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FLANGE COUPLINGS
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ND EN / DIN Ø OD  mm Ø ID  mm Height mm

15 PN10/40 51.0 22.0 3.0

20 PN10/40 61.0 27.0 3.0

25 PN10/40 71.0 34.0 3.0

32 PN10/40 82.0 43.0 3.0

40 PN10/40 92.0 49.0 3.0

50 PN10/40 107.0 61.0 3.0

65 PN10/40 127.0 77.0 3.0

80 PN10/40 142.0 89.0 3.0

100 PN10/16 162.0 115.0 3.0

125 PN10/16 192.0 141.0 3.0

150 PN10/16 218.0 169.0 3.0

200 PN10/16 273.0 220.0 3.0

INCH ANSI Ø OD  mm Ø ID  mm Height mm

1/2" ASA 150lbs 47.5 22.0 3.0

3/4" ASA 150lbs 57.0 27.0 3.0

1" ASA 150lbs 66.5 34.0 3.0

1 1/4" ASA 150lbs 76.0 43.0 3.0

1 1/2" ASA 150lbs 85.5 49.0 3.0

2" ASA 150lbs 104.5 61.0 3.0

2 1/2" ASA 150lbs 124.0 73.0 3.0

3" ASA 150lbs 136.5 89.0 3.0

4" ASA 150lbs 174.5 115.0 3.0

5" ASA 150lbs 196.5 141.0 3.0

6" ASA 150lbs 222.0 169.0 3.0

8" ASA 150lbs 279.0 220.0 3.0

Flange couplings in compliance with EN / DIN and ASTM 

Raised face flange gasket

Dimensions for DIN flanges

Dimensions for ANSI flanges

Form: Flat
Seal place: Raised face
Working pressure: DIN: PN 10-16-40

ASTM: ASA 150 lbs
Material: GORE™ UPG Style 800

novatec® PREMIUM II
Reference: EN / DIN: FXG ... DIN 

ASTM: FXN ... A1
Temperature range: GORE™ UPG Style 800: -210°C / -346°F 

to 260°C / 500°F
novatec® PREMIUM II: 320°C / 608°F

Colour: GORE™ UPG Style 800: white
novatec® PREMIUM II: blue
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Inspection documents

Where materials, fabricated parts and assemblies are manufactured, the

manufacturer produces documents including declarations and test reports to

confirm the nature of the manufacturing, inspection and testing processes

applied.  

Types of inspection document

2.1. Declaration of order compliance

Inspection documents drawn up on the basis of inspections and tests 

conducted by production personnel authorised by the manufacturer.

3.1 Inspection document 3.1

These documents are marked as ‘3.1’ and are drawn up on the basis of 

inspections and tests carried out or supervised by the manufacturer's 

authorised representative independent of the manufacturing and 

based on specific testing.    The former certificate with designation 3.1 B

is replaced by the new 3.1 certificate.  

Inspection documents are validated by the person(s) responsible by signing 

or marking in an appropriate way. Where certificates are prepared by com-

puter, the signature may be replaced by the name and job title of the person 

responsible for validating the document.

INSPECTION DOCUMENTS
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Investment or lost wax casting

LMC-Couplings stainless steel cam & groove couplings and stainless steel

cam & groove handles are produced using the investment casting process.

The basic concept of investment casting is the creation of a sacrificial wax or

plastic mould, which is then coated with refractory material to form the cas-

ting mould.

2000 years ago, the sacrificial mould was carved painstakingly from wax.

Sprues and risers would be added to the wax mould to create a completely

wax pattern, which would then be covered with clay or plaster, allowed to

set, and baked. The baking process would melt the wax, leaving a one-time

pattern in the plaster mould. Modern investment casting involves one more

step.  Skilled model makers create metal dies containing the primary pat-

terns. Wax or plastic is then injected into these dies to create the wax pattern.

Typically, the wax pattern contains many different patterns gated together

by sprues and risers.

The wax pattern is then covered with a refractory material by dipping in cera-

mic slurry, or coating with refractory moulding material. The mould is then

baked, and the wax or plastic allowed to drain out or vaporize. Molten metal

is then poured into the mould.

Removing the cast metal from the mould is more difficult with investment

casting than with other casting methods, because the mould material (typi-

cally refractory) is often resistant to removal. Chemicals, high-pressure water

jet washing and sand blasting are some of the methods used to remove

moulds.

Die casting

The basis of the method is to force molten metal into a reusable mould under

high pressure. The metal then cools (often assisted by water cooling of the

die), opened and the casting ejected.

Moulds for die-casting are quite complex, and are usually made from steel

alloy in two sections (the cover and ejector). The die must be able to with-

stand high temperatures and pressures, and so is typically made from steel

alloys containing chromium or tungsten. To increase die life and improve

throughput, dies are normally cooled using water, air or nitrogen.

There are two major types of die-casting machines. Hot chamber die-casting

machines are used for low melting point materials. 

Aluminium, magnesium, brass and bronze die-castings are all produced

using cold chamber machines. In cold chamber die-casting, the metal is fed

from the holding furnace into a chamber, from where a plunger forces it into

the die. Cold chamber machines are typically rather slower than hot chamber

machines

Materials best-suited for die casting are zinc, aluminium, magnesium, copper,

lead and tin. High pressure die-casting is generally limited to non-ferrous

metals, due to the difficulty of making refractory moulds capable of withstan-

ding the high temperatures and pressures involved.

PRODUCTION METHODS
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