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J - WELD

THE PROCESS

J - Weld electrical connection process is a simple, portabie,
efficient method of welding copper to copper or copper to
steel without the use of an external power source.

J - Weld connections utilize the high temperature of
reaction of powdered copper oxide and, aluminum. * When
the J - Weld reaction takes place in a semi-perma- nent
graphite mold, liquid super-heated copper flows over the
conductors which are in the mold, causing them to melt,
and form a fusion weld between them.

J - Weld reaction takes place in a matter of seconds;
therefore the total amount of hear (calories or B. T. U. " s)
applied to the conductors or surfaces is considerably less
than that employed in brazing or soldering operations. this
is an important advantage when welding to insulated cable
or thin wall pipe.

J - Weld process may also be used to weld materials other
than copper for electrical purposes. J-Weld electrical
connections have been made between copper and the foll-
wing materials:

Stainless Cooperweld
Steel Rail Brass

Ordinary Steel Bronze
Nichrome V Everdur

Monel Galvanized Steel



J - Weld Connection

J - Weld connection is a fusion or molecular weld of
virtually pure copper. The finished connection in the
majority of cases has at least twice the cross sectional
area of the conductors being welded and therefore:

1. Will not be affected by high current surges. Tests have
shown that the electrical conductor will melt before the
J-Weld connection when subjected to high short
circuit current.

2. Will not loosen or corrode at the point of the weld. There
are no contact surfaces or mechanical pressures invol-
ved. J-Weld connection becomes an integral part of
the conductors. See Figure 2.

3. Has a current carrying capacity equal to or greater than
that of the conductors welded.

4. Sleeving of the conductors extends beyond welded joint
area for greater mechanical strength if cortductors are
subjected to flexing.

CABLE SLEEVED BY
J - WELD METAL
BEYOND WELD FOR
MECHANICAL
STRENGTH

J - WELD METAL

MOLECULAR
BOND OF
CABLE STRAND
END TO

J - WELD METAL

J - Weld Equipment

J - Weld is ideal for field use as it is light and portable and
requires no outside power source. It requires very little
time or skill to obtain vibration-proof, corrosion and
maintenance-free electrical connections.

J - Weld equipment required for making all types of
electrical connections is shown on the following pages.

J - Weld Clamps

For most connections involving lugs, cable, small tubular ol
rectangular bus, J - Weld clmps are used. These

clamps make possible the use of many different sizes and
types of mold with only two different J - Weld clamps,
namely catalog B106 and 107. These two clamps will fi
95% of all the standard molds.

1. Use B106 clamps for all J - Weld having a price
key “4" — “7" — 14”. These molds are nominally
76.2 x76.2 mm in width and depth (3" x 3").

2. Use B107 clamps for all molds having a price key “5" —
6" —"8" —“15". These molds are nominally 101.6 x
101.6 mm in width and depth (4" x4").

3. All mold having a price key “3" and “10" needs handles.



J - Weld Powder

The quantity (weight in grams) of each envelope content is
identified by an adesive white label.

Each "'price key" mold has its especific cartridge. Certain
molds, however, require the use of more than one cartridge
for full charge, according to the connection table. In these
cases each ignition powder tube must be used and spread
over the welding powder already dropped inside the mold.

DO NOT TAMP POWDER DOWN ONCE IT IS PLACED IN
THE MOLD.

J - Weld powder is packed in Plastic case, with the ignition
powder tube inside.

The cartridges totally hermetic and non-hygroscopic, what
assures the total protection of its content.

The cartridges are packed in a cardboard box according to
the table below.



J - Weld Mold

The copper thermite reaction takes place within a specially
designed, fine graphite mold that permits free flow of metal
to all sections of the weld cavity. The weld cavity is designed
to allow easy removal of the mold from finished joint to increase
mold life.

The average life of a mold is 50 plus welds depending on the
care and treatment it receives. The maximum wear on a mold
takes place at the mold openings due to forcing a mold shut
over “out of round” conductors, hitting and then chipping
openings with ends of conductors, etc. To at least double the
mold life *‘wear plates’’ can be factory installed around the
mold openings. See Figure 1.

They can be supplied for all molds for cable sizes 1000 Mem.
and smaller and ground rods 1" O.D. and smaller. To order,
simply add the suffix “W'' to the mold catalog number such
as CC1 - 1616 - W.

Many times a customer will use very heavily oxidized reclaimed
conductor for his grounding system. Due to this heavy oxidation,
a thorough cleaning job cannot be done. In these cases, a
“heavy duty’’ mold is recommended as it utilizes a larger size
cartridge than the standard duty mold. The actual heat of
reaction is not increased but is prolonged for a longer period
of time and allows for burn-off of the heavy oxidation. The
completed joint in physical size is, of course, larger than one
produced by a standard mold. At times, a customer may feel
that the calculated theoretical ground fault current may be
rather high and prefers the heavy duty mold so that he will
obtain the greater mass of metal around his finished connection.
A standard duty mold may not be used as a heavy duty moid
by merely using a larger cartridge. To order a heavy duty
mold add the suffix “H" to the required mold, number.

How to Use J - Weld Equipment

1. Clean and dry cables and mold to avoid porous weld.
Straighten cables and place in cable grooves. Close
J - Weld clamp tightly until locking action is felt.

2. Place metal disc over tap hole in bottom of crucible. Pour
in welding powder from cartridge. Tap bottom of cartridge
to remove all powder and spread the ignition powder over
the welding powder. Close the mold.

3. Hold mold securely. Ignite starting powder with flint gun.
Remove gun immediately. Allow weld to cool for about 10
seconds.

On some very large cable to cable, or bar to bar
connections which require multiple cartridges, a separate
crucible must be used. (See Pages 66 and 67). A single
mold having both the crucible and weld cavity as an
integral unit, would be excessively large, expensive and
could only be used for the specific application. The
separate crucible is nothing more than a “basin” which
holds the weld powder previous to ignition. This crucible is
placed directly on top of the mold which contains only the
weld cavity. In this manner, the customer gains a cost
advantage and flexibility in that the same crucible can be
used on different molds.

Refer to pages 66 and 67 for accessories that are available
for the J - Weld line.

Remove J - Weld connection and clean crucible.

Obs.; Before starting the connection, it is recommended to
fire one cartridge in the empty mold to warm up it.

ATTENTION

When welding inside manhole, use necessarily exhaust
equipment to eliminate smoke.



