
Термопластиковые трубки
и фитинги

техническая информация



Термопластиковые трубки AFrost используются в холодильных установках промышленного и коммерческого 
назначения, а также в системах кондиционирования. Они были разработаны для того, чтобы заменить 
традиционные медные трубы, предлагая в качестве преимущества гибкость и простоту сборки.

Термопластиковые трубки AFrost  обеспечивают высокую прочность самой трубки и её  низкую проницаемость 
как для традиционных фреонов,  так и для хладагентов нового поколения, таких как CO2 или, таких 
специальных хладагентов, как аммиак.

Экономия: сокращение времени на монтаже и сборке системы;

Надежность: Отсутствие утечек фреонов за счет низкой
проницаемости для газов-хладагентов (включая CO2);

Качество: высокая химическая совместимость и устойчивость
к внешним атмосферным воздействиям;

Гибкость: устранение потерь из-за вибраций с поглощением
самих вибраций и шумоподавления;

Простота и удобство: отсутствие пайки, сварки, развальцовки
и изгиба медных труб;

Универсальность: подходит практически для всех популярных
хладагентов и масел - R134a, R404A, R407c, R401A, R744 (CO2),
R717 (NH3), а также минеральных и синтетических масел.

Используемый при изготовлении термопластик, имеет гарантированную химическую совместимость 
с холодильными газами HFC, а также с соответствующими маслами, применяемыми в холодильном 
оборудовании.

Термопластиковые трубки
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Артикул Наименование
Внутренний 

диаметр,
мм

Наружный  
диаметр, 

мм

Радиус 
загиба,

мм

Рабочее 
давление,

бар

41000100-R
Капиллярная пластиковая трубка, 2 мм

 (цвет: красный)
2,0 5,9 10,0 60

41000100-B
Капиллярная пластиковая трубка, 2 мм

 (цвет: синий)
2,0 5,9 10,0 60

41000100
Капиллярная пластиковая трубка, 2 мм

 (цвет: черный)
2,0 5,9 10,0 60

41000101-R
Капиллярная пластиковая трубка, 4 мм

 (цвет: красный)
4,0 8,2 35,0 60

42000080
Капиллярная пластиковая трубка, 6 мм

 (цвет: черный)
6,5 11,9 55,0 45

- Для отбора давления газообразного или жидкого хладагента (подключения манометров, реле давлений,
    датчиков давления);
- Для линий возврата масла в компрессоры;                                                                         
- Для линий подачи газообразного и жидкого хладагента высокого и низкого давлений, вместо медных труб;                                    
- Специальные применения.

Используемый при изготовлении термопластик PA12 является устойчивым к растрескиванию под 
воздействием напряжений и абразивному истиранию материалом, что делает его незаменимым в тех случаях, 
когда требуются повышенная прочность и износостойкость.

Модуль упругости:  1100, МПа;
Ударная вязкость:  7 при 23 оС, кДж/м2;
Температура плавления:  178оС;
Температура допустимой деформации:  115 оС;
Плотность:  1,01 г/см3;

Рабочая температура:  −40 оС ~ + 130 оС;
Допуск:  0,1 мм.

Ассортимент капиллярной термоплаcтиковой трубки AFrost

Применение:
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2004    Тройник с ниппелем
                 7/16"-20UNF

2005    Тройник c ниппелем под гайку
                 1/4", 7/16"-20UNF

2006    Тройник c боковой гайкой
                 1/4", 7/16"-20UNF

2002    Вставка с депрессором
                7/16"-20UNF

2001    Фитинг прямой
                7/16"-20UNF

2003    Фитинг угловой 90о с гайкой
                 1/4" SAE, 7/16"-20UNF

Фитинги для термопластиковой трубки 2 мм

4003    Вставка с депрессором
              7/16"-20UNF

4001    Фитинг прямой
             7/16"-20UNF

Фитинги для термопластиковой трубки 4 мм

4004    Фитинг угловой 90о с гайкой
                 1/4" SAE, 7/16"-20UNF

4005    Тройник с ниппелем
                  7/16"-20UNF

4006    Тройник с ниппелем под гайку
                  1/4" SAE, 7/16"-20UNF

4007    Тройник с боковой гайкой
                 1/4" SAE, 7/16"-20UNF

4008    Фитинг прямой
                 5/8" SAE-18UNF

4009    Фитинг угловой 90о

                 1/4" с гайкой 5/8"-18UNF

Фитинги для термопластиковой трубки 6 мм

6001    Фитинг прямой
                5/8" SAE-18UNF

6001    Фитинг угловой 90о с гайкой
                3/8" SAE 5/8"-18UNF
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Рекомендации по монтажу:

Ножницы для резки трубки

Ручные гидравлические клещи

为避免软管破坏和流量受限，软管弯曲半径尽可
能加大。

Hose bending radius should be as big as possible when it 
is in motion.

