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1.	�Select proper size. The tubing’s R
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ust be 
less than the diam

eter of the area to be insulated, and the EXPAN
D

ED
 

D
IAM

ETER
 m

ust be large enough to pass over the existing insulation.

2.	�C
ut tubing to length, allow

ing for a m
inim

um
 overlap of 1/4” overthe 

existing insulation on each side of the splice.

3.	�Slide the cut tubing over the existing insulation, and out of the w
ay. 

M
ake the splice in desired fashion. If soldered or brazed, allow

 to cool.

4	�Slide the tubing over the center of the splice, w
ith equal overlap onboth 

sides.

5.	�Apply heat evenly over the length and outer diam
eter of the tubing, 

until it is evenly shrunk and conform
s to the shape of the splice. Allow

 
to cool before applying physical stress. 

6.	�R
ecom

m
ended heat range is 120 °C

 (250 °F) to 250 °C
 (485 °F) 

w
ith 200 °C

 (400 °F) being ideal. Any com
m

ercial heat gun m
ay be 

used or shrinking m
ay be done in an oven. U

se of open flam
e is not 

recom
m

ended, as uncontrolled heat m
ay cause uneven shrinking and/

or physical dam
age to the m

aterial, causing insulation failure
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