GROUNDING

The need for proper grounding is universally recognized to The materials comprising the earth’s surface have a very high
provide: resistivity compared with the low resistance of metals. As a

result, all current flowing through the ground has a considerable

1. Safety of men or animals from electric shock. voltage drop in a short distance. it is apparent from this, that
the conceptin of the ground potential as always being zero

2. Protection of equipment or apparatus from damage by is not true. A considerable potential gradient is quite possible
electrical faults. between different portions of the ground, more particularly

between those portions which are immediately adjacent to a
3. Better reliability and continuity of electric service. ground electrode and those portions wich are remote from

the ground electrode.
4. Methods of circuit relaying to clear ground faults on the
electrical system: There is considerable variation in the resistance of the soil
itself. The resistance depends upon many factors, such as:

, 1. Type off soil
Because of the great importance of the ground system 2 ggpth
whenever it is required to function, it is essential to plan any 3' Temperature
grounding system completely and carefully. Naturally, the first 4: Moisture content
consideration in any ground is the soil itself. 5. Percent of salt concentration in the soil

AVERAGE RESISTIVITY OF THE GROUND

TYPE OF GROUND RESISTIVITY
Wet Organic Soil 10
Moist Soil 102
Dry Soil 103
Dry Soil 104




Loam, clay and limestone soils usually have relatively low
resistance; sandy and rocky soils have higher resistance.

In general, there are two types of ground connections:

1. Ground connections that are made to water pipes, steel
building frames, or other metal structures which are installed
for purposes other than grounding.

2. Connections that are made to driven rods, buried cables
or plates, or other types of electrodes especially designed
for grounding purposes.

See Figure 4 for typical grounding applications.

Water piping systems should be used for grounding wherever
possible, in as much as their great length usually cuts down
the ground resistance to a fraction of an ohm. In addition, the
pipes are usually installed at depths below the frost line where
the moisture is relatively permanent and where the resistance
is little affected by seasonal variations. An exception must
be made of water piping systems where the joints in the pipe
are sealed by cement or similar compounds which insulate
sections of pipe from each other, thereby reducing their
effectiveness for grounding purposes.

VARIATION OF ELETRICAL
RESISTANCE WITH No. DRIVEN

36 PIPES IN PARALLEL
34 3/4" Std. Pipes spaced 3 m.
32 apart and driven
g 0 to a depth of 3 m.
g 28 in fairly wet soil.
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Fig. 3

NUMBER OF PIPES IN PARALLEL
Reduction in relative effectivencess of ground eletrodes as number increases

10

Where water pipe grounds are not available the ground may
consist of driven rods or pipes, buried plates, cable grids, or
cable counterpoises. In a addition there are various types of
patented grounding devices, but these are expensive and
seldom used.

Driven rods or pipes have proven to be quite economical
grounding devices. The pipes are usually steel whereas the
rods are most often made with a steel core surrounded by a
relatively thick sheath of pure cooper. The latter type of electrode
is of especial advantage where installation is required in
corrosive soils.

GROUND CABLE SIZE FOR SHORT CIRCUITS

SHORT CIRCUIT CURRENTS CABLE SIZE
Até/To — 2.000 Amps 50 mm?
2.000 -— 4.000 Amps 70 mm?
4,000 — 6.000 Amps 120 mm?
6.000 ~— 10.000 Amps 150 mm?2
10.000 — 15.000 Amps 240 mmg2
15.000 — 20.000 Amps 400 mm?
20.000 — 30.000 Amps 500 mm?




Compared to the soil resistance, the resistance of the ground
lead, ground electrode, and contact between electrode and
soil is negligible. The soil resistance itself is considered to be
the resistance of the soil about the electrode up to the point
where additional distance from the electrode does not vary
the potential.

It has been determined that about 93 percent of the entire
voltage drop occurs within a 2 meters radius of a driven
ground, and 82 percent of the total voltage drop within a 30
cm radius. This means that the soil within 30 cm about the
driven ground appears responsible for 82 percent of the total
resistance of the ground circuit, whereas the adjoining 1,70 m
is responsible for only 11 percent of the total resistance of the
circuit. For this reason soil treatment is practical and important.
Since about 90 percent of the total potential drop takes place
within 60 cm of the pipe or rod, these should therefore be
kept at least 2 m apart wherever possible. One pipe will thereby
be kept out of the dense current path of another and the
resistance of the ground connections will vary aimost inversely
as the number of rods or pipes. For reasons of economy and
effectiveness it is not advisable to use more than six elements
per electrode. See Fig. 3.

The resistance of a cylinder of earth adjacent to a driven rod
or pipe depends upon the moisture content of the soil and
of the condition and tightness of packing as well as its
chemical content.

High resistant soils are frozen, dry, loose, sandy, graveily or
boulder clay. Low resistant soils contain ashes, cinders,
organic matter or saft solutions.

In driving a rod or pipe for @ ground it is essential that the
electrode be driven below the frost level into the permanent
moisture level. Frozen earth has many times the resistance
of identical soll at a higher temperature. The permanent
moisture level is usuvally at a depth of about 2,5 m, although
sometimes it is necessary to go considerably deeper.

In some locations it is necessary to use soil treatment to
reduce ground resistance. Such soil treatment usually consists
of digging a small trench about 45 cm deep about the ground
rod and filling it with 25 to 50 kg of coarse rock salt, copper
sulphate or magnesium sulphate. Salt is cheap but is highly
corrosive and being soluble must be replaced Magnesium
sulphate is more expensive but is not as corrosive and is very
satisfactory electrically.
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Fig.4-  Typical grounding applications for J - Weld  connections.
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How to make a J - Weld connection

@

e Clean the conductors.
e Place cable ends in mold.

e Dump Weld Metal into mold.

e Sprinkle starting material over
Weld Metal and on lip of mold.

2]

e Close handles to lock mold.
e Drop metal disk into mold.

A completed
- WELD Connection

4]

e Close cover and ignite.
e Open mold after metal solidifies.

e Remove slag from mold
before next connection.




The mold Type CC1 makes a high conductivity copper alloy end-to-end
weld connection. Type CC1 mold can be used on solid, rope lay and

e CC1

Horizontal End to End

concentric stranded copper conductors from 16 to 500 mm?.

CONCENTRIC STRANDED CONDUCTORS

STANDARD MOLD HEAVY DUTY
CABLE (ADD H TOMOLD No)
(a)
2
mm | MOLD | poee ey [CART® ocEkEY | CART Mo
No. No.
16 CC1- 16 4 25 4 45
25 CC1- 25 4 32 4 65
35 CCi- 35 4 32 4 85
5 | cct 50 4 4 4 %
70 CcC1- 70 4 65 4 30
95 CC1- 95 4 90 4 200
120 CC1-120 4 115 4 250
150 CC1-150 4 115 4 250
185 CC1-185 4 150 5 2-150
240 CC1-240 4 200 15 2-200
400 CC1-400 15 2-150 15 3-200
500 | CC1-500 15 2.200 15 3250

{a) For solid-to-solid connections, add suffix “S" to Mold N°

{b) Order one size larger cartridge when welding solid conductors 50 mm? and larger.

ORDER J - WELD CLAMPS SEPARATELY

J - WELD
Cable to Cable

13



J - WELD

TYPE CC2

Horizontal Cable Tap

to Horizontal Cable Run

To connect a horizontal cabie tap to a horizontal thru cable run, mold
Type CC2 is reccomended for solid, concentric stranded, or rope lay
copper conductors from 16 to 500 mm?2.