安装时软管切勿拉的太紧，否则当受压力时会破
坏软管或接头连接处松脱。

Hose should not be too tight,if not,when received pressure 
hose will be destroyed,joint will be lossed.

安装时软管切勿扭歪，否则当受压力时会破坏软
管或接头连接处松脱。

Hose should not be twisted ,if not,when received pressure 
hose will be destroyed and joint will be lossed.

当弯曲半径太小时，宜采用90度弯接以免软管出
现急弯。

Choose right angle fittings to avoid too small bending radius 
and excess force.

使用自动或手动的切割
器来断管，切割必须完
全平直和平滑。

Cut the hose using proper 
shears,automatic or manual 
cutters.The cut must be per 
fectly square and smooth.

将接头插入软管内。

Push the insert inside the 
hose.

将套管穿在软管上，并
使套管上的凹槽朝向软
管连接处。

Insert the sleeve on the hose 
with the groove towards the 
hose side to be assembled.

将螺母滑至接头外表
面，同时将套管扒至并
覆盖插头底部。

Make the nut  s l ide  onto 
the  ex te rna l  par t  o f  the 
insert(flare) and push the 
sleeve till it covers the bottom 
of the free insert.

将螺母穿在软管上。

Insert the nut onto the hose.

使用固定手钳扣压软管时，
应使套管覆盖软管的整个表
面。将软管成形直到手钳自
动打开，第二次扣压是为了
确保安全无渗漏。

Assemble the hose by positioning 
manual pliers on the sleeve covering 
its whole surface.Crimp till hand pliers 
poen automatically.A second crimping 
is useful to obtain a safer assembling.

1

4

2

5

3

6

将套管套在软管上，套
管与软管端紧贴在一
起。

Put the sleve onto the hose 
part to be assembled and 
position the sleeve in line with 
the hose end.

将软管上的套管滑动到钩
槽处。

Slide the sleve onto the hose 
till it reaches the hook groove 
of the insert.

将"O"型圈套入密封槽
中。

Whewever the inserts are 
praided with proper grooves, 
slide the O-rings into them.

将套管部分放入压紧模
具中，组装软管。

A s s m b l e  t h e  h o s e  b y 
positioning the sleve in line 
with the and of the crimping 
die.

将带有螺母的接头插入软管
中，并插到底。

Slid the unt onto the insert, the 
push the insert insde the hose all 
way down.

为了安全无泄漏，重复扣压
2~3次。

For a safer assembling, repeat the 
crimping turning two or three sides of 
the crimped sleeve.

1

4

2

5

3

6
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为避免软管破坏和流量受限，软管弯曲半径尽可
能加大。

Hose bending radius should be as big as possible when it 
is in motion.

安装时软管切勿拉的太紧，否则当受压力时会破
坏软管或接头连接处松脱。

Hose should not be too tight,if not,when received pressure 
hose will be destroyed,joint will be lossed.

安装时软管切勿扭歪，否则当受压力时会破坏软
管或接头连接处松脱。

Hose should not be twisted ,if not,when received pressure 
hose will be destroyed and joint will be lossed.

当弯曲半径太小时，宜采用90度弯接以免软管出
现急弯。

Choose right angle fittings to avoid too small bending radius 
and excess force.

使用自动或手动的切割
器来断管，切割必须完
全平直和平滑。

Cut the hose using proper 
shears,automatic or manual 
cutters.The cut must be per 
fectly square and smooth.

将接头插入软管内。

Push the insert inside the 
hose.

将套管穿在软管上，并
使套管上的凹槽朝向软
管连接处。

Insert the sleeve on the hose 
with the groove towards the 
hose side to be assembled.

将螺母滑至接头外表
面，同时将套管扒至并
覆盖插头底部。

Make the nut  s l ide  onto 
the  ex te rna l  par t  o f  the 
insert(flare) and push the 
sleeve till it covers the bottom 
of the free insert.

将螺母穿在软管上。

Insert the nut onto the hose.

使用固定手钳扣压软管时，
应使套管覆盖软管的整个表
面。将软管成形直到手钳自
动打开，第二次扣压是为了
确保安全无渗漏。

Assemble the hose by positioning 
manual pliers on the sleeve covering 
its whole surface.Crimp till hand pliers 
poen automatically.A second crimping 
is useful to obtain a safer assembling.

1

4

2

5

3

6

将套管套在软管上，套
管与软管端紧贴在一
起。

Put the sleve onto the hose 
part to be assembled and 
position the sleeve in line with 
the hose end.

将软管上的套管滑动到钩
槽处。

Slide the sleve onto the hose 
till it reaches the hook groove 
of the insert.

将"O"型圈套入密封槽
中。

Whewever the inserts are 
praided with proper grooves, 
slide the O-rings into them.

将套管部分放入压紧模
具中，组装软管。

A s s m b l e  t h e  h o s e  b y 
positioning the sleve in line 
with the and of the crimping 
die.

将带有螺母的接头插入软管
中，并插到底。

Slid the unt onto the insert, the 
push the insert insde the hose all 
way down.

