of
vicat softening temperature (VST ) .

EN 743:1994, Plastics piping and ducting systems Thermoplastics pipes - Determination of

the longitudinal reversion.

EN 744, Plastics piping and ducting systems - Thermoplastics pipes - Determination of the longi-
tudinal reversion.

EN 763: 1994 Plastics piping and ducting systems - Injection-moulded thermoplastics fittings -
Test method for visually assessing effects of heating.

EN 921, Plastics piping systems - Thermoplastics pipes - Determination of resistance to internal
pressure at constant temperature.
EN 1053, Plastics piping systems - Thermoplastics piping systems for non-pressure applications -
Test method for water tightness.
EN1411, Plastics piping and ducting systems - Thermoplastics pipes - Determination of resistance
to external blows by the staircase method.
EN 1905, Plastics piping systems Unplasticized poly (vinyl chloride) (PVC - U) pipes, fittings and
material - Method for assessment of the PVC content based on total chlorine content.
EN 12061, Plastics piping systems - Thermoplastics fittings - Test method for impact resistance.
EN 12256, Plastics piping systems - Thermoplastics fittings - Test method for mechanical strength
or flexibility of fabricated fittings.
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TECHNICAL DATAOF Talent upvc
FITTINGS FOR PLUMBING SYSTEMS (DWV)

According to ASTM - D2466 & D3311 (Sch 40)

ELbow 90°

Nominal D H L

size(inch mm mm mm
27 ) 16 27 A
33 32 19 33 A
41 38 22 39 A
50 38 26 47 A
56 37 31 58 A
68 40 38 70 A
100.5 55 48 126 B <
1005 55 48 102 A
127 61 51 149 B
127 614 51 120 A sl
I 53 75 76 168 B

(o) o
Elbow 90° with access cap
Nominal D S H L e A e B ety £
size(inch mm mm mm Mm —
68 40 38 70 A c _|lo ‘
B 1005 55 48 126 B - ‘
1005 55 48 102 A | .
127 61 51 149 B |
127 61 51 120 A e e | s
G 3 75 76 168 A T -
o

Elbow 45

Nominal L T

size(inch mm
. 2oa A D B
] 3% A D 0
. 40 A Y /
I 50 A ,
7 54 A 4 ‘
62 A !
100 100 B | L
100 5. 87 A s I |
127 61 51 120 B ' L ¥
127 61 51 103 A L T
G 83 75 76 160 A
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Tee 90°

Nominal D

size(inch mm

28
35
22
52
56
68
100
100
127
127
G 153

Tee 90 with / cap
Lm mcm

Nominal D
size(inch) mm
2" 68
100
100
127
127
183

w

S
mm
3.3

4
4.2
4.8
3.7

4
55
5.5
6.1
6.1
7.5

S

mm mm m

4
5.5
5.5
6.1
6.1
7.5

H

mm
16
19
22
31
31
38
48
48
51
51
76

H

38
48
48
51
51
76

L
mm
27
33
39
54
58
70
126
102
149
119
168

70
126
102
149
119
168

C
mm
54
65
78
108
116
140
220
204
257
239
336

140
220
204
257
239
336

>>O0>wW>>>>>>

>>wW>w

Tee reducer 90°

Nominal D1

DY

size(inch
3" 2" 100
4" 2" 127
4" 3" 127
6" 4" 183

70 5

70 6

100 6
126.5 7.5

S1 82 H1 H2 L Cc
mm mm mm mm mm mm mm mm
45 48 38 111 180
45 51 38 122 183
55 51 48 138 222
6 76 51 168 280.5

H1

H2

S

i

Tee Reducer 90° with / cap

Nominal D1

D2

S1

S2  H1

size(inch) mm mm mMmM mm mm mm mm mm

3" 2" 100
4" 2" 127
4" 3" 127

6" 4" 183 1265 7.5

20| @,

70
70
100

5
6
6

4.5

4.5

5.5
6

H2 L C
48 38 111 180
51 38 122 183
51 48 138 222
76 51 168 280.5

4

3
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Tee 45°

Nominal D S H C L T

size(inch mm mm mm mm mm
56 37 31 141 91 A
69 45 38 170 110 A
100 55 48 264 161 B
127 61 51 312 195 B
I 813 65 76 421 354 B

o

Coupling

Nominal D S H L

sizeinch) mm mm mm mm
27 28 16 36 — .
33 32 19 41 s
41 38 22 48 L el
50 38 26 56
55 37 31 65 IH
68 40 38 80 )
100.5 55 48 101 o "
127 64 51 108
G 83 71 76 1574
Syphon »