CONCENTRIC STRANDED CONDUCTORS

CONCENTRIC STRANDED CONDUCTORS

, HEAVY DUTY MOLD \ HEAVY DUTY MOLD

CABLE (a) mm STANDARD MOLD (ADD H TO MOLD No) CABLE (a) mm STANDARD MOLD (ADD H TOMOLD No)
RUN _ MOLD PRICE | CART(b) | PRICE | CART. RUN AP MOLD PRICE | CART.(b)| PRICE | CART.
No. KEY No. KEY No. No. KEY No. KEY No.

16 16 CCo- 1616 4 4 85 185 185 CC2-185185 4 200 5 2200
2 2 oC2 2505 4 % s 65 185 150 CC2-185150 4 200 5 2:200
p” % 002 2516 N % N o 185 120 CC2-185120 4 200 5 2200
185 95 CC2- 18595 4 150 5 2150

35 35 CC2- 3535 4 45 4 % 185 70 CC2- 18570 4 % 5 200
35 % CC2- 3525 4 4 4 85 185 50 CC2- 18550 4 90 4 200
35 16 CC2- 3516 4 45 4 85 185 35 CC2- 18535 4 % 4 150
50 50 CC2- 5050 4 % 4 15 240 240 CC2-240240 4 2150 5 500
50 35 CC2- 5035 4 45 4 85 240 185 CC2-240185 4 200 5 2:200
50 2 CC2- 5025 4 45 4 90 240 150 CC2-240150 4 200 5 2:200
50 16 CC2- 5016 4 45 4 65 240 120 £C2-240120 4 200 5 2:200
70 0 |cce | 4 % 4 15 240 % |CC2-24005 4 10 5 2150
2 50 CC2- 7050 4 ® 4 15 240 70 CC2- 24070 4 % 4 200
7 % 02 7035 s 5 4 % 240 50 CC2- 24050 4 9% 4 200
) 25 |cce- 7025| 4 4 4 &5 240 % |CCo4035) 4 % 4 200
70 16 cC2- 7016 4 4 4 65 400 400 CC2-400400 5 2250 10%c) | 4250
® ® CCo 9505 4 150 5 2150 400 240 CC2-400240 5 2:200 5 3250
® 7 oo 9570 4 % s 20 400 185 £C2-400185 5 250 5 2:250
% 50 CCo- 9550 . ® . 200 400 150 €C2-400150 4 200 5 2200
pis s 0o 9535 4 % 4 150 400 120 CC2-400120 4 200 5 2200
® 2% cCo- 9505 s 5 ) % 400 9 CC2- 40095 4 150 5 2150
400 70 CC2- 40070 4 150 5 2450
120 120 CGC2-120120 4 150 5 2150 400 50 CC2- 40050 4 150 5 2.150

120 9% €C2- 12085 4 150 5 2150

120 70 G- 12070 4 % 4 200 500 500 CC2-500500 | 15 2250 10%c) | 4250
120 50 CC2- 12050 4 % 4 200 500 400 CC2-500400| 15 2:250 107c) | 4250
12 % 0. 12035 4 % s 150 500 240 CC2-500240 | 15 2:200 15 3250
500 185 CC2-500185 | 14 250 15 2:250

150 150 CC2-150150 4 200 5 2-200 500 150 CC2-500150 14 200 15 2.200
150 120 CC2-150120 4 150 5 2-150 500 120 CC2-500120 14 200 15 2.200
150 95 CC2- 15085 4 150 5 2150 500 9% CC2- 50095 14 150 15 2150
150 70 CC2- 15070 4 90 4 20 500 7 CC2- 50070 14 150 15 2150
150 50 CC2- 15050 4 9 4 200 500 50 CC2- 50050 14 150 15 2150

150 35 €C2- 15035 4 9 4 150

(a) For solid-to-solid connections, add suffix “S” to- Mold N*

{b) Order one size larger cartridge when welding sofid conductors 50 mm? and larger.
{c) Soid complete with frame, if graphite part only is required, add sufix "G” to Cat. N*
*Requires additional mold M-181

ORDER J - WELD CLAMPS SEPARATELY

14




TYPE CC 3

Vertical Drop Cable Tap
to Horizontal Thru Cable

Type CC3 mold is recommended for connecting a vertical drop cable tap
to a horizontal thru cable. Current carrying capacity of
connection is greater than the cables joined. For use on solid, rope lay,,
and concentric stranded copper conductors from 16 to 240 mm?2.

J - WELD

Cable to Cable

CONCENTRIC STRANDED CONDUCTORS CONCENTRIC STRANDED CONDUCTORS
HEAVY DUTY MOLD HEAVY DUTY MOLD
CABLE (a) mnt’ TANDARD MOLD oy
s {ADD HTO MOLD No) CABLE (a) STANDARD MOLD (ADD H TO MOLD No)
RUN TAP MOLD PRICE | CART (b)| PRICE CART. RUN AP MOLD PRICE CART. CART.
No. KEY No. KEY No. Ne KEY N KEY Ne
16 16 | CC3 1616 4 32 ¢ 65 120 3 | CC3 12035 4 150 4 200
s P 4 @ s - 120 16 | CC3 12016 4 150 4 200
3 % | CC3 3525 4 2 4 65 150 150 | CC3150150 4 200 15 2200
3 16 | CC3 3516 4 2 4 65 150 120 | CC3150120 4 200 15 2150
% 0 |ccs 5050 ‘ % s 150 150 95 | CC3 15085 4 200 15 2150
150 76 | CC3 15070 4 200 4 250
50 3 | CC3 5035 4 0 4 115
150 5 | CC3 15050 4 200 4 250
% % | CCs 5028 ¢ % 4 I 150 3% | CC3 15035 4 150 4 250
50 16 | CC3 5018 4 90 4 115
- 0 |ccs 7070 4 % ' 20 185 185 | CC3-185185 4 200 15 2200
185 150 | CCa-185180 4 200 15 2200
70 5 |CC: 7050 4 %0 4 200
185 120 | CCa-185120 4 200 15 2200
70 3% | CC3 7035 4 90 4 150
185 9% | CC3 18595 4 200 15 2200
70 % | CcC3 7025 4 90 4 150
i % |ocs 701 4 ot 4 150 185 70 | CC3 18570 4 200 5 2150
185 50 | CC3 18550 4 200 5 2180
95 9% | CC3 9595 4 150 5 2150 185 3% | CCa 18535 4 150 5 2180
% T |0 %570 4 150 4 20 240 240 | £C3-240240 5 2150 15 2250
% 50 | CC3 9550 4 150 4 250
240 185 | CC3-240185 5 2150 15 2.250
95 3% | CC3 95% 4 150 4 200
® % |ccr 516 4 150 s 200 240 150 | CC3-240150 4 250 15 2200
240 120 | CC3-240120 4 250 15 2200
120 120 CC3120120 4 150 5 2-150 240 9% CC3 24095 4 250 15 2200
120 95 | CC3 12095 4 150 5 2150 240 70 | CC3 24070 4 250 15 2200
120 70 CC3 12070 4 150 4 250 240 50 CC3- 24050 4 250 15 2.900
120 5 | CC3 12050 4 150 4 250 240 3% | CC3 24035 4 250 15 2180

(a) For solid-to-sofid connections, add suffix “S” to Mold N*

(b} Order ons size larger cartridge when welding solid conductors 50 mm? and larger.