为了安全无泄漏，重复扣压
2~3次。

For a safer assembling, repeat the 
crimping turning two or three sides of 
the crimped sleeve.

1

4

2

5

3

6
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Отрежьте необходимую 
длину трубки от бухты
с помощью специальных 
ножниц или резака.
Разрез должен быть
выполнен идеально
ровным и гладким.

6

为避免软管破坏和流量受限，软管弯曲半径尽可
能加大。

Hose bending radius should be as big as possible when it 
is in motion.

安装时软管切勿拉的太紧，否则当受压力时会破
坏软管或接头连接处松脱。

Hose should not be too tight,if not,when received pressure 
hose will be destroyed,joint will be lossed.

安装时软管切勿扭歪，否则当受压力时会破坏软
管或接头连接处松脱。

Hose should not be twisted ,if not,when received pressure 
hose will be destroyed and joint will be lossed.

当弯曲半径太小时，宜采用90度弯接以免软管出
现急弯。

Choose right angle fittings to avoid too small bending radius 
and excess force.

使用自动或手动的切割
器来断管，切割必须完
全平直和平滑。

Cut the hose using proper 
shears,automatic or manual 
cutters.The cut must be per 
fectly square and smooth.

将接头插入软管内。

Push the insert inside the 
hose.

将套管穿在软管上，并
使套管上的凹槽朝向软
管连接处。

Insert the sleeve on the hose 
with the groove towards the 
hose side to be assembled.

将螺母滑至接头外表
面，同时将套管扒至并
覆盖插头底部。

Make the nut  s l ide  onto 
the  ex te rna l  par t  o f  the 
insert(flare) and push the 
sleeve till it covers the bottom 
of the free insert.

将螺母穿在软管上。

Insert the nut onto the hose.

使用固定手钳扣压软管时，
应使套管覆盖软管的整个表
面。将软管成形直到手钳自
动打开，第二次扣压是为了
确保安全无渗漏。

Assemble the hose by positioning 
manual pliers on the sleeve covering 
its whole surface.Crimp till hand pliers 
poen automatically.A second crimping 
is useful to obtain a safer assembling.

1

4

2

5

3

6

将套管套在软管上，套
管与软管端紧贴在一
起。

Put the sleve onto the hose 
part to be assembled and 
position the sleeve in line with 
the hose end.

将软管上的套管滑动到钩
槽处。

Slide the sleve onto the hose 
till it reaches the hook groove 
of the insert.

将"O"型圈套入密封槽
中。

Whewever the inserts are 
praided with proper grooves, 
slide the O-rings into them.

将套管部分放入压紧模
具中，组装软管。

A s s m b l e  t h e  h o s e  b y 
positioning the sleve in line 
with the and of the crimping 
die.

将带有螺母的接头插入软管
中，并插到底。

Slid the unt onto the insert, the 
push the insert insde the hose all 
way down.

为了安全无泄漏，重复扣压
2~3次。

For a safer assembling, repeat the 
crimping turning two or three sides of 
the crimped sleeve.

1

4

2

5

3

6
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2 Наденьте втулку на трубку, 
так чтобы канавка была
направлена в сторону
собираемой стороны.

为避免软管破坏和流量受限，软管弯曲半径尽可
能加大。

Hose bending radius should be as big as possible when it 
is in motion.

安装时软管切勿拉的太紧，否则当受压力时会破
坏软管或接头连接处松脱。

Hose should not be too tight,if not,when received pressure 
hose will be destroyed,joint will be lossed.

安装时软管切勿扭歪，否则当受压力时会破坏软
管或接头连接处松脱。

Hose should not be twisted ,if not,when received pressure 
hose will be destroyed and joint will be lossed.

当弯曲半径太小时，宜采用90度弯接以免软管出
现急弯。

Choose right angle fittings to avoid too small bending radius 
and excess force.

使用自动或手动的切割
器来断管，切割必须完
全平直和平滑。

Cut the hose using proper 
shears,automatic or manual 
cutters.The cut must be per 
fectly square and smooth.

将接头插入软管内。

Push the insert inside the 
hose.

将套管穿在软管上，并
使套管上的凹槽朝向软
管连接处。

Insert the sleeve on the hose 
with the groove towards the 
hose side to be assembled.

将螺母滑至接头外表
面，同时将套管扒至并
覆盖插头底部。

Make the nut  s l ide  onto 
the  ex te rna l  par t  o f  the 
insert(flare) and push the 
sleeve till it covers the bottom 
of the free insert.

将螺母穿在软管上。

Insert the nut onto the hose.

使用固定手钳扣压软管时，
应使套管覆盖软管的整个表
面。将软管成形直到手钳自
动打开，第二次扣压是为了
确保安全无渗漏。

Assemble the hose by positioning 
manual pliers on the sleeve covering 
its whole surface.Crimp till hand pliers 
poen automatically.A second crimping 
is useful to obtain a safer assembling.

