BS 6076 : 1981

UDC 678.742.2-462—416 :
621.643.2—-761(24) : 669.13

British Standard Specification for

Tubular polyethylene film for use as protective
sleeving for buried iron pipes and fittings

Specification des revétements tubulaires en polyethyléne pour utilisation en tant
que manchons de protection pour les conduites et raccords en fer enterrés

Spezifikation fur rohrenformigen Polyathylenfilm flir den Einsatz als Schutzhulle
flir unterirdische Rohrleitungen und Armaturen aus Eisen

Foreword

This British Standard has been prepared under the direction
of the Plastics Industry Standards Committee, at the
request of the Ductile Iron Pipe Association, and has been
based on current practices used in protecting underground
iron pipes and fittings from corrosion in aggressive soils:

This standard applies to tubular polyethylene film suitable
for the protection of buried ductile iron and grey iron
pipes and fittings manufactured in accordance with

BS 4772 and BS 4622 respectively.

Polyethylene film was first used as a corrosion protection
medium in America in 1951; it has proved to be an effective
way of combating corrosion and is now used for this
purpose throughout the world.

The tubular film is sleeved over the pipes and fittings
immediately prior to laying and the over-lap at the joints
made to provide a close fit along the pipeline.

The use of polyethylene protective sleeving is described in
BS 5493 and CP 2010 : Part 3.

1. Scope

This British Standard specifies the composition and
properties of tubular polyethylene film for use as sleeving
for protecting buried iron pipes and fittings from
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corrosion. It also specifies the widths of the sleeving to be
used according to the nominal diameter of the pipe and the
type of flexible joint in use.

2. References

The titles of the standards publications referred to in this
standard are listed on page 3.

3. Composition

3.1 The film shall be manufactured from polyethylene, or
from a blend of polyethylenes and/or a copolymer of
ethylene and higher olefins. A well dispersed carbon black
pigment, antioxidants and slip agents may be included.
The derived density of the base polymer when tested in
accordance with B.1 to B.4 of BS 3412 : 1976 shall be
not less than 915 kg/m? nor greater than 930 kg/m®.

NOTE. For routine quality control purposes the method described
in B.5 of BS 3412 : 1976 may be used.

3.2 The melt flow index of the base polymer when
determined in accordance with BS 2782 : Method 720A
shall be not greater than 2.5.

3.3 The use of regenerated material shall not be permitted.
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4. Tubing

4.1 Dimensions

4.1.1 The nominal layflat width of the tubular film shall
be chosen according to the type of flexible joint and the
diameter of the pipe and shall comply with the dimensions
given in table 1.

The actual layflat width of the tubular film shall not differ
from the nominal by more than + 2.5 %.

4.1.2 The nominal film thickness shall neither be less than
200 pm nor more than 250 pm, unless otherwise agreed
between the customer and the supplier.

Table 1. Layflat width of tubular polyethylene
film for various sizes of iron pipe

Nominal Layflat width of tubular polyethylene film
internal
diameter For use with pipeline For use with pipeline
of pipe incorporating incorporating
mechanical flexible push-in flexible joints,
joints, e.g. Stanlock+ e.g. Tyton/Stantyte+
mm mm mm
80 - 350

100 450 350

150 550 450

200 650 550

250 700 650

300 800 700

350 - 800

400 1100 1100

450 1100 1100

500 1350 1350

600 1350 1350

700 — 1750

800 — 1750

900 — 2000
1000 — 2000
1100 — 2500
1200 - 2500

+See CP 2010 : Part 3.

The average film thickness of a roll of material shall not

differ from the nominal thickness by more than £ 10 %

when measured in accordance with BS 2782 : Method 631A*.
Individual thickness measurements made in accordance with
BS 2782 : Method 630At shall not differ by more than

+ 25 % of the nominal value.

The actual length of the film shall be not less than the
nominal length.

4.2 Properties

4.2.1 Visual examination. The film shall be free from
tears and voids and substantially free from pinholes and
other discontinuities.

4.2.2 Tensile strength. When tested in accordance with

method 326C of BS 2782 : Methods 326A to 326C : 1977
the tensile strength of the film in both machine and
transverse directions shall be not less than 11 MPa.

4.2.3 Elongation. When tested in accordance with
method 326C of BS 2782 : Methods 326A to 326C : 1977
the elongation of the film at break in both machine and
transverse directions shall be not less than 300 %.

5. Marking

The tubular polyethylene film supplied shall bear a label
containing the following information.

(a) The manufacturer’s name and/or trade mark.

(b) The words ‘Tubular polyethylene film complying
with the requirements of BS 6076’.

(c) The nominal thickness of the film.
{d) The nominal width of the film.
(e) The nominal length of the film.

6. Packaging, distribution and storage

6.1 The film shall be supplied in rolls on cores of internal
diameters not less than 75 mm.

6.2 The rolls shall be suitably supported and protected
during storage and distribution.

6.3 Exposure to direct sunlight of film that does not
contain carbon black shall be kept to the minimum
practicable level.

Documents

*In course of preparation. This method will be identical with that in ISO 4591,

tIn course of preparation. This method will be identical with that in ISO 4593.
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