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          MASON INDUSTRIES, INC.
International Manufacturers of 

                              
Noise and Vibration Control Products                                             

MASON-MERCER SECTION
(Spec from SEJ-3-1)
SAFEFLEX SPECIFICATION
Rubber expansion joints shall be peroxide cured EPDM throughout with Kevlar® tire cord reinforcement. Substitutions must have certifiable equal or superior characteristics. The raised face rubber flanges must encase solid steel rings to prevent pull out. Flexible cable wire is not acceptable.
Sizes 1-1/2” through 14” (40mm through 350mm) shall have a ductile iron external ring between the two spheres. Sizes 16” through 24” (400mm to 600mm) may be single sphere.
Sizes 3/4” through 2”(19mm through 50mm) may have one sphere, bolted threaded flange assemblies and cable retention.
Minimum ratings through 14” (350mm) shall be 250psi at 170°F and 215psi at 250°F. (1.72MPa at 77°C and 1.48MPa at 121°C), 16” (400mm) through 24”(600mm) 180psi at 170°F and 150psi at 250°F. (1.24MPa at 77°C and 1.03 MPa at 121°C). Higher published rated connectors may be used where required.
Safety factors shall be a minimum of 3/1. All expansion joints must be factory tested to 150% of maximum pressure for 12 minutes before shipment.

The piping gap shall be equal to the length of the expansion joint under pressure. Control rods passing through 1/2” (13mm) thick Neoprene washer bushings large enough to take the thrust at 1000psi (0.7 kg/mm2) of surface area may be used on unanchored piping where the manufacturer determines the condition exceeds the expansion joint rating without them.
Submittals shall include two test reports by independent consultants showing minimum reductions of 20 DB in vibration acceleration and 10 DB in sound pressure levels at typical blade passage frequencies on this or a similar product by the same manufacturer.

All expansion joints shall be installed on the equipment side of the shut off valves. Expansion joints shall be SAFEFLEX SFDEJ, SFEJ, SFDCR or SFU and Control Rods CR as manufactured by Mason Industries, Inc.

(Spec 23 from SRG book)
Flexible spherical expansion joints shall employ peroxide cured EPDM in the covers, liners and Kevlar tire cord frictioning. Any substitutions must have equal or superior physical and chemical characteristics. Solid steel rings shall be used within the raised face rubber flanged ends to prevent pullout. Flexible cable bead wire is not acceptable. Sizes 2” (50mm) and larger shall have two spheres reinforced with a ductile iron external ring between spheres. Flanges shall be split ductile iron or steel with hooked or similar interlocks. Sizes 3/4” (19mm) to 1-1/2” (38mm) may have threaded two piece bolted flange assemblies, one sphere and cable retention. Connectors shall be rated at 250 psi (1.72MPa) up to 170°F (77°C) with a uniform drop in allowable pressure to 215 psi (1.48MPa) at 250°F (121°C) in sizes through 14” (350mm). 16” (400mm) through 24” (600mm) single sphere minimum ratings are 180 psi (1.24MPa) at 170°F (77°C) and 150 psi (1.03MPa) at 250°F (121°C). Higher rated connectors may be used to accommodate service conditions. All expansion joints must be factory tested to 150% of rated pressure for 12 minutes before shipment. Safety factors to burst and flange pullout shall be a minimum of 3/1. Concentric reducers to the above ratings may be substituted for equal ended expansion joints.
Expansion joints shall be installed in piping gaps equal to the length of the expansion joints under pressure. Control rods need only be used in unanchored piping locations where the manufacturer determines the installation exceeds the pressure requirement without control rods. If control rods are used, they must have 1/2” (12mm) thick Neoprene washer bushings large enough in diameter to take the thrust at 1000 psi (.7 kg/mm2) maximum on the washer area.
Submittals shall include two test reports by independent consultants showing minimum reductions of 20 DB in vibration accelerations and 10 DB in sound pressure levels at typical blade passage frequencies on this or a similar product by the same manufacturer. All expansion joints shall be installed on the equipment side of the shut off valves. Expansion joints shall be type SAFEFLEX SFDEJ, SFEJ, SFDCR or SFU and Control Rods CR as manufactured by Mason Industries, Inc.
FLEXIBLE RUBBER CONNECTORS (Spec from VCS-100-12)
SPECIFICATION O 
Rubber expansion joints shall be peroxide cured EPDM throughout with Kevlar tire cord reinforcement. Substitutions must have certifiable equal or superior characteristics. The raised face rubber flanges must encase solid steel rings to prevent pull out. Flexible cable wire is not acceptable. Sizes 1-1/2” through 14” (40mm through 350mm) shall have a ductile iron external ring between the two spheres. Sizes 16” through 24” (400mm to 600mm) may be single sphere. Sizes 3/4” through 2” (19mm through 50mm) may have one sphere, bolted threaded flange assemblies and cable retention.
Minimum ratings through 14” (350mm) shall be 250psi at 170°F and 215psi at 250°F. (1.72MPa at 77°C and 1.48MPa at 121°C), 16” (400mm) through 24” (600mm) 180psi at 170°F and 150psi at 250°F. (1.24MPa at 77°C and 1.03 MPa at 121°C). Higher published rated connectors may be used where required.
Safety factors shall be a minimum of 3/1. All expansion joints must be factory tested to 150% of maximum pressure for 12 minutes before shipment.
The piping gap shall be equal to the length of the expansion joint under pressure. Control rods passing through 1/2” (13mm) thick Neoprene washer bushings large enough to take the thrust at 1000psi (0.7 kg/mm2) of surface area may be used on unanchored piping where the manufacturer determines the condition exceeds the expansion joint rating without them. Submittals shall include two test reports by independent consultants showing minimum reductions of 20 DB in vibration accelerations and 10 DB in sound pressure levels at typical blade passage frequencies on this or a similar product by the same manufacturer. All expansion joints shall be installed on the equipment side of the shut off valves. Expansion joints shall be SAFEFLEX SFDEJ, SFEJ, SFDCR or SFU and Control Rods CR as manufactured by Mason Industries, Inc.
MERCER RUBBER COMPANY
Manufacturer of Rubber Expansion Joints, Duct Connectors & Hoses
Expansion Joint Performance Specification
	Series 450 for light service conditions