1

4

2

5

3

6

将套管套在软管上，套
管与软管端紧贴在一
起。

Put the sleve onto the hose 
part to be assembled and 
position the sleeve in line with 
the hose end.

将软管上的套管滑动到钩
槽处。

Slide the sleve onto the hose 
till it reaches the hook groove 
of the insert.

将"O"型圈套入密封槽
中。

Whewever the inserts are 
praided with proper grooves, 
slide the O-rings into them.

将套管部分放入压紧模
具中，组装软管。

A s s m b l e  t h e  h o s e  b y 
positioning the sleve in line 
with the and of the crimping 
die.

将带有螺母的接头插入软管
中，并插到底。

Slid the unt onto the insert, the 
push the insert insde the hose all 
way down.

为了安全无泄漏，重复扣压
2~3次。

For a safer assembling, repeat the 
crimping turning two or three sides of 
the crimped sleeve.

1

4

2

5

3

6
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3 Наденьте гайку на срез.

为避免软管破坏和流量受限，软管弯曲半径尽可
能加大。

Hose bending radius should be as big as possible when it 
is in motion.

安装时软管切勿拉的太紧，否则当受压力时会破
坏软管或接头连接处松脱。

Hose should not be too tight,if not,when received pressure 
hose will be destroyed,joint will be lossed.

安装时软管切勿扭歪，否则当受压力时会破坏软
管或接头连接处松脱。

Hose should not be twisted ,if not,when received pressure 
hose will be destroyed and joint will be lossed.

当弯曲半径太小时，宜采用90度弯接以免软管出
现急弯。

Choose right angle fittings to avoid too small bending radius 
and excess force.

使用自动或手动的切割
器来断管，切割必须完
全平直和平滑。

Cut the hose using proper 
shears,automatic or manual 
cutters.The cut must be per 
fectly square and smooth.

将接头插入软管内。

Push the insert inside the 
hose.

将套管穿在软管上，并
使套管上的凹槽朝向软
管连接处。

Insert the sleeve on the hose 
with the groove towards the 
hose side to be assembled.

将螺母滑至接头外表
面，同时将套管扒至并
覆盖插头底部。

Make the nut  s l ide  onto 
the  ex te rna l  par t  o f  the 
insert(flare) and push the 
sleeve till it covers the bottom 
of the free insert.

将螺母穿在软管上。

Insert the nut onto the hose.

使用固定手钳扣压软管时，
应使套管覆盖软管的整个表
面。将软管成形直到手钳自
动打开，第二次扣压是为了
确保安全无渗漏。

Assemble the hose by positioning 
manual pliers on the sleeve covering 
its whole surface.Crimp till hand pliers 
poen automatically.A second crimping 
is useful to obtain a safer assembling.

1

4

2

5

3

6

将套管套在软管上，套
管与软管端紧贴在一
起。

Put the sleve onto the hose 
part to be assembled and 
position the sleeve in line with 
the hose end.

将软管上的套管滑动到钩
槽处。

Slide the sleve onto the hose 
till it reaches the hook groove 
of the insert.

将"O"型圈套入密封槽
中。

Whewever the inserts are 
praided with proper grooves, 
slide the O-rings into them.

将套管部分放入压紧模
具中，组装软管。

A s s m b l e  t h e  h o s e  b y 
positioning the sleve in line 
with the and of the crimping 
die.

将带有螺母的接头插入软管
中，并插到底。

Slid the unt onto the insert, the 
push the insert insde the hose all 
way down.

为了安全无泄漏，重复扣压
2~3次。

For a safer assembling, repeat the 
crimping turning two or three sides of 
the crimped sleeve.

1

4

2

5

3

6
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4 Плотно установите
вставку внутри трубки.

为避免软管破坏和流量受限，软管弯曲半径尽可
能加大。

Hose bending radius should be as big as possible when it 
is in motion.

安装时软管切勿拉的太紧，否则当受压力时会破
坏软管或接头连接处松脱。

Hose should not be too tight,if not,when received pressure 
hose will be destroyed,joint will be lossed.

安装时软管切勿扭歪，否则当受压力时会破坏软
管或接头连接处松脱。

Hose should not be twisted ,if not,when received pressure 
hose will be destroyed and joint will be lossed.

当弯曲半径太小时，宜采用90度弯接以免软管出
现急弯。

Choose right angle fittings to avoid too small bending radius 
and excess force.

使用自动或手动的切割
器来断管，切割必须完
全平直和平滑。

Cut the hose using proper 
shears,automatic or manual 
cutters.The cut must be per 
fectly square and smooth.

将接头插入软管内。

Push the insert inside the 
hose.

将套管穿在软管上，并
使套管上的凹槽朝向软
管连接处。

Insert the sleeve on the hose 
with the groove towards the 
hose side to be assembled.