ORDER J - WELD CLAMPS SEPARATELY
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J - WELD

Cable to Cable

meCC4
horizontal

. . cables, ta
Horizontal to Horizontal P
cable cut

Cable Cross
For horizontal cable cross on solid, rope lay, or concentric stranded

copper conductors from 16 to 240 mm?, type CC4 mold is recomended.

The connection 1s a solid mass of copper that is impervious to moisture
or corrosion.

CONCENTRIC STANDARD CONDUCTORS CONCENTRIC STRANDED CONDUCTORS

CABLE (a) mm? STANDARD MOLD HEAVY DUTY MOLD CABLE (a) mm? STANDARD MOLD HEAVY DUTY MOLD

(ADD H TO MOLD No) (ADD H TO MOLD No)

- e | MO | PRCE | camr )| PrcE | can AN p | MO | PRCE | CART.(5)| PRCE | CART.
N? KEY Ne KEY Ne N? KEY Ne KEY . Ne

16 6 |cca i8] 4 45 4 65 120 0 |cca1200| 4 150 4 250
% o6 joos 6| e 5| 5 | % oo ime| ¢ I I (e

% %5 |cc 25| 4 4 4 65

N v looe ww| N ) % 150 150 |ccatsonso| 4 250 5 2:200
® Sl Bosicsod o ) - 150 120 |ccatsoi0| 4 250 5 2:200
35 P Boolh ol I o ; % 150 % |cca 1s005| 4 200 5 2.150
150 0 |ccatso0| e 150 4 250

50 50 |cos ss0| 4 % 4 200 150 50 |coasos0| 4 150 4 250
50 % |cce s035| 4 % s 150 150 % |cce 5035 4 15 4 200
g fg gcci gfg ) g ) g 185 185 |ccatssies| 4 250 15 2.050
185 150 |cCtss1s0| 4 250 15 2.250

70 70 CC4- 7070 4 118 4 200 185 120 CC4-185120 4 250 15 2-200
70 00 |cce s0| 4 115 4 200 185 o |cca teses| 4 200 15 2.200
70 B |cce roas| 4 15 4 150 185 0 |ccatss0| 4 200 5 2150
70 55 |oca | 4 15 4 150 18 50 |cCa18ss0| 4 200 5 2:150
70 16 CC4- 7016 4 115 4 150 185 35 CC4- 18535 4 150 4 250
% % |cca oses| 4 150 5 2150 240 240 |cce20240| 15 2.250 15 3250
% 70 |cca ss0f 4 150 4 250 240 185 | CCe240185| 15 2:200 1 3250
% 50 |ccs gss0| 4 150 4 250 240 150 |cce2e0150| 15 2:200 18 2200
% % |cCs o3| 4 15 4 200 240 120 |cCa240120| 15 2.150 15 3200
% % |cce wos| 4 115 4 200 240 % | CCa24005| 15 2150 1 500
20 20 lecsmm| s 200 5 2450 240 0 |cce2a00| 14 20 15 2200
2 s loos 1| 4 20 ; 2150 240 50 |Cot2a050| 14 250 15 2.200
240 3 |cos 00| 1 200 15 2150

(a) For solid-to-solid connections, add suffix “S” to Mold N°
(b) Order one size larger cartridge when welding solid conductors 50 mm?and larger.

ORDER J - WELD CLAMPS SEPARATELY

16



The mold type CC5 is recommended for vertical drop splices on solid,

TAPE CC 5

Vertical end to end Cable Joint

rope lay, or concentric stranded copper conductors up to 500 mm?
The J - Weld connection is slightly larger than the diameter of
the cable and has a greater currente carryng capacity.

STANDARD MOLD
CABLE (a)
mm*
MOLD CART. (b)
" PRICE KEY "
16 CC5- 16 7 32
25 CC5 25 7 45
35 CCs 35 7 45
50 CC5 50 7 90
7 CCs 70 7 %0
95 CC5 95 7 115
120 CCs-120 7 150
150 CC5-150 7 150
185 CCs-185 7 200
240 CC5-240 7 250
400 CC5-400 8 2-200
500 CC5-500 8 2-250

(a) For sofid-to-solid connections, add suffix “S" to Moid N*
{b) Order one size larger cartridge when weiding solid conductors 50 mm? and targer.

Horizontal T connection for
cable to cable - type CC2

ORDER J - WELD CLAMPS SEPARATELY

J - WELD

Cable to Cable

17



TYPE CC7

Horizontal Parallel thru Cables

For connecting two horizontal thru cables, one above the other, mold
Type CC7 is recommended The J - Weld joint is a solid mass of copper
that is vibration proof and impervious to corrosion. Used on solid, rope
lay, and concentric stranded copper conductor range 16 to 500 mmg?

J - WELD

Cable to Cable

CONCENTRIC STANDDED CONDUCTORS CONCENTRIC STRANDED CONDUCTORS

CABLE (a) STANDARD MOLD HEAVY DUTY MOLD CABLE (a) STANDARD MOLD HEAVY DUTY MOLD

mm? (ADD H TO MOLD No) {ADD HTO MOLD No.)

MOLD PRICE | CART{b)| PRICE CART. MOLD PRICE | CART{b)| PRICE CART.
Rm TAP N° KEY Ne KEY Ne RLN TAP Ne KEY N? KEY N
16 16 CC7- 1616 14 32 14 65 185 150 | CC7-185150 15 2-150 15 3200
- % CCr- 2525 " & " 0 185 120 | CCr-185120 14 250 15 2-250
p " oon 2516 1 o “ o 185 95 CC7-18595 14 200 15 2200
185 70 |cer- 18570 14 150 15 2150
35 3 CC7- 3535 14 85 14 115 185 50 CC7- 18550 14 150 14 2150
3 2 CCT- 3525 14 65 14 90 185 3 CC7- 18535 14 150 14 250
% 8 cer- 3518 1 % 1 % 240 240 | CC7-240240 15 2:200 10c) | 3250
50 50 €C7- 5050 14 %0 14 200 240 185 | CCT-240185 15 2150 10%) | 3250
50 k] CCT- 5035 14 85 14 150 240 150 | CC7-240150 15 2150 10} | 3200
sb 25 CCT- 5025 14 85 14 115 240 120 | CCr-240120 14 250 15 2:250
50 16 CC7- 5016 14 65 14 15 240 9% CCT- 24095 14 200 15 2250
10 0 |CCr 00| 14 115 14 250 240 0 |CCn- 26700 14 150 s 2150
7 50 CCT. 7050 ) 115 1 250 240 50 CCT- 24050 14 150 15 2150
70 % COT- 7035 14 % 1 20 240 35 CC7- 24035 14 150 14 250
70 2 CCT- 7025 14 % 14 200 400 400 | CCT-400400 15 3250 10°c) | 4250
70 16 cCr- 7016 14 85 14 150 400 240 | CC7400240 15 2250 10°) | 4250
" o 0T 9595 " 200 5 2,200 400 185 | CCT-400185 15 2-200 15 3250
% 70 |cc esm| 14 150 15 2150 40 ! CCr-400150 | 15 2150 18 3250
% 50 COT- 9550 1 150 15 2150 400 120 | CCT-400120 15 2150 15 3200
% % 00T 9535 14 150 1 20 400 9 CC7- 40095 14 250 15 2.950
% %5 [CCT- gs525] 14 150 14 200 400 70 [CCT-40070 | 14 20 15 2200
400 50 CC7- 40050 14 250 15 2200