1 E

Nominal D S H L C

size(inch mm mm mm mm mm
4 127 6.1 51 230
127 6.1 51 215

370 A
330 B

HI

L

Double branch tee 45°

Nominal D S H L C

size(inch mm mm mm mm mm
3" 100 5.5 48 161 264
4" 127 6.1 51 195 312

TALENT Industrial
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Double branch tee reducer45°

Nominal D) D2 S1 S2 H1 H2 L C 52 |
sizeinch) mm mm mMm mMm mm mm mm mm |
4" 2" 127 70 6 45 51 38 150 231 R |

4"*3" 127 100 6 55 51 48 175 270 N
[

End Cap

Nominal D S H L
size(inch) mm mm mm mm

Z3 29.5 3.9 16 23
¥a" 35.5 4.5 19 28
1" 44 5.3 22 31

174" 54 5.3 26 34
1" 55 4.1 31 39
2" 68 5.1 38 45
3" 110 5.6 48 69
4" 130 7.5 61 85
188 8.5 86 114

Repair Coupling

Nominal D S H "
size(inch) mm mm mm ol | T
3" 100 5.5 101 | !
4" 127 6.2 108 ! l
183 7.1 157.1 |

Reducing bush

Nominal D1 D2 H1 H2 L o —
size(inch mm mm mm mm mm
26.7 215 255 225 @ 255 A o o
334 215 30 225 30 A A
334  26.85 30 225 30 A |
48.1 215 31 225 31 A ——
481  26.85 31 225 31 A l'l:T’
48.1 33.6 31 30 31 A
60.3 215 38 225 46 B L
60.3  26.85 38 22,5 46 B
60.3  33.6 38 22 46 B
60.3 482 38 31 46 A B DZI D1
889 605 48 38 58 B || ||
1143 605 51 38 61 B —
1143 89.1 51 48 61 A PE— “
1682 1147 76 51 76.2 B e

22| @,
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Clean Out

Nominal D S H L
size(inch) mm mm mm mm st
1% 48.3 3.7 31 60

2" 60.3 4.0 38 69 U
3" 889 55 48 87 lz ‘
" 1143 6.1 51 94
168.3 6 76 120 LT -

Tee Reducer. 45°

| aa—
1 | |Sz
Nominal D1 D2 St S2 HA1 H2 C L [ ‘Q; .
size(inch mm mm mm mm mm mm mm mm | P
4" 2" 127 70 6 5.2 il 38 231 150 C | (ﬁz

4"+ 3" 127 100 6 5.5 51 48 270 175 I/
B 1815 127 6.5 6 76 B 351 305
|
T

Double sanitary Tee 87.5 °

D
1 | -
Nominal D S H C L ~ 1/
size(inch) ~ mm mm mm mm mm C 3*\|7 —!_
3" 100 5.5 48 220 126 I : .
4" 127 6.1 51 257 149 1 Sfle | I:H 1
o 4
Ailr vent
Nominal H L
size(inch mm mm

3" 100 48 88
4" 123 51 100



TALENT Industrial g .
Extension Sockets

d
Nominal D d d1 S H L |
size(inch) mm mm mm mm mm mm S !
110 mm 122 114.5 119 6 8 100 |
125 mm 140 127 132 6.7 8 100 .
125 mm 140 127 132 6.7 8 150 |
T dm ‘A\\,m__#z//
(o}
Elbow 90° SJXF.th
Nominal D S H L /T D
size(inch) mm mm mm mm
56 3.5 31 58
56-50 35 31 58 { |
T e
Floor Trap
Nominal D H1 H2 A S L Type H2 §
size(inch mm mm mm mm mm mm _
96.5 48 125 4.2 99 A 3 IE O A
56.5 31 - =
96.5 48 125 4.2 99 A L
68.8 38 H{ K
68.8 38 125/110 4.2 99 A —
56.5 31 OUTLET D oum)
68.8 38 125/110 4.2 99 A
68.8 38 P
69.8 27.0 110 4.8 70 B
58.8 30.2
61.6 34 110 55 70 B
58.8 30.2
o
Elbow 45
Nominal D) H
size(inch mm mm
29 22 87
35 4.9 26 D .
44 5.8 29 e
52 5.8 26 p
605 52 32 A
735 52 38 |
845 45 45 | >
100 52 48 -
122 6 52 L
172 6 70