将螺母滑至接头外表
面，同时将套管扒至并
覆盖插头底部。

Make the nut  s l ide  onto 
the  ex te rna l  par t  o f  the 
insert(flare) and push the 
sleeve till it covers the bottom 
of the free insert.

将螺母穿在软管上。

Insert the nut onto the hose.

使用固定手钳扣压软管时，
应使套管覆盖软管的整个表
面。将软管成形直到手钳自
动打开，第二次扣压是为了
确保安全无渗漏。

Assemble the hose by positioning 
manual pliers on the sleeve covering 
its whole surface.Crimp till hand pliers 
poen automatically.A second crimping 
is useful to obtain a safer assembling.

1
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6

将套管套在软管上，套
管与软管端紧贴在一
起。

Put the sleve onto the hose 
part to be assembled and 
position the sleeve in line with 
the hose end.

将软管上的套管滑动到钩
槽处。

Slide the sleve onto the hose 
till it reaches the hook groove 
of the insert.

将"O"型圈套入密封槽
中。

Whewever the inserts are 
praided with proper grooves, 
slide the O-rings into them.

将套管部分放入压紧模
具中，组装软管。

A s s m b l e  t h e  h o s e  b y 
positioning the sleve in line 
with the and of the crimping 
die.

将带有螺母的接头插入软管
中，并插到底。

Slid the unt onto the insert, the 
push the insert insde the hose all 
way down.

为了安全无泄漏，重复扣压
2~3次。

For a safer assembling, repeat the 
crimping turning two or three sides of 
the crimped sleeve.
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5 Далее оденьте гайку на 
внешнюю часть вставки 
(раструб) и надавите на 
втулку до тех пор, пока 
она не закроет нижнюю 
часть вставки.

Соберите изделие, расположив
губки обжимного инструмента на 
втулке, так чтобы они охватывали 
всю ее поверхность.
Обжимайте до тех пор, пока губки 
ручного обжимного инструмента
не откроются автоматически.
Второй обжим может быть
полезен для обеспечения
более плотного соединения.

1

5

Ручные обжимные клещи

AFROST.RU

Специализированный инструмент от производителя



为避免软管破坏和流量受限，软管弯曲半径尽可
能加大。

Hose bending radius should be as big as possible when it 
is in motion.

安装时软管切勿拉的太紧，否则当受压力时会破
坏软管或接头连接处松脱。

Hose should not be too tight,if not,when received pressure 
hose will be destroyed,joint will be lossed.

安装时软管切勿扭歪，否则当受压力时会破坏软
管或接头连接处松脱。

Hose should not be twisted ,if not,when received pressure 
hose will be destroyed and joint will be lossed.

当弯曲半径太小时，宜采用90度弯接以免软管出
现急弯。

Choose right angle fittings to avoid too small bending radius 
and excess force.

使用自动或手动的切割
器来断管，切割必须完
全平直和平滑。

Cut the hose using proper 
shears,automatic or manual 
cutters.The cut must be per 
fectly square and smooth.

将接头插入软管内。

Push the insert inside the 
hose.

将套管穿在软管上，并
使套管上的凹槽朝向软
管连接处。

Insert the sleeve on the hose 
with the groove towards the 
hose side to be assembled.

将螺母滑至接头外表
面，同时将套管扒至并
覆盖插头底部。

Make the nut  s l ide  onto 
the  ex te rna l  par t  o f  the 
insert(flare) and push the 
sleeve till it covers the bottom 
of the free insert.

将螺母穿在软管上。

Insert the nut onto the hose.

使用固定手钳扣压软管时，
应使套管覆盖软管的整个表
面。将软管成形直到手钳自
动打开，第二次扣压是为了
确保安全无渗漏。

Assemble the hose by positioning 
manual pliers on the sleeve covering 
its whole surface.Crimp till hand pliers 
poen automatically.A second crimping 
is useful to obtain a safer assembling.
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将套管套在软管上，套
管与软管端紧贴在一
起。

Put the sleve onto the hose 
part to be assembled and 
position the sleeve in line with 
the hose end.

将软管上的套管滑动到钩
槽处。

Slide the sleve onto the hose 
till it reaches the hook groove 
of the insert.

将"O"型圈套入密封槽
中。

Whewever the inserts are 
praided with proper grooves, 
slide the O-rings into them.

将套管部分放入压紧模
具中，组装软管。

A s s m b l e  t h e  h o s e  b y 
positioning the sleve in line 
with the and of the crimping 
die.

将带有螺母的接头插入软管
中，并插到底。

Slid the unt onto the insert, the 
push the insert insde the hose all 
way down.

为了安全无泄漏，重复扣压
2~3次。

For a safer assembling, repeat the 
crimping turning two or three sides of 
the crimped sleeve.
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为避免软管破坏和流量受限，软管弯曲半径尽可
能加大。

Hose bending radius should be as big as possible when it 
is in motion.

安装时软管切勿拉的太紧，否则当受压力时会破
坏软管或接头连接处松脱。

Hose should not be too tight,if not,when received pressure 
hose will be destroyed,joint will be lossed.