120 120 |ccrz0120 14 250 15 2-250
120 %  |cCr-12005] 14 200 15 2:200 500 500 | CC7-500500 | 15 4250 107(0) | 6250
120 70 |cor-1am] 14 150 15 2150 50 00| COT500400) 15 320 10770 6250
12 50 07~ 12050 1 150 15 2150 500 240 | CC7-500240 15 2-250 10°) | 5250
120 % 6C7. 12035 14 150 1 2250 500 185 CC7-500185 15 2150 10°c) | 4250
500 150 | CCT-500150 15 2150 15 4250
150 95 CC7- 15085 4 200 15 2:200 500 120 €C7-500120 14 250 15 3250
150 70 CC7- 15070 14 150 15 2-150 500 95 CC7- 50005 14 250 15 3950
150 50 CC7- 15050 14 150 15 2-150 500 70 CC7- 50070 14 250 15 2.950
150 35 CC7- 15035 14 150 14 250 500 50 CC7- 50050 14 250 14 2.950
185 185 |CCr185185 15 2150 15 3200

(a) For solid-to-salid connections, add suffix “S” to Mold N°
(b) Ordler one size larger cartridge when welding solid conductors 50mm?and larger.
(c) Sold complete with frame, if graphite part only is required, add sufix “G" to Catalog Number.

* Requires additional mold M-181
** Requires additional mold M-182

ORDER J - WELD CLAMPS SEPARATELY
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J - WELD
Cable to Cable

meCC8-CC9

Horizontal Cable to Cable

30" Angle Tap

For horizontal cable to cable - 30° horizontal tap to a horizontal thru run,
the mold CC8 is recommended for left hand, and the mold type CCS for
right hand connections. Each accommodates a range from 16 to 500
mm?, solid, rope lay, and concentric stranded copper conductors.

CONCENTRIC STRANDED CONDUCTORS

CONCENTRIC STRANDED CONDUCTORS

HEAVY DUTY MOLD , HEAVY DUTY MOLD
CABLE (a) mm® STANDARD MOLD (ADD H TO MOLD No.) CABLE (a) mm STANDARD MOLD (ADD H TO MOLD No.)
MOLD PRICE | CART(b) | PRICE CART. MOLD PRICE CART.(b) | PRICE | CART.
RN TAP Ne KEY Ne KEY Ne RN TaP Ne KEY N° KEY Ne
16 16 |ccs 1616 4 4 4 65 185 185 [ CC8-185185 4 200 15 2200
% % |ocs 2505 s 5 s & 185 150 | CC8-185150 4 200 15 2200
o5 % |ces 251 s 5 s & 185 120 | CC8-185120 4 200 15 2:200
185 95 | CC8 18595 4 200 15 2-150
3 3% 1CCs 3535 4 65 4 %9 185 70 | CC8 18570 4 200 5 2150
35 25 | CC8 3525 4 85 4 90 185 50 | CC8 18550 4 200 5 2.150
3% 16 |CC8 3516 4 65 4 % 185 3 §CC8 18535 4 150 4 250
50 50 CC8- 5050 4 %0 4 115 240 240 CC8-240240 15 2150 15 2:250
50 3 CC8 5036 4 90 4 90 240 185 CC8-240185 15 2-150 15 2:250
50 2 | CC8 5025 4 90 4 %0 240 150 | CC8-240150 14 250 15 2:200
50 16 | CC8 5016 4 90 4 % 240 120 | CC8-240120 14 250 15 2200
70 70 ccs 7070 4 115 4 150 240 95 CC8 24095 14 250 15 2-200
70 50 CC8 7050 4 115 4 150 240 70 CC8- 24070 14 250 15 2-200
76 35 cC8 7035 4 115 4 115 240 50 CC8 24050 14 250 15 2-150
70 5 |cce 05| 4 115 4 115 240 % | CCB-24035) 14 20 15 2150
70 16 CC8- 7016 4 115 4 15 400 400 CC8-400400 15 3200 10° () 4-250
95 95 CCs 9595 4 150 5 2-150 400 240 CC8-400240 15 2-250 10" (c) 4-250
95 70 CC8 9570 4 150 4 250 400 185 CC8-400185 15 2-250 5 3250
95 50 cCs 9550 4 150 4 200 400 150 CC8-400150 15 2-200 15 3-200
95 3% CCs- 9535 4 115 4 150 400 120 CC8-400120 15 2-150 15 3200
95 2 CC8 9525 4 115 4 150 400 95 CC8-40095 14 250 15 2-250
400 70 £C8-40070 14 250 15 2200
120 120 CC&120120 4 150 5 2‘150 m 50 008_ mso 14 250 15 2_200
120 95 | CC8 12095 4 150 5 2150
120 70 CCs 12070 4 150 4 250 500 500 CC8-500500 15 3250 10” (c) 4.250
120 50 CC8- 12050 4 150 4 200 500 400 CC8-500400 15 3-200 10° (¢ 4.250
120 3 1CC8 12035 4 5 4 150 500 240 | CCB-500240 15 2250 10° () 4250
500 185 | CC8-500185 15 2-250 5 3250
150 150 CC8-150150 4 200 15 2-200 500 150 CC8-500150 15 2:200 15 3200
150 126 108150120 4 200 1% 2-200 500 120 |CCB500120| 15 2200 15 2-250
150 8 | CC8 15005 4 200 5 2150 500 95  |CCe50005| 14 250 15 2-250
150 50 | CC8 15050 4 200 4 250 500 70 | CC8 50070 14 250 15 2250
150 35 | CC8 15035 4 150 4 200 500 5 | CC8 50050 14 250 15 2200

(a} For solid-to-solid connections, add suffix S"' to Mold N°

{b) Order one size farger cartridge when welding solid conductors 50 mm? and larger.
(¢) Sold complete with frame. If graphite part only is required, add suffix “G” to Cat. N°
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* Requires additional mold M-181.

ORDER J - WELD CLAMPS SEPARATELY



The CCX mold is recommended for jointing horizorital cables at 90°, from

16 to 240 mm?.

