
Sample Specification 2100 
1. Restrained flange adapters shall be used in lieu of threaded, or welded, flanged 

spool pieces. Flange adapters shall be made of ductile iron conforming to ASTM 

A536 and have flange bolt circles that are compatible with ANSI/AWWA 

C110/A21.10. 

2. Restraint for the flange adapter shall consist of a plurality of individual actuated 

gripping wedges to maximize restraint capability. Torque limiting actuating screws 

shall be used to insure proper initial set of gripping wedges. 

3. The flange adapter shall be capable of deflection during assembly, or permit 

lengths of pipe to be field cut, to allow a minimum of 0.6” gap between the end of 

the pipe and the mating flange without affecting the integrity of the seal. 

4. For PVC pipe, the flange adapter will have a pressure rating equal to the pipe. 

5. For ductile iron pipe, the flange adapter shall have a safety factor of 2:1 

minimum. 

6. The flange adapter shall be the SERIES 2100 MEGAFLANGE adapter, as 

produced by EBAA Iron, Inc., or approved equal. 

7. All EBAA products intended for installation on ductile iron pipe are designed for 

and limited to use on ductile iron pipes that comply with the requirements of 

ANSI/AWWA C151/A21.51 and have a Brinell Hardness or equivalent 

measurement value that does not exceed 230BHN. These requirements apply to 

the entire pipe wall profile at all restraining wedge engagement points and to the 

full penetration depth of each restraining wedge.* 

 

Traceability 
1. An identification number consisting of year, day, plant and shift (YYDDD)(plant 

designation)(Shift number), shall be cast into each gland body. 

2. All physical and chemical test results shall be recorded such that they can be 

accessed via the identification number on the casting.  These Material 

Traceability Records (MTR’s) are to be made available, in hard copy, to the 

purchaser that requests such documentation and submits his gland body 

identification number. 

3. Production pieces that are too small to accommodate individual numbering, such 

as fasteners and wedges, shall be controlled in segregate inventory until such 

time as all quality control tests are passed.  These component parts may then be 

released to a general inventory for final assembly and packaging. 

4. All components shall be manufactured and assembled in the United States.  The 

purchaser shall, with reasonable notice, have the right to plant visitation at 

his/her expense. 

 

MEGA-BOND® Restraint Coating System 
Coating for restraint devices shall consist of the following: 

1. All wedge assemblies and related parts shall be processed through a phosphate 

wash, rinse and drying operation prior to coating application. The coating shall 

consist of a minimum of two coats of liquid thermoset epoxy coating with heat 

cure to follow each coat. 

2. All casting bodies shall be surface pretreated with a phosphate wash, rinse and 

sealer before drying. The coating shall be electrostatically applied and heat cured. 

The coating shall be a polyester based powder to provide corrosion, impact and 

UV resistance. 



3. The coating system shall be MEGA-BOND by EBAA Iron, Inc. or approved equal. 

Requests for approved equal must submit coating material and process details 

for review prior to bid. 

4. For more information regarding MEGA-BOND, refer to the MEGA-BOND brochure 

or visit www.ebaa.com. 

 

*To learn more about this addendum, please visit: https://ebaa.com/spec/dip 
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