安装时软管切勿扭歪，否则当受压力时会破坏软
管或接头连接处松脱。

Hose should not be twisted ,if not,when received pressure 
hose will be destroyed and joint will be lossed.

当弯曲半径太小时，宜采用90度弯接以免软管出
现急弯。

Choose right angle fittings to avoid too small bending radius 
and excess force.

使用自动或手动的切割
器来断管，切割必须完
全平直和平滑。

Cut the hose using proper 
shears,automatic or manual 
cutters.The cut must be per 
fectly square and smooth.

将接头插入软管内。

Push the insert inside the 
hose.

将套管穿在软管上，并
使套管上的凹槽朝向软
管连接处。

Insert the sleeve on the hose 
with the groove towards the 
hose side to be assembled.

将螺母滑至接头外表
面，同时将套管扒至并
覆盖插头底部。

Make the nut  s l ide  onto 
the  ex te rna l  par t  o f  the 
insert(flare) and push the 
sleeve till it covers the bottom 
of the free insert.

将螺母穿在软管上。

Insert the nut onto the hose.

使用固定手钳扣压软管时，
应使套管覆盖软管的整个表
面。将软管成形直到手钳自
动打开，第二次扣压是为了
确保安全无渗漏。

Assemble the hose by positioning 
manual pliers on the sleeve covering 
its whole surface.Crimp till hand pliers 
poen automatically.A second crimping 
is useful to obtain a safer assembling.

1
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将套管套在软管上，套
管与软管端紧贴在一
起。

Put the sleve onto the hose 
part to be assembled and 
position the sleeve in line with 
the hose end.

将软管上的套管滑动到钩
槽处。

Slide the sleve onto the hose 
till it reaches the hook groove 
of the insert.

将"O"型圈套入密封槽
中。

Whewever the inserts are 
praided with proper grooves, 
slide the O-rings into them.

将套管部分放入压紧模
具中，组装软管。

A s s m b l e  t h e  h o s e  b y 
positioning the sleve in line 
with the and of the crimping 
die.

将带有螺母的接头插入软管
中，并插到底。

Slid the unt onto the insert, the 
push the insert insde the hose all 
way down.

为了安全无泄漏，重复扣压
2~3次。

For a safer assembling, repeat the 
crimping turning two or three sides of 
the crimped sleeve.
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为避免软管破坏和流量受限，软管弯曲半径尽可
能加大。

Hose bending radius should be as big as possible when it 
is in motion.

安装时软管切勿拉的太紧，否则当受压力时会破
坏软管或接头连接处松脱。

Hose should not be too tight,if not,when received pressure 
hose will be destroyed,joint will be lossed.

安装时软管切勿扭歪，否则当受压力时会破坏软
管或接头连接处松脱。

Hose should not be twisted ,if not,when received pressure 
hose will be destroyed and joint will be lossed.

当弯曲半径太小时，宜采用90度弯接以免软管出
现急弯。

Choose right angle fittings to avoid too small bending radius 
and excess force.

使用自动或手动的切割
器来断管，切割必须完
全平直和平滑。

Cut the hose using proper 
shears,automatic or manual 
cutters.The cut must be per 
fectly square and smooth.

将接头插入软管内。

Push the insert inside the 
hose.

将套管穿在软管上，并
使套管上的凹槽朝向软
管连接处。

Insert the sleeve on the hose 
with the groove towards the 
hose side to be assembled.

将螺母滑至接头外表
面，同时将套管扒至并
覆盖插头底部。

Make the nut  s l ide  onto 
the  ex te rna l  par t  o f  the 
insert(flare) and push the 
sleeve till it covers the bottom 
of the free insert.

将螺母穿在软管上。

Insert the nut onto the hose.

使用固定手钳扣压软管时，
应使套管覆盖软管的整个表
面。将软管成形直到手钳自
动打开，第二次扣压是为了
确保安全无渗漏。

Assemble the hose by positioning 
manual pliers on the sleeve covering 
its whole surface.Crimp till hand pliers 
poen automatically.A second crimping 
is useful to obtain a safer assembling.
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将套管套在软管上，套
管与软管端紧贴在一
起。

Put the sleve onto the hose 
part to be assembled and 
position the sleeve in line with 
the hose end.

将软管上的套管滑动到钩
槽处。

Slide the sleve onto the hose 
till it reaches the hook groove 
of the insert.

将"O"型圈套入密封槽
中。

Whewever the inserts are 
praided with proper grooves, 
slide the O-rings into them.

将套管部分放入压紧模
具中，组装软管。

A s s m b l e  t h e  h o s e  b y 
positioning the sleve in line 
with the and of the crimping 
die.

将带有螺母的接头插入软管
中，并插到底。

Slid the unt onto the insert, the 
push the insert insde the hose all 
way down.

