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OPERATING INSTRUCTIONS  
 

EFRAC 180mm POSITIONING KIT 
 

Machine to be operated by trained personnel. 
 

Instructions to be read before use. 
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Hy-ram Engineering Co. Ltd have designed and manufactured this unit to meet the 
requirements of National Grid Gas Industry Standards. 

GIS/PL2-5:2006 Part 5: Electro-Fusion Ancillary Tooling. 

  

Hy-Ram Engineering Co Ltd has a policy of continuous improvement in product quality and 
design. Hy-Ram Engineering Co Ltd therefore reserves the right to change the 
specification of its models at any time, without prior notice. 
 
Before using 

 
It is important to ensure all component parts are present and in serviceable condition. 
 
Instructions for use.  
 

Pipe Size and fitting shape 

 
1. Check the pipe size and set the liners to suit. Turn the knobs anti-clockwise to 

release them and allow the top half of the clamping rings to be removed.  
2. The liners are held in place with a spring loaded ball, they simply clip in and clip out 

of position. 
3. Prepare the pipes to be joined using accepted procedures. 
4. Place the clamp around each end of the pipes being welded. 
5. Position the fitting in the centre of the clamp in between the two clamping rings. 
6. Turn the knobs clockwise to secure the clamp, pipe and fitting in position. 
7. The clamping rings can be moved closer and further away from each other by 

loosening the holding screw which releases the clamping pressure on the box 
section base. The rings can now be moved or removed from the base.  

8. If elbows or tees are being held, then the holding screw can be released enough to 
allow the clamping ring to slide along the box section base the angle making joint 
piece can be set to the appropriate angle or the tee piece adapter box section can 
be fitted in place by locating the unit on the box section base. 

9. If tees are being held, then the electrofusion side should be held and welded first, 
then the spigot outlet held and welded second. If the spigot is long enough, the 
tool can be used as a straight clamp. If there is not enough room, adjust the tool to 
a 90 degree angle and clamp between the main pipe and the side pipe. 

10. The fitting is now constrained and ready for welding 
 

Removal 
 

1. Turn Knob anti-clockwise to release clamp pressure. Remove tool from pipework. 
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Tel: + 44 (0) 1623 422 982   Email: enquiries@hyram.com 

 