	Covers shall be a minimum of 1 plies of Nylon skimmed with an elastomer to resist environmental conditions such as sunlight, ozone, oil particles, temperature or chemical exposure.

The carcass shall consist of a minimum of four plies of rubber impregnated Polyester or Kevlar tire cord.  The fabric selection is a function of the operating temperature and pressure as specified in the joint schedule.

The expansion joint tube shall be a minimum of ¼”thick and the elastomer as specified in the joint schedule. Abrasive resistance must be verified by an abrasive test in accordance with ASTM-D5963-04 and the material shall be capable of withstanding the temperature, corrosive and abrasive properties of the fluid. These capabilities shall be documented by the expansion joint manufacturer by test reports, recommendations of the elastomer supplier or an independent laboratory. Cover and tube tensile and elongation properties shall be documented by an independent laboratory report.

Expansion joints shall be capable of meeting the movement requirements specified in the joint schedule.

All electrometric expansion joints from ½” to 120” diameter shall be cured in a steam autoclave at a minimum pressure of 50 psi.

Back-up rings shall be A36 carbon steel, ductile iron or stainless, as specified.

The expansion joint manufacturer shall provide a set of calculations that will verify the structural carcass integrity. These design calculations shall include the fabric reinforcement bias angle in the arch and body of the expansion joint, swell and expansion due to the operating pressures and the maximum stress on the fabric reinforcement.

Control units consisting of gusset plates, rods, nuts and rubber washers for vibration and noise reduction must have calculations as well.  Control units must be installed across all expansion joints if the pipe line is not anchored on both sides of the expansion joint.  Materials shall be as in the schedule.

All calculations for the structural carcass shall demonstrate a 3:1 safety factor on all components and materials.

Calculations shall be stamped by a registered engineer in the states the project is located with a minimum of 3 years of documented elastomeric expansion joint design experience. 

This same engineer shall document his presence in the facility while joints are manufactured.

Single arch joints 30” diameter and larger, and all multiple arch joints shall be pressure tested to 1.5 of rated pressure for a period of 10 minutes minimum.

Manufacturer’s records shall reflect the actual cure cycle. The autoclave will be registered with the National Boiler and Pressure Vessel 

Association.

Calculations, documentation of engineer’s experience, pressure vessel certification and tensile, elongation and abrasion tests shall be submitted as part of the submittal package.

Expansion joints shall be Series 450 as manufactured by the Mercer Rubber Company of Hauppauge, New York or approved equal.


MERCER RUBBER COMPANY
Manufacturer of Rubber Expansion Joints, Duct Connectors & Hoses
Expansion Joint Performance Specification

	Series 500 for Heavy duty service conditions

	Covers shall be a minimum of 1/8”thick, made of the specified elastomer to resist environmental conditions such as sunlight, ozone, oil particles, temperature or chemical exposure.

The carcass shall consist of a minimum of four plies of rubber impregnated Polyester or Kevlar tire cord backed by steel wire or hoops.  The fabric selection is a function of the operating temperature and pressure as specified in the joint schedule.

The expansion joint tube shall be a minimum of ¼” thick and the elastomer as specified in the joint schedule. Abrasive resistance must be verified by a verified by an abrasive test in accordance with ASTM-D5963-04 and the material shall be capable of withstanding the temperature corrosive and abrasive properties of the fluid. These capabilities shall be documented by the expansion joint manufacturer by test reports, recommendations of the elastomer supplier or an independent laboratory. Cover and tube tensile and elongation properties shall be documented by an independent laboratory report.

Expansion joints shall be capable of meeting the movement requirements specified in the joint schedule.