为了安全无泄漏，重复扣压
2~3次。

For a safer assembling, repeat the 
crimping turning two or three sides of 
the crimped sleeve.
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为避免软管破坏和流量受限，软管弯曲半径尽可
能加大。

Hose bending radius should be as big as possible when it 
is in motion.

安装时软管切勿拉的太紧，否则当受压力时会破
坏软管或接头连接处松脱。

Hose should not be too tight,if not,when received pressure 
hose will be destroyed,joint will be lossed.

安装时软管切勿扭歪，否则当受压力时会破坏软
管或接头连接处松脱。

Hose should not be twisted ,if not,when received pressure 
hose will be destroyed and joint will be lossed.

当弯曲半径太小时，宜采用90度弯接以免软管出
现急弯。

Choose right angle fittings to avoid too small bending radius 
and excess force.

使用自动或手动的切割
器来断管，切割必须完
全平直和平滑。

Cut the hose using proper 
shears,automatic or manual 
cutters.The cut must be per 
fectly square and smooth.

将接头插入软管内。

Push the insert inside the 
hose.

将套管穿在软管上，并
使套管上的凹槽朝向软
管连接处。

Insert the sleeve on the hose 
with the groove towards the 
hose side to be assembled.

将螺母滑至接头外表
面，同时将套管扒至并
覆盖插头底部。

Make the nut  s l ide  onto 
the  ex te rna l  par t  o f  the 
insert(flare) and push the 
sleeve till it covers the bottom 
of the free insert.

将螺母穿在软管上。

Insert the nut onto the hose.

使用固定手钳扣压软管时，
应使套管覆盖软管的整个表
面。将软管成形直到手钳自
动打开，第二次扣压是为了
确保安全无渗漏。

Assemble the hose by positioning 
manual pliers on the sleeve covering 
its whole surface.Crimp till hand pliers 
poen automatically.A second crimping 
is useful to obtain a safer assembling.
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将套管套在软管上，套
管与软管端紧贴在一
起。

Put the sleve onto the hose 
part to be assembled and 
position the sleeve in line with 
the hose end.

将软管上的套管滑动到钩
槽处。

Slide the sleve onto the hose 
till it reaches the hook groove 
of the insert.

将"O"型圈套入密封槽
中。

Whewever the inserts are 
praided with proper grooves, 
slide the O-rings into them.

将套管部分放入压紧模
具中，组装软管。

A s s m b l e  t h e  h o s e  b y 
positioning the sleve in line 
with the and of the crimping 
die.

将带有螺母的接头插入软管
中，并插到底。

Slid the unt onto the insert, the 
push the insert insde the hose all 
way down.

为了安全无泄漏，重复扣压
2~3次。

For a safer assembling, repeat the 
crimping turning two or three sides of 
the crimped sleeve.
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为避免软管破坏和流量受限，软管弯曲半径尽可
能加大。

Hose bending radius should be as big as possible when it 
is in motion.

安装时软管切勿拉的太紧，否则当受压力时会破
坏软管或接头连接处松脱。

Hose should not be too tight,if not,when received pressure 
hose will be destroyed,joint will be lossed.

安装时软管切勿扭歪，否则当受压力时会破坏软
管或接头连接处松脱。

Hose should not be twisted ,if not,when received pressure 
hose will be destroyed and joint will be lossed.

当弯曲半径太小时，宜采用90度弯接以免软管出
现急弯。

Choose right angle fittings to avoid too small bending radius 
and excess force.

使用自动或手动的切割
器来断管，切割必须完
全平直和平滑。

Cut the hose using proper 
shears,automatic or manual 
cutters.The cut must be per 
fectly square and smooth.

将接头插入软管内。

Push the insert inside the 
hose.

将套管穿在软管上，并
使套管上的凹槽朝向软
管连接处。

Insert the sleeve on the hose 
with the groove towards the 
hose side to be assembled.

将螺母滑至接头外表
面，同时将套管扒至并
覆盖插头底部。

Make the nut  s l ide  onto 
the  ex te rna l  par t  o f  the 
insert(flare) and push the 
sleeve till it covers the bottom 
of the free insert.

将螺母穿在软管上。

Insert the nut onto the hose.

使用固定手钳扣压软管时，
应使套管覆盖软管的整个表
面。将软管成形直到手钳自
动打开，第二次扣压是为了
确保安全无渗漏。

Assemble the hose by positioning 
manual pliers on the sleeve covering 
its whole surface.Crimp till hand pliers 
poen automatically.A second crimping 
is useful to obtain a safer assembling.
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将套管套在软管上，套
管与软管端紧贴在一
起。

Put the sleve onto the hose 
part to be assembled and 
position the sleeve in line with 
the hose end.

将软管上的套管滑动到钩
槽处。

Slide the sleve onto the hose 
till it reaches the hook groove 
of the insert.

将"O"型圈套入密封槽
中。

Whewever the inserts are 
praided with proper grooves, 
slide the O-rings into them.

