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It is like-
wise possible
to assemble
even larger
diameter fit-
tings with field-
made rigging
similar in func-
tion to the
smaller cus-
tom steel
yokes, but
instead using
a chain or
wire rope
sling, etc.,
looped under
the spigot to,
in similar
effect, direct a
single point
pulling force
into two
pull ing sl ing
legs straight
at the spring-
line. (See
Photo 10.)
7. COMPLETE ASSEMBLY OF PLAIN
END INTO SOCKET

Pull the sling with smooth, steady force
until the fitting is “pulled up” and the plain
end uniformly contacts the rear of the sock-
et. It is best practice to make assemblies
smoothly and progressively in one motion,
without repeated “wobbling” (or joint
deflection) back and forth. Desired joint
deflection may then be set. Any abnormal
joint assembly loads or behavior, such as
unexplained exposure of the assembly stripe
outside the bell, may indicate improper
cleaning, gasket insertion, spigot placement,
or lubrication. In any such case, it may be
advisable to feel for correct gasket position-
ing by passing a thin (automotive or other)
feeler gauge between the bell and spigot all
around the assembled joint. Any joint with
apparent problems (pushed gasket locations
found by the probe, etc.) should be disassem-

bled and corrected prior to filling or testing
the pipeline. (See Section 9 for disassembly
involving Fast-Grip gaskets or Field Flex-
Rings.)
DOUBLE FITTING ASSEMBLY

In areas involving short lengths of pipe
between two fittings, it may be desirable to

simultaneous-
ly assemble
the two fit-
tings onto a
single piece of
pipe. This may
be accom-
plished with
A M E R I C A N
push-on joint
fittings due to
the self-cen-
tering nature
of the joints.

T h i s
“double as-
sembly” pro-
cedure is simi-
lar to the sin-
gle fitt ing
assembly pro-
cedure men-
tioned earlier.
In fact, Steps
1 through 4
are identical.
For Step 5,
place one

yoke over the bell end of one of the fittings
as shown in Photo 4. Then, place the second
yoke under the bell of the other fitting
(Photo 11). Attach a wire rope sling (or
other similar device) to the yokes in a man-
ner similar to Step 5 (Photo 12). Note that
both yokes can also be placed on the bot-
toms of the fittings for the same effect, if
desired. Complete the assembly by simply
pulling the ends of the sling with a pulling
mechanism as in Step 5.

Another method for the “double
assembly” may be more convenient for
pipes of sufficient length and any in-trench
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applications where there may not be easy
means for sufficient bracing of the fitting.
This method involves the use of two
come-alongs (one on each side of the
pipe) in order to provide a reasonably
steady, evenly distributed assembly force.
The assembly procedure is similar to the
previously mentioned procedure. Place
yokes on the fittings in the same manner
as the other “double assembly” proce-
dure (Photo 9). Then, place one short
assembly sling under each of the two
fittings and attach the sling to the yokes.
Position the come-alongs on each side of
the assembly and attach the sling thimbles
or loops to both sides of the come-alongs
(Photo 13). Work the come-alongs
simultaneously to make a smooth, even
assembly.
FIELD-CUT PIPE

When pipe is cut in the field, the cut

end must be properly prepared prior to
assembly into the push-on socket. Using a
portable grinder, place an approximately
1/4” to 1/2” long smooth assembly
chamfer or bevel on the outside end of the
pipe. This bevel should make an angle of
30-40° with the axis of the pipe. Care
should be taken to ensure that all corners
are rounded and no sharp or rough edges
remain that might damage or dislodge the
gasket. Finally, it is good practice to mark
at least a rough assembly stripe on the
newly beveled pipe. The distance from the
beveled end of the pipe to the opposite
edge of the stripe should be about 1/8”
less than the socket depth. (See Table No.
4-1 for typical socket depths of pipe or fit-
tings, or measure same in the field.) This
stripe is helpful in confirming proper joint
insertion and also as an indication of joint
deflection.

FIELD RIGGING EXAMPLE

Assembly of a larger push-on joint fitting.

NOTES:
*Larger-diameter fittings which cannot be assembled with equipment shown may be assembled using 
a similar procedure with heavier or stronger field rigging and more powerful equipment. (See example 
photos above.)
Joints using Fast-Grip gaskets should be assembled in proper orientation so as to avoid rotation of the 
fitting after assembly. See Fast-Grip Gasket Assembly Instructions in Restrained Joint Pipe (Section 9).
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