(NS)
il
N
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Elbow 87.5 °

Nominal D H

size(inch mm mm
20 mm 27 . 16
25 mm 33 3.9 19
32 mm 41 4.5 22
40 mm 50 5 26
50 mm 58 4 32
63 mm 71 4 38
75 mm 84.5 4.5 45
90 mm 100 5.2 48
il 122.5 6 52
(o Enini 172.5 6 70

Elbow87.5° with access cap

Nominal D S H

size(inch mm mm mm L
70 3.5 38 ,
845 45 45 D ‘
100 52 48
122.5 6 52 ]
B 1725 6 70 i
T ~——

Tee 87.5 °

Nominal D H

size(inch) mm mm
20 mm 27 d 16
25 mm 33 3.9 19
32 mm 43 5.5 22

I
|

40 mm 50 5.9 31 : _____||Db
50 mm 57 3.5 32 |
I
I

63 mm 70 3.5 38 —
75 mm 84.5 4.7 45
90 mm 100 5 48
(Nl 122.5 6 52
(o il 172.5 6 70
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Tee 87.5 ° with cap

Nominal D S H
size(inch mm mm mm
50 mm 57 3.5 32 H
63 mm 70 3.5 38 L 1lp I >
75 mm 84.5 4.7 45 } \
90 mm 100 5 48 w I N
110 mm 122 6 52 S|« H \
172 6 70 .
o
Tee 45
Nominal D S H L
size(inch) mm mm mm mm
50 mm 57.5 3.6 32 A
63 mm 71 3.7 38 A
75 mm 84.5 4.7 45 B
90 mm 100 5 48 B
(Nl 122.5 6 51 B
160 mm 174 7 75 A |
G .

Tee Reducer 87.5°

Nominal D1 DY S S2 HA1 H2
size(inch mm mm mm mm mm mm 5!
110/50 mm_[IKER 6 35 52 39 g A {
110/63 mm VY 70 6 3.5 52 38 | x “
110/75 mm VY 85 6 4.7 52 45 | — | D2
160/110mm e 122 6 6 70 52 N \ L
Pl 85 675 45 35 45 38 mE |
V7380l 122 67.5 6 35 52 38 H ‘ =
o [ ]
Tee Red. 87.5° with cap
Nominal D1 D2 S1 S2 H1 H2 o P
size(inch) mm mm mm mm mm mm H'I |
110/50 mm [p»] 57 3.5 52 39

122 85 47 52 45
172 122 6 70 52
85 675 45 35 45 38
122 675 6 35052 38

6

110/63 mm [Py 70 6 3.5 52 38
6
6

2% | @,
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I
Tee Reducer 45°

Nominal D1 D2 St S2 H1 H2 "—‘T—-
size (inch mm mm mm mm mm mm | 52‘%
122 57 6 3.5 52 32 | X B
110/63 mm [REPZ I (] 6 35 52 38 ol 7 A,
110/75 mm [EEPZENE T 6 5 52 45 4
DR 174 122 7 6 75 52 I .
122 67 6 35 52 38 =

o
Double branch tee 45

Dl

| N
Nominal D |
size(inch)  mm c | ‘ »
90 mm 100
110 mm 122 6 52 R

- J
[ ]

Coupling
Nominal D S H
size(inch) mm mm mm
27 34 16 b\ (
33 3.9 19 s
41 45 22 -
50 5 26
57 35 32 H
70 35 39 :

7 -
84 45 45 D
1225 6 52
172.5 6 70

End Cap

Nominal D S H
size(inch mm mm mm

295 3.4 16
355 3.9 19
44 4.5 22
54 3.5 26
57 35 32
71 3.5 38
90 5 44
125 6 61
188 7 86

Ak
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Clean Out

Nominal D

size(mm) mm

| 50mm__ [REED

: 5
63 40 40

75 5 44 C ’
90 5 52 l l‘

110 5 53 R
160 6 79

Double branch tee 90°

>

D
Nominal D S H . g
size(inch)  mm mm mm §
84 45 45 A
100 5.2 48 B Y
S A

121 5.3 51 A

A B

Double branch Reducer. 45°

Nominal D1 D2 St S2 H1 H2 \ )
size(inch) mm mm mm mm mm mm \ '\Df
122 85 6 5 52 45 Q X
mm HYN ) | S
122 675 6 35 52 38 ¢|
mm H1I |