将套管部分放入压紧模
具中，组装软管。

A s s m b l e  t h e  h o s e  b y 
positioning the sleve in line 
with the and of the crimping 
die.

将带有螺母的接头插入软管
中，并插到底。

Slid the unt onto the insert, the 
push the insert insde the hose all 
way down.

为了安全无泄漏，重复扣压
2~3次。

For a safer assembling, repeat the 
crimping turning two or three sides of 
the crimped sleeve.

1

4

2

5

3

6

24

www.czzada.com
艾 达 液 位 科 技

ADA LIQUID LOCATION TECHNOLOGY

6

为避免软管破坏和流量受限，软管弯曲半径尽可
能加大。

Hose bending radius should be as big as possible when it 
is in motion.

安装时软管切勿拉的太紧，否则当受压力时会破
坏软管或接头连接处松脱。

Hose should not be too tight,if not,when received pressure 
hose will be destroyed,joint will be lossed.

安装时软管切勿扭歪，否则当受压力时会破坏软
管或接头连接处松脱。

Hose should not be twisted ,if not,when received pressure 
hose will be destroyed and joint will be lossed.

当弯曲半径太小时，宜采用90度弯接以免软管出
现急弯。

Choose right angle fittings to avoid too small bending radius 
and excess force.

使用自动或手动的切割
器来断管，切割必须完
全平直和平滑。

Cut the hose using proper 
shears,automatic or manual 
cutters.The cut must be per 
fectly square and smooth.

将接头插入软管内。

Push the insert inside the 
hose.

将套管穿在软管上，并
使套管上的凹槽朝向软
管连接处。

Insert the sleeve on the hose 
with the groove towards the 
hose side to be assembled.

将螺母滑至接头外表
面，同时将套管扒至并
覆盖插头底部。

Make the nut  s l ide  onto 
the  ex te rna l  par t  o f  the 
insert(flare) and push the 
sleeve till it covers the bottom 
of the free insert.

将螺母穿在软管上。

Insert the nut onto the hose.

使用固定手钳扣压软管时，
应使套管覆盖软管的整个表
面。将软管成形直到手钳自
动打开，第二次扣压是为了
确保安全无渗漏。

Assemble the hose by positioning 
manual pliers on the sleeve covering 
its whole surface.Crimp till hand pliers 
poen automatically.A second crimping 
is useful to obtain a safer assembling.

1
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将套管套在软管上，套
管与软管端紧贴在一
起。

Put the sleve onto the hose 
part to be assembled and 
position the sleeve in line with 
the hose end.

将软管上的套管滑动到钩
槽处。

Slide the sleve onto the hose 
till it reaches the hook groove 
of the insert.

将"O"型圈套入密封槽
中。

Whewever the inserts are 
praided with proper grooves, 
slide the O-rings into them.

将套管部分放入压紧模
具中，组装软管。

A s s m b l e  t h e  h o s e  b y 
positioning the sleve in line 
with the and of the crimping 
die.

将带有螺母的接头插入软管
中，并插到底。

Slid the unt onto the insert, the 
push the insert insde the hose all 
way down.

为了安全无泄漏，重复扣压
2~3次。

For a safer assembling, repeat the 
crimping turning two or three sides of 
the crimped sleeve.
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Наденьте втулку
на собираемую деталь 
трубки и расположите
ее на одной линии
с концом трубки.

6

2 Во вставки имеющие
соответствующими канавки, 
установите уплотнительные 
кольца O-ring.

3 Наденьте получившуюся 
конструкцию на вставку, 
и надавите, чтобы вставка 
вошла в трубку до упора.

4 Наденьте втулку
на трубку до тех пор,
пока она не достигнет
канавки на изогнутой 
части вставки.

5 Соберите изделие,
расположив втулку
на одной линии с вставкой 
и обжимной головкой.

Для более надежной 
сборки узла - повторите 
обжим, повернув втулку 
два или три раза по оси.

1

Трубка теряет прочность при установке в закрученном состоянии. Кроме того, 
импульсы давления в закрученной трубке приводят к усталости материала 
и ослабляют соединения с фитингами. Движения конструируемой вами 
машины должны сопровождаться больше изгибом, чем кручением.

Припуск на длину, обеспечивающий свободу трубки: давление может  
изменять длину шланга на ±2%. Это следует учитывать при отрезании трубки 
до необходимой длины.

Выбирайте фитинги c углом в 90о чтобы избежать слишком малого радиуса 
изгиба и чрезмерного усилия.

Трубка должна выходить из соединения в прямом положении, а не с боковой 
нагрузкой. Радиус изгиба не должен быть меньше минимального номинального 
значения, чтобы избежать перегиба шланга и ограничения потока.

Изготовитель вправе вносить в конструкцию и комплектацию указанных изделий изменения, которые могут быть не отражены в настоящем 
документе, без предварительного уведомления. Внешний вид изделий, так же, может отличаться от изображений в указанном документе.

AFROST.RU


