
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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B

B

A

B
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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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References

Remark : The aforementioned project is some of the domestic project references

PeriodOwner Project Name Distributor

Thailand South Bangkok Combined Cycle Power Plant

500 kV GIS At On Nuch Substation Under BLUK Power Supply

For The Greater Bangkok Area Phase 2

Mitr Phuluang Sugar Mill At Loei

Belle Condominium

Chana Power Plant

Wangnoi Power Plant

Lopburi Solar Power Plant

TOT 3 G

Bang Pa - In Power Plant

Nongsang Power Plant

Central Plaza Suratthani

Amata B - Grimm At Rayong

Boonthavorn Rama ii

Solar Thermal Power Plant At Kanchanaburi

Hatyai Submarine Cable

115 kV Bang Pa - In 2 - Ayutthaya 1

P/j  The Siam On The River Hotel

115 kV Xekong Ss&xekhamane3 - Xekong Tl, Laos

Bang Pa - In Solar Plant

Ubonratchathani Bioeternal Substation

The International Convention And Exhibition Center

Commemorating His Majesty’s 7th Cycle Birthday

Anniversary

Central Rama 9

Central Festival Samui

S One Perspective Department Store At Kadrincome

Boonthavorn Rama 2

MRTA Purple Line

Central Hatyai Project

Phuket Airport Development Project

Solar Power Plant Nakhonsawan

Nong Sang Power Plant Nakhonsawan

Kanom Power Substation

Tesco Lotus Rdc

BTS Bangwa Station

Chana Power Plant Development

Sino - Thai Engineering & Construction Co.,Ltd

Sri-u-thong Co.,Ltd.

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

K.M.L. International Co.,Ltd

Elmec Engineering Co.,Ltd

Precise Corporation Co.,Ltd

Secco Co.,Ltd

Sino - Thai Engineering & Construction Co.,Ltd

205 Engineering Co.,Ltd

Sino - Thai Engineering & Construction Co.,Ltd

Aod Supply Co.,Ltd

Sino - Thai Engineering & Construction Co.,Ltd

Siemens Co.,Ltd

Prosper Engineering Co.,Ltd

Suvis Co.,Ltd

Siemens Co.,Ltd
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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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CR4
Cable to Ground Rod
One time unit four way cable to ground rod

Note: Special requirement can be requested.

Equipment

Necessary Tools

Metal powder

Steel diskOne Time

Recommended Tools
• Butane torch
• Butane gas
• Gloves

Cable clean brush

Flint igniter Tool box

File

A

B B

B B

14.2 5/8 CR435-10
A(mm) A(inch)

Rod Size

10 10
CR435-1616 16
CR435-2525 25
CR435-3535 35
CR470-5050 50
CR470-7070 70
CR4150-9595 95
CR4150-120120 120
CR4150-150150 150
CR4300-185185 185
CR4300-240240 240

CR4300-240/70240 70
CR4300-300300 300

17.2 3/4 CR435-10-3/410 10
CR435-16-3/416 16
CR435-25-3/425 25
CR435-35-3/435 35
CR470-50-3/450 50
CR470-70-3/470 70
CR4150-95-3/495 95
CR4150-120-3/4120 120
CR4150-150-3/4150 150
CR4300-185-3/4185 185
CR4300-240-3/4240 240
CR4300-300-3/4300 300

B(mm2) C(mm2)
Conductor Size Code
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