Famale Thread Adaptor

DI

P - _‘?'_t i

f
Nominal D S H ? g
size(inch mm mm mm L
17" * 1Y% 56 3 32 ; :
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Syphon

D

D —

Nominal D S H a S -1-- N
size(inch) mm mm mm Y \
4mm 122 6 52 e

7

Air vent

Nominal D S H
size(inch) mm mm mm
75mm 82 3 40
110mm 118 4 50

Reducing bush

Nominal L] L ] % Type
mm mm mm mm

25 202 255 225 A
32 20.2 30 225 A
32 25.2 30 25.5 A
40 20.2 26 16 A L,
40 25.2 26 19 A
40 32.2 26 22 A
50 32.2 32 22 A D2 D1
50 40.2 32 26 A A
63 40.2 38 26 A &
63 502 38 31 A )
75 50.2 44 31 A ’
75 63.2 44 38 A P
20 50.2 48 32 B
90 63.2 48 38 B
90 75.2 51 48 B B DZI D
110 50.2 52 38 B )JEl
110 63.2 52 38 B [ — ' 4
10 75.2 52 45 B ',11H_2.' '
110 90.2 52 48 B

OEEEIY 160 1103 70 52 B
110 60.2 52 38 B
75 60.2 47 38 A
60 50.2 38 32 A



TALENT Industrial _
Elbow 90° SJXF.th
Nominal D S H /|
size(inch mm mm mm P
55 s @ g
50 *1%% 65 3 32 - : )
Extension Sockets
.—g—.
Nominal - |- |
size(inch) S '
|
'_l Hr
¢ = 3
Floor Trap
INLET ,2(_'Ng|
Nominal D S H L ~ " L%
1095 v alk i Ol |
1245 35 7 147.5 L és
HII j—
QUTLET D oun .
Repair Coupling
Nominal D S H D
size(mm mm mm mm 1€ || T
84 45 94 | H
122 5.5 109 i l

30| @,
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TECHNICAL DATA OF Talent UPVC PIPES

FOR PLUMBING SYSTEMS (DWV)
According to ASTM D 2241 (SDR) Series

] SDR 13.5 SDR 17 SDR 21 SDR 26 SDR32.5 SDR 41 SDR 64
Outside (D) (21.7 Bar) (17.8 Bar) (13.8 Bar) (11.0Bar) (8.6 Bar) (6.9 Bar) (4.3Bar)
mm
21.34 19 e e e e e
B 667 2.0 1.6 12 | = | = | = | =
33.40 25 2.0 1.60 152 | e e e
B /16 3.1 25 2.01 1.63 152 - e
B /826 36 2.9 229 1.85 152 e e
2" 60.32 45 3.6 2.87 2.31 158 - e
88.90 6.6 5.2 4.24 3.43 2.74 216 -
4" 114.30 5.8 6.7 5.44 4.39 3.51 2.79 1.78
B 6828 12.5 9.9 8.03 6.48 5.18 4.11 2.64
[ 8" ALK — 12.9 10.41 8.43 6.73 5.33 3.43
I

METRIC UPVC PIPES FOR PLUMBING SYSTEM (DWV)

Outside Dia Thickness Weight
() (mm) Kg/M

32 1.5 0.240
32 1.8 0.285
32 24 0.370
40 1.8 0.395
40 1.9 0.415
48 2.5 0.550
48 3.7 0.821
50 1.8 0.422
50 24 0.546
60 2.7 0.785
60 3.9 1.011
63 1.9 0.568
63 3 0.842
75 1.8 0.680
75 22 0.830
75 3 1.122
75 4 1.311
75 5 1.788
110 22 1.220
110 3 1.635
110 3.2 1.744
110 4 2.122
110 ) 2.632
110 6 3.200
110 7 3.620
160 3.2 2.410
160 4.7 3.005
160 4 3.310
160 5 3.763
160 7 5.431



TALENT Industrial
According to ASTM D 1785( SCH 40/ 80)
|/  sCcH4 ]  SCHsO |
Nominal Outside Diameter Thickness mm Weight Pressure Thickness mm Weight Pressure
outside mm Kg/mt rating Kg/mt rating
MIN MAX MIN MAX (bar) MIN MAX (bar)