TYPE CCX

Horizontal Cable to Cable
90. Angle Tap

CONCENTRIC STANDED CONDUCTORS

and not cut

Cross of horizontal
cables, lapped

J - WELD
Cable to Cable

CONCENTRIC STRANDED CONDUCTORS

CABLE (a) STANDARD MOLD CABLE (a) STANDARD MOLD
MOLD PRICE CART.{b) MOLD PRICE CART.(b)

RUN TAP e KEY Ne RUN TAP Ne KEY Ne
16 18 cCX- 1616 4 &5 120 70 CCX- 12070 14 250
s | 2 |mam| o« | s || ®m | % @) x| o=

2% 16 CCX- 2516 4 85
N ® oox. 4535 ) % 150 150 CCX-150150 15 2200
150 120 COX-150120 15 2200

3 % CeX- 3525 4 %
o s oox 1a ) o 150 95 CCX- 15095 15 2150
1 70 CCX- 15070 14 2150
50 50 CCX- 5050 4 150 150 50 COX- 15050 14 250
50 % COX- 5035 4 115 150 3 CCX- 15035 14 150
558 fg ggi ggfg ) }12 185 185 CCX-185185 1 2250
185 150 CCX-185150 15 2250
70 70 CCX- 7070 4 200 185 120 CCX-185120 15 2250
70 50 CCX- 7050 4 200 185 % CCX- 18595 15 2200
70 3% CCX- 7035 4 150 185 70 CCX- 18570 15 2150
70 % CCX- 7025 4 150 185 50 CCX- 18550 15 250
70 16 CCX- 7018 4 150 185 35 CCX- 18535 14 200
% % COX- 9595 15 250 240 240 CCX-240240 15 3250
9% 70 COX- 9570 4 200 240 185 CCX-240185 15 3200
% 50 CCX- 9550 4 20 240 150 CCX-240150 15 3200
% 3 CCX- 9535 4 150 240 120 CCX-240120 15 2250
9% 2% COX- 9525 4 150 240 % COX- 24095 15 2250
120 120 COX-120120 15 2150 240 70 COX- 24070 15 2200
120 % CCX- 1209 1 2150 240 % COX- 24050 15 210
240 3 COX- 24035 15 2250

(a} For solid-to-solid connections, add suffix “S” to Mold N°

(b) Order one size larger cartridge when welding solid conductors 50 mm? and larger.

ORDER J - WELD CLAMPS SEPARATELY
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J - WELD

Cable to Cable

For cable to cable horizontal parallel taps, tap cable above the run, mold

TYPE CC6

Horizontal Parallel Tap

Type CCS is recommended. It accommodates solid, rope lay, or
concentric stranded copper conductor range from 16 to 95 mm?2.

CONCENTRIC STRANDED CONDUCTORS
CABLE (a) STANDARD MOLD
RUN AP MOLD PRICE KEY CART. (b)

Ne Ne
18 16 CCE-1616 4 %
% % CC6-3535 4 8
% 2% CC6-3525 4 £
% 15 CC6-3516 4 5
50 50 CC-5050 4 %
50 % CC6-5035 4 8
50 % CC6-5025 4 8
50 16 CC8-5016 4 6
70 70 CC8-7070 4 115
70 50 CC6-7050 4 115
70 % CC6-7035 4 %
70 % CC8-7025 4 %
70 16 CC8-7016 4 6
% % CC8.9585 14 150
% 70 CC5-9570 14 115
% 50 CC6-9550 14 115
% 3 CC5:9535 14 15
% % CC6-9525 4 %
% 6 CC69516 14 %

{a) For soii¢-to-solid connections, add suffix “S” to Mold N°
{b) Order one size larger cartridge when welding solid conductors 50 mm?and larger.

Removal of the moid exposes a CC4 cross connection.

18

ORDER J - WELD CLAMPS SEPARATELY

Removal of the mold exposes
a CC4 cross connection



J - WELD

Cable to Ground Rod

e CR1

Horizontal Cable Terminal
to Ground Rod

For terminating horizontal solid, rope lay or concentric stranded copper
cable to top of vertical ground rods, mold type CR1 is recommended

The J - Weld joint is solid mass of copper that is vibration proof

and impervious to corrosion. For copper cable, range from 35 to 500

mm? and copper ground rod, range " thru 1"

CONCENTRIC STRANDED CONDUCTORS

GROUND ROD STANDARD MOLD HEAVY DUTY MOLD
CABLE (o] (ADDHTOMOLD No.)
POL. i
™| MOD | PRICE | CART{b)| PRICE | CART.
INCH N KEY Ne KEY Ne
% |CRt-1205] 4 8 4 %
50 |CR1-1280| 4 %0 ¢ 115
70 |CAt-1270| 4 % 4 115
12 o5 |CA195| 4 % 4 150
120 |cRiazi0| 4 % 4 150
150 |CRi-12150 | 4 % 4 200
3% | ORI- 1635 | 4 5 4 %
50 [CRI-1650| 4 % 4 115
70 |cAt 0| 4 % 4 115
% |CAt- 95| 4 % 4 150
58 120 |CRI6120| 4 %0 4 20
150 |CR116150 | 4 115 4 200
165 |CR116185| 4 115 4 200
240 |CRt62¢0| 4 150 4 250
50 | CRI-1950| 4 % 4 150
70 |CR1-1970| 4 % 4 150
%5 |CR1-1995( 4 % 4 200
120 |CcRitgr20| 4 %0 4 200
3 15 |CRm9150| 4 115 " 250
18 |CRi9185| 4 115 " 250
240 |CAL9240| 4 150 5 2150
w0 |CRI400| 4 250 15 2200
50 |CRI-250| 4 150 4 200
70 |CR1-2570| 4 150 4 200
95  |CRt-2505| 4 150 4 250
120 |CR125120| 4 150 4 250
! 15 | CR125150 | 4 200 5 2150
185 |CR125185| 4 200 5 2150
240 (CRi2s40| 4 200 15 2:200
40 | CRI-25400 | 4 260 15 2290 | (a) For solido-solid connections, add suffx “S” 1o MOdN®
500 CR1-28500 5 2150 15 2250 (b) Order one size larger cartridge when welding solid conductors 50 mm? and larger.

ORDER J - WELD CLAMPS SEPARATELY
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Horizontal Cable to Ground Rod

TYPECR2

The mold Type CR2 is recommended for making hotizotal thru pable
connections 1o the top of vertical ground rods. J - Weld connections

are permanent and trouble-free.
cable, range from 35 to 500mm?

