
CA3
Cathodic Protection
Angular cable drop to vertical pipe surface

Note: Special requirement can be requested.

Metal Powder Graphite Mold
Type

Handle Clamp
Type

KB15 CA3-B-2.5 HCB00-XB2.5
KB15 CA3-B-4 HCB00-XB4
KB15 CA3-B-6 HCB00-XB6
KB15 CA3-B-10 HCB00-XB10
KB15 CA3-B-16 HCB00-XB16
KB15 CA3-B-25 HCB00-XB25
KB32 CA3-B-35 HCB00-XB35
KB65 CA3-B-50 HCB00-XB50
KB65 CA3-B-70 HCB00-XB70

A(mm2)

Conductor

A

Equipment

Mould

Necessary Tools

Steel diskHandle clamp

Recommended Tools
• Butane torch
• Butane gas
• Gloves

Note
• For perfect connection, Remove oxide and moisture where making connection coat surfaces of steel and connection by rust-oleum cold galvanizing
• KB weld metal powder is special design for cathodic protection

Cable clean brushMould brush

ScraperFlint igniter Tool box

Bus bar brush

Metal powder

45°

One Time
One Time System
Solution for simplicity and savings

“One Time kit” is a connection of exothermic welding process for grounding and lightning protection system
that can be used only one exothermic welding joint. 1-set of “One Time kit” consists of a white ceramic
cylindrical shape mould with “slip” (to hold the wires to avoid splitting during the exothermic welding process),
weld metal powder, steel disk.

This exothermic welding single use “One Time kit” is friendly use and safety providing because the kit offers
less equipment, ready-to-use, easily and safely for installation with reasonable price. Moreover, the welding
powder of the product kit excludes any toxic or poison substances, users can ensure that the kit is harmless
for the body and health. Our “One Time kit” therefore provides the best solutions of grounding and lightning
protection system.
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Instruction
Standard Mold Type

Inspect a nameplate
on top of the
graphite mold.

1 2 3

Remark : Recommend using cable clamp for tightening a large-size cable conductor > 95mm2.

Clean the surfaces of cable
conductors and

rods with a cable clean brush.

4 5 6

Open the mold cover,
then put the steel disk

at the base of weld metal
cavity.

Use the butane torch to remove
moisture around the graphite

mold and conductors
for 3-5 minutes.

7 8 9

10 11 12

Remove the mold from the
weld connection. Then, gently
rub slag from the crucible with
a scrapper and a mold brush

until the dirt is gone.

After finishing the exothermic
welding, always keep equipment &

necessary tools in the
"Kumwell Tools Box"

Wait for the exothermic
welding reaction until finished
and leave the graphite mold
to cool down for 30 seconds.

Assemble mold with a
handle clamp.

Put the conductors at the
connection point, contacting

each other, then fasten
the handle clamp tightly.

Inspect the weld connection to be
non-porous, and the color

is according to standard. Also,
the weld connection must be

completely bonded.

Closed the mold cover, then
ignite the starting powder at
the edge using a fint ignitor

to start the exothermic
welding reaction.

Fill the recommended size of
weld metal powder into the mold,
then squceze the bottom of the
tube to fill the starting powder
at the edge of the mold cover.

Instruction
One Time System

1. Prepare and clean the surface
of the conductor and rod by
cable clean brush then remove
the moisture from mould and
conductor by butane torch until
the moisture is gone.

2. Wear the slip into the cable
or ground rod then put it into
the ceramic hole by keeping
the connection point to the center
of the ceramic cup.

3. put the steel disk at the center
of the ceramic cup then pour
recommended size of weld metal
powder into the ceramic cup.

4. Closed the mould cover then
squeeze the bottom of the tube
to pour a starting powder around
the mould cover, after that ignite
with flint gun.

5. Wait for the reaction 30-60
seconds until finish then break
the ceramic cup.

6. Complete connection.
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CR3
Cable to Ground Rod
One time unit three way cable to ground rod

Note: Special requirement can be requested.

Recommended Tools
• Butane torch

• Butane gas

• Gloves

A

B

B

C

14.2 5/8 CR350-6
A(mm) A(inch)

Rod Size

6 6

17.2 3/4 CR350-10-3/410 10
CR350-16-3/416 16
CR350-25-3/425 25
CR350-35-3/435 35
CR350-50-3/450 50

CR395-70/25-3/470 25
CR395-70/35-3/470 35
CR395-70/50-3/470 50
CR395-70/95-3/470 95
CR395-70-3/470 70

CR395-95/16-3/495 16
CR395-95/50-3/495 50
CR395-95/70-3/495 70
CR395-95-3/495 95
CR3150-120-3/4120 120
CR3150-150-3/4150 150
CR3300-185-3/4185 185
CR3300-240-3/4240 240
CR3300-300-3/4300 300

CR350-1010 10
CR350-1616 16
CR350-2525 25
CR350-3535 35
CR350-5050 50

CR350-50/1650 16
CR350-50/3550 35
CR350-9595 95
CR395-9595 95

CR395-16/7016 70
CR395-50/2550 25
CR395-50/7050 70
CR395-50/9550 95
CR395-7070 70

CR395-70/1070 10
CR395-70/1670 16
CR395-70/2570 25
CR395-70/3570 35
CR395-70/5070 50
CR395-70/9570 95
CR395-95/1695 95
CR395-95/5095 50
CR395-95/7095 70
CR3150-120120 120

CR3150-120/16120 16
CR3150-120/35120 35
CR3150-120/70120 70
CR3150-150150 150

CR3150-70/12070 120
CR3300-70/24070 240
CR3300-95/30095 300
CR3300-185185 185

CR3300-185/95185 95
CR3300-240240 240

CR3300-240/95240 95
CR3300-300300 300

B(mm2) C(mm2)

Conductor Size Code

Equipment

Necessary Tools

Metal powder

Steel diskOne Time

Recommended Tools
• Butane torch

• Butane gas

• Gloves

Cable clean brush

Flint igniter Tool box

File

e timtim
e tt

C

B

rereeee
ndnd

E

e tto

144
A(mm)

RoRodod

odd

Nece

TiTime

powde

B
Co

cleaan b

5
9

5
50
50
0

10
16
0

m ))

• Bu• Bu

BuBuButauta

mmmm

7
70

0
70

2

5

C
CR
CR
R3

C
CR3

0
50-16

2

-10
6

120
120

9
50
95

5
50

CR3
CR

95
395-

-50
5-50

/70
0/2

0

4

24
2

1
240
18
0

150
12

0
0

CR3
CR39
C

395
R395-

7
5-9
70
70
0/9

5

70

0
70

1

0

CR
CR
R33

3
330

0
0-70/1

70

150
0/12

70
0

150
1

120
0

1
70
16

5
70

CC

CR
R35

50
350-

-16-
0-25

-3/
6-3

/4
0
955

30
40
00

5

C

39
CR39
R

5-9
95-9

95
95/5
5/16
70
/16-

3/
-3/4

4

e: SSpepe

300-
-3/4

0-3/4

4

n be rre

- 128 -Exothermic Welding