212 212 28 33 024 414 37 42 031 58.6
266 269 29 34 033 331 39 44 041 476
334 337 34 39 048 310 46 51 0.60 434
421 424 36 41 065 255 49 54 048 359
481 484 37 42 077 228 5.1 5.7 1.03 324
602 605 39 44 104 193 55 6.2 141 276
887 891 55 62 214 179 76 85 283 255
1141 1145 6.0 6.7 305 152 86 96 422 221
168 1685 7.1 80 537 124 110 123 805 193
218.8 2194 82 92 811 11.0 127 142 1223 172

Pipes with three layers

Wall Thickness

[ ] SDR21 SDR 26 SDR32.5 SDR 41 SDR64
Nominal Size Outside (D) (13.8 Bar) (11.0 Bar) (8.6 Bar) (6.9 Bar) (4.3 Bar)
(inch) mm
48.26 229 1.85 1.52
60.32 2.87 2.31 1.58
88.90 4.24 343 2.74 2.16
114.30 5.44 4.39 3.51 2.79 1.78
G 6828 8.03 6.48 5.18 4.11 2.64
B 2008 10.41 8.43 6.73 5.33 3.43
[ |



Y A TALENT industrl
TRANSPORT, HANDLING & STORAGE

Un plasticized PVC pipes are strong but light, its specific gravity being approximately one-fifth
that of cast iron. As a result, these pipes are more easily handled than their metal counterparts.
Reasonable care, however, should be exercised at all times, and when offloading, pipes should
be lowered, not dropped to the ground.

Pipe should be given adequate support at all times. Pipes should not be stacked in large piles
especially in warm temperature conditions, as the lower layers may distort: resulting in difficul-
ties when joining and for pipe alignment. Any pipe with ends prepared for joining (socket and
spigot joints, RR joints, etc.) should be stacked in layers with the socket, placed at alternate
ends of the stack and with sockets protruding to avoid lop-sided stacks and the Imparting of
permanent set to pipes.

Particularly in the case of Ring pipe, rubber rings should not be exposed to solar radiation for
any length of time if they are not coated. It is recommended to stock them in a cool and shady
place. Rubber rings should not come in touch with chemicals, grease, oil and to be stored for
too long a time.

NON - EXPOSURE TO DIRECT SUNLIGHT

m
Maximum Centres

l )
[l

Il
1
1]

For long-term storage, pipe racks should provide continuous support, but if this is not possible,
timber of at least 75 mm bearing width at spacing not greater than 1 m centers for pipe sizes 150
mm and above, should be placed beneath the pipes and at 2 m centers at the side, if the stacks are
rectangular. These spacing apply to pipe size 160 mm and above. Closer supports will be required
for sizes below 160 mm. In such pipe racks, pipes may be stored not more than seven layers or
1.5 m high, whichever is the lesser, but if different classes of pipe are kept in the same racks, then
the thickest classes must always be at the bottom.
For temporary storage in the field, where racks are not provided, the ground should be level and
free from coarse stones. Pipes stored thus should not exceed three layers high and should be
staked to prevent movement.
Stack heights should be reduced if pipes are nested, i. e. pipes stored inside pipes of larger diam-
eters. Reductions in height should be proportional to the weight of the nested pipe compared to
the weight of the pipes normally contained in such stowage’s.

@, | 33
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Since the soundness of any joint depend on the condition of the spigot and the socket, special care
must be taken in transit, handling and storage to avoid damage to the ends.

When loading pipes on the vehicles, care must be taken to avoid their coming into contact with
any sharp corners such as cope irons, loose nail-heads, etc., as pipes may be damaged by being
rubbed against these during transit whilst in transit pipes shall be well secured over their entire
length and not allowed to project unsecured over the tailboard of the lorry. Pipes may be off loaded
from lorries and or by rolling them gently down timbers, care being taken to ensure that pipes do
not fall one upon

another nor on any hard or uneven surfaces. Fork-lift trucks will have to be used for bundles and
large unit loads.

DEFLECTION

The ring integral socket permits an angular deflection at the joint of 2 to 3 degree the introduction
of joint deflection is however, generally unnecessary in an inherently flexible uPVC pipeline.
Sufficient flexibility \ is provided by individual pipe lengths to enable gentle curves to be negotiated
without imparting deflection at the joints.

As a general guide the cold bending radius R of a uPVC pipe length can be calculated as follows”
R = 300*External Diameter

Where a shorter radius of curvature is required, then uPVC formed bends must be introduced.

1| €,
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