CONCENTRIC STRANDED CONDUCTORS

Used for concentric stranded copper .
and copper ground rod, range 5" thru 1

GROUND ROD STANDARD MOLD HEAVY DUTY MOLD
CABLE (2) (ADDH TO MOLD No,)
POL.
NGH mm? | mop | PRICE | CART(b)| PRICE | CART.
N KEY N® KEY Ne
3% |CRe-1235| 4 % 4 150
5 |CR2- 1250 4 % 4 200
70 |CcR:12zm0| 4 % 4 200
L o5 |CR2-1205| 4 145 4 250
120 |CR2-12120| 4 150 4 2150
150 |CR22150| 4 200 4 2150
35 | CRe-1635| 4 % 4 150
5 |CR2-1650] 4 % 4 20
70 |cres70| 4 115 4 200
9% |CRe-1685| 4 115 4 250
¥ 120 |CR26120| 4 150 5 2150
150 |CR216150 | 4 200 5 2200
185 |CR2-16185| 4 20 5 2200
240 |CR2-16240| 4 250 5 2250
B |CcRe 19%5| 4 % 4 150
50 |CR:-1950| 4 115 4 200
70 |CR:- 1970 4 115 4 250
o |croies | 4 115 5 2150
34 120 |CR219120| 4 150 5 2200
150 |CR219150 | 4 20 5 2200
185 |CRo-19t85| 4 200 5 2250
240 |CR21%240| 4 250 15 3250
40 |CR21%40| 5 2200 15 4250
50 |CR219500| 5 2.250 15 4250
50 |CR2-2550| 4 1 4 250
70 |CR2-2570| 4 150 4 250
% |CR2-2505| 4 150 5 2150
120 |CR225120| 4 200 5 2200
! 150 |CR2:25180 | 4 200 5 2:250
185 |CRe25185| 4 200 5 2250
240 |CR225240| 4 250 15 3250
40 |CR2.25400| 5 2200 15 4250
50 |CR225500| 5 2250 15 4250

J - WELD
Cable to Ground Rod

(a) For solid-to-solid connections, add suffix “S" to Mold N°
(b) Order one size larger cartridge when welding solid conductors 50 mmZand larger.

ORDER J - WELD CLAMPS SEPARATELY

23



J - WELD

Cable to Ground Rod

TYPECR3

Horizontal thru cable to Ground Rod

To connect a horizontal thru cable to the side of a vertical ground rod
mold type CR3 is recommended. J - Weld jointis a fused solid

copper weld of 100% greater cross-sectional area than the cable. It
accommodates concentric stranded copper cable range from 16 to 500
mm? and copper ground rod, range 1/2” thru 1"

Through
cable to side
of ground rod

CONCENTRIC STRANDED CONDUCTORS CONCENTRIC STRANDED CONDUCTORS
STANDARD MOLD
GROUND ROD STANDARD MOLD GROUND ROD c
CABLE (a) oL ABLE (a)
POL mm? MOLD PRICE CART. (b) — MoLD PRICE CART.(b)
INCH Ne KEY Ne
INCH Ne KEY Ne
11
16 CR3 1216 7 % 70 CR3 1970 7 5
35 CR3- 1235 7 % 85 CR3- 1995 7 150
50 CR3- 1250 7 115 120 CR3-19120 7 200
70 CR3- 1270 7 1% 34" 1 CR3-19150 7 250
2 % CR3- 1295 7 150 18 CR3-19185 8 2150
120 CR3-12120 7 150 240 CR3-19240 8 2:250
150 CR3-12150 7 200 400 CR3-19400 8 3250
16 CR3- 1616 7 %0 16 CR3- 2516 7 90
3% CR3- 163 7 % 3 CR3- 2535 7 %
50 CR3- 1650 7 115 50 CR3- 2550 7 15
70 CR3- 1670 7 115 70 CR3 2570 7 115
58" 95 CR3 1695 7 150 v 95 CR3- 2595 7 150
120 CR3-16120 7 150 120 CR3-25120 7 200
150 CR3-16150 7 200 150 CR3-25150 7 250
185 CR3-16185 7 250 186 CR3-25185 8 2150
240 CR316240 7 2200 240 OR3-25240 8 2:250
25400 8 3250
16 CR3- 1916 7 %0 400 CR3
3250
34" 35 CR3 1935 7 %0 500 CR3-25500 8
50 CR3- 1950 7 15

{a) For solid-to-solid connections, add suffix “S" to Mold N° ,
{b) Order one size larger cartridge whe. welding solid conductors 50 mm®and larger.

ORDER J - WELD CLAMPS SEPARATELY



meRR1

J - WELD

Ground Rod.to Ground Rod

Ground Rod to Ground Rod

Vertical ground rod to vertical ground rod connections can be made with
mold type RR1. The J - Weld connection is a low resistance joint
that never corrodes or loosens. Ground rod range 1/2” thru 1"

CONCENTRIC STRANDED CONDUCTORS

GROUND ROD STANDARD MOLD HEAVY DUTY MOLL
(ADDHTOMOLD No,)
POL. |
INCH MOLD PRICE CART.{b) PRICE CART.
N KEY Ne KEY Ne
102 RR1-12 7 150 7 250
58" RR1-16 7 200 7 2150
Y4 RR1-19 7 2150 8 2200
1 RR1-25 8 2250 8 3950

ORDER J - WELD CLAMPS SEPARATELY
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J - WELD

Grounding Plate and Receptacles

meTG275

Airport Ground Receptacle

J- Weld Type TG275 is a cast copper alloy ground receptacie
designed for static grounding of aircraft. The receptacle, when installed,
is flush with the airport apron surface and provides a permanent,
corrosion-proof static grounding connection point.

Mold Type CR1-A or CR2-A is recommended for joining the receptacle
to the buried ground-system. The stud element is equivalent to a 3/4"
ground rod. A protective cap, attached to a chain, snaps over the ball
joint, when receptacle is not in use.

1/2" Cano/Pipe
TYPE CR1-A AND CR-2A CONNECTIONS

CONCENTRIC STRANDED CONDUCTORS

CR1-A CR2-A
CABLES
mm? MOLD PRICE CART. MOLD PRICE CART.

Ne KEY N¢ N KEY N°

35 CR1A-35 4 115 CR2A-35 4 115

50 CR1A-50 4 150 CR2A-50 4 150
CR1A-70 4 150 CR2A-70 4 150

% CR1A-35 4 150 CR2A-95 4 200

GROUND RECEPTACLE INSTALLATION INSTRUCTIONS

Ground Receptacle must be inverted prior to connecting it to the ground system cable. The mold is
designed so that the connection resuits in a 1/2"" riser that will fit into a 1/2" pipe. The 1/2’" pipe is
driven to a depth (see dimension charts above) so that it will support the ground receptacle with its
top flush with the finished apron surface.

ORDER J - WELD CLAMPS SEPARATELY
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Type TTAG is an airport ground receptacle made of cast copper alloy
with a tie down crossbar that provides for static grounding as well as
aircraft tie down. The receptacle is flush with airport apron surface. The
stud element is equivalent to a 3/4" ground rod. A mold: Type CR1-A

e TTAG

Airport Ground Receptacle

or CR2-A is recommended to install the receptacle.