Where wire is the reinforcement, the spacing shall be designed so that stress in the fabric reinforcement bridging beneath the wire is not excessive.

All elastomeric expansion joints from ½” to 120” diameter shall be cured in a steam autoclave at a minimum pressure of 50 psi.

Back-up rings shall be ASTM A36 carbon steel, ductile iron or stainless, as specified.

The expansion joint manufacturer shall provide a set of calculations that will verify the structural carcass integrity. These design calculations shall include the fabric reinforcement bias angle in the arch and body of the expansion joint, swell and expansion due to the operating pressures and the maximum stress on the fabric reinforcement.

Calculations for the structural layers shall include hoop stress in the arch rings as well as the wire reinforcement.

Control units consisting of gusset plates, rods, nuts and rubber washers for vibration and noise reduction must have calculations as well. Control units must be installed across all expansion joints if the pipe line is not anchored on both sides of the expansion joint. Materials shall be as in the schedule.

All calculations for the structural carcass and control rod components shall demonstrate a 3:1 safety factor on all components and materials.

 Calculations shall be stamped by a registered engineer in the states the project is located with a minimum of 3 years of documented elastomeric expansion joint design experience. This same engineer shall have a license in the state where the expansion joint(s) are to be installed. This engineer must also be present in the manufacturing facility where joints are being designed, manufactured and tested.

Single arch joints 30” diameter and larger, and all multiple arch joints shall be pressure tested to 1.5 of rated pressure for a period of 10 minutes minimum.

Manufacturer’s records shall reflect the actual cure cycle. The autoclave will be registered with the National Boiler and Pressure Vessel 

Association.

Calculations, documentation of engineer’s experience, pressure vessel certification and tensile, elongation and abrasion tests shall be submitted as part of the submittal package.

Expansion joints shall be Series 500 as manufactured by the Mercer Rubber Company of Hauppauge, New York or approved equal.




MERCER RUBBER COMPANY

Manufacturer of Rubber Expansion Joints, Duct Connectors & Hoses

Expansion Joint Performance Specification

	Concentric and Eccentric reducing series 500 for Heavy duty service conditions

	Covers shall be a minimum of 1/8”thick, made of the specified elastomer to resist environmental conditions such as sunlight, ozone, oil particles, temperature or chemical exposure.

The carcass shall consist of a minimum of four plies of rubber impregnated Polyester or Kevlar tire cord backed by steel wire or hoops.  The fabric selection is a function of the operating temperature and pressure as specified in the joint schedule.

The expansion joint tube shall be a minimum of ¼” thick and the elastomer as specified in the joint schedule. Abrasive resistance must be verified by a verified by an abrasive test in accordance with ASTM-D5963-04 and the material shall be capable of withstanding the temperature corrosive and abrasive properties of the fluid. These capabilities shall be documented by the expansion joint manufacturer by test reports, recommendations of the elastomer supplier or an independent laboratory. Cover and tube tensile and elongation properties shall be documented by an independent laboratory report.

Expansion joints shall be capable of meeting the movement requirements specified in the joint schedule.

Where wire is the reinforcement, the spacing shall be designed so that stress in the fabric reinforcement bridging beneath the wire is not excessive.

All elastomeric expansion joints from 1” to 72” diameter shall be cured in a steam autoclave at a minimum pressure of 50 psi.

Back-up rings shall be ASTM A36 carbon steel, ductile iron or stainless, as specified.

The expansion joint manufacturer shall provide a set of calculations that will verify the structural carcass integrity. These design calculations shall include the fabric reinforcement bias angle in the arch and body of the expansion joint, swell and expansion due to the operating pressures and the maximum stress on the fabric reinforcement.

Calculations for the structural layers shall include hoop stress in the arch rings as well as the wire reinforcement.

Control units consisting of gusset plates, rods, nuts and rubber washers for vibration and noise reduction must have calculations as well. Control units must be installed across all expansion joints if the pipe line is not anchored on both sides of the expansion joint. Materials shall be as in the schedule.

All calculations for the structural carcass and control rod components shall demonstrate a 3:1 safety factor on all components and materials.

 Calculations shall be stamped by a registered engineer in the states the project is located with a minimum of 3 years of documented elastomeric expansion joint design experience. This same engineer shall have a license in the state where the expansion joint(s) are to be installed. This engineer must also be present in the manufacturing facility where joints are being designed, manufactured and tested.

Single arch joints 30” diameter and larger, and all multiple arch joints shall be pressure tested to 150% of rated pressure for a period of 20 minutes.

Manufacturer’s records shall reflect the actual cure cycle. The autoclave will be registered with the National Boiler and Pressure Vessel 

Association.

Calculations, documentation of engineer’s experience, pressure vessel certification and tensile, elongation and abrasion tests shall be submitted as part of the submittal package.

Expansion joints shall be Series 500 in a FCR and FER style as manufactured by the Mercer Rubber Company of Hauppauge, New York or approved equal.
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