TYPE CR1-A

CR2-A CONNECTIONS
CONCENTRIC STRANDED CONDUCTORS

J - WELD

Grounding Plate and Receptacles

. CR2-A
CABLES CRI-A
o MOLD | PRICE CART. MOLD PRICE CART.
Ne KEY Ne Ne KEY N®
35 CR1A-35 4 115 CR2A-35 4 115
50 CRIA50 4 150 CR2A-50 4 150
70 CRIAT0 4 150 CR2A-70 4 150
9% CR1A95 4 150 CR2A-95 4 200
CAT. A H w
mm mm mm
TTAG388 | 984 158,7 1206
TTAG4TS | 1206 184,1 165,1

GROUND RECEPTACLE INSTALLATION INSTRUCTIONS

Ground Receptacie must be inverted prior to connecting it to the ground system cable. The mold is
designed so that the connection resuits in a 1/2"” riser that will fit into a 1/2" pipe. The 1/2" pipe is
driven to a depth (see dimension charts above) so that it will support the ground receptacle with its
top flush with the finished apron surface.

GROUND RECEPTACLE INSTALLATION INSTRUCTIONS
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Jiwoong ground plates used in concrete structures
offer convenient ground system connection polints.
These ground points are used for equipment,
machinery and structure grounding after completion of

the concrete work.

The castings are made from a copper alloy --
Jiwoong ground plate connections result in current
carrying capacity equal to that of the conductor or stud

and cannot loosen or corrode.

4-Hole
2-Hole Ground Plate

Ground Plate

TGF-4S

3%"—16, ¥2" Deep—4 Holes

TGF-2
v2"~—13, 2" Deep—2 Holes

SPACING

TGF-4L.
¥%2"—13, 2" Deep—4 Holes
Iva”
T NEMA
3va HOLE
SPACING

Type CC1 with 2-hole ground plate

TGF-4L Ground Plate welded to
cable, Type CC2

28

Type CC2 with 4-hole ground plate

Typical 4-hole ground plate instaliation

e

TGF-4L attached to concrete
form before final pouring

TGF-4L in finished(illustrated) pier



J - WELD

Thread Stud to Steel Surface

TYPE RS" AND RS2

Horizontal and Vertical Stud

To tasten a horizontal bronze threaded or smooth stud to a vertical steel
surface, from which a disconnectable ground lead can be taken, mold

type RS1 is recommended. The mold type RS2 is recommended for fixing
a vertical stud to a horizontal steel surface. Threaded stud range: 1/4” thru 1",

PINO A 8 STANDARD MOLD

STUD | (THICK) | (DIAM)

POL. POL. POL. TYPE TYPE PRICE CART.
INCH INCH INCH RS1 RS2 KEY N®
1/4” 38" 1/4” RS1-1880 | RS2-1886 4 7 25
516" 38" 314 RS1-1881 RS2-1887 4 7 25
38" 9/16” 7/8" RS1-1882 | RS2-1888 4 7 45
112" 5/8” 1127 RS1-1883 RS2-1889 4 7 65
34" 5/8" 11/2” RS1-1884 | RS2-1890 4 7 150

17 15/16" 15/8” RS1-1885 | RS2-1891 4 ! 7 250

\WIWIVARVERR R R VA e

RS1

ORDER J - WELD CLAMPS SEPARATELY



J - WELD

Cable to Steel Surface

™ CS1

Horizontal Cable to Horizontal
Steel Surface

The mold Type CS1 is recommended for terminating

a horizontal copper cable to a horizontal steel surface,

such as, tower leg, pipe line, etc. The mold joint fuses

into a solid copper mass of 100% greater cross-sectional
area than the cable. Solid, rope lay, or concentric stranded
copper conductor range from 16 to 500 mm 2. Resurface
galvanized steel with: galvanizing bar: Catalog number A-311.

HEAVY DUTY MOLD

CABLE (a) STANDARD MOLD (ADD H TO MOLD No.)
mm?

MOLD PRICE CART(b) PRICE CART.

N KEY Ne KEY Ne

16 CSt- 16 3 45 4 115

35 CS1- 35 3 45 4 115

50 CS1- 50 4 9% 4 200

70 Cs1- 70 4 % 4 200

9 CS1- 95 4 115 4 250

120 51120 4 115 14 250

150 CS1-150 4 150 14 250

185 51185 4 200 15 2150

240 CS1-240 4 200 15 2150

400 CS1400 5 2.150 15 2-250

500 CS1-500 5 2:200 15 3250

(a) For solid-to-s0lid connections, add suffix “S” to Mold N*
{b) Order one size farger cartridge when welding sofid conductors 50 mm? and larger.
* Add “X" to mold n? for cables on the surface.

FOR WELDING TO PIPE AND CURVED SURFACES, REFER TO INSTRUCTIONS ON PAGE 36 ENTITLED, “WELDING TO STEEL PIPE".

ORDER J - WELD CLAMPS SEPARATELY
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J - WELD

Cable to Steel Surface

TYPE Csz

Horizontal Thru Cable
to Horizontal Steel Surface

For joining a horizontal thru copper cable off surface to a horizontal steel
surface, mold Type CS2 is recommended. The J - Weld joint fuses

to a steel surface, such as a tower leg, an “I" beam, pipe line, etc., and
makes a permanent, moisture proof joint. Solid, rope lay or concentric
stranded copper conductor range from 16 to 500 mm* Resurface
galvanized steel with galvanizing bar: Catalog number A-331.

HEAVY DUTY MOLD
CABLE (a) STANDARD MOLD (ADD H TOMOLD No,)
mm?
MOLD | PRICE | CART() | PRICE | CART.
Ne KEY Ne KEY Ne
16 Cs2-16 3 & s 150
% €823 3 & s 150
50 CS2:50 4 % 4 20
70 CS2-70 4 115 4 250
% CS295 ' 150 5 2150
120 CS2-120 4 150 5 2-150
150 C82150 4 200 5 2200
185 C82185 s 250 5 2.200
240 Cs2:240 5 2150 5 3200
400 CS2400 ) : 15 3250
500 CS2500 15 4250

(a) For solid-to-solid connections, add suffix “S™ to Mold N°
{b) Order one size larger cartridge when welding solid conductors 50 mm? and larger.

FOR WELDING TO PIPE AND CURVED SURFACES, REFER TO INSTRUCTIONS ON PAGE 36 ENTITLED, “WELDING TO STEEL PIPE".

ORDER J - WELD CLAMPS SEPARATELY
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J - WELD

Cable to Steel Surface

()
()
\\‘\\\
\\
\\\

TYPE CS3

Angular Cable Drop
to Vertical Steel Surface

The mold Type CS 3 is recommended for terminating copper cables at
an angle of approximately 30° to a vertical flat steel surface or pipe.

J - Weld joint fuses to steel surface making a permanent, trouble-free,
vibration proof connection. Range: from 16 to 500 mm? solid, rope lay.

or concentric stranded copper conductor. Resurface galvanized steel
with Galvanizing Bar: Catalog number A-331.

'l\\\\“\\\\\“l\l\\\\\\\\\\\

D MOLD HEAVY DUTY MOLD
CABLE (a) STANDAR {ADD H TO MOLD No.)
mm?
MOLD PRICE | CART.(b)| PRICE CART.
N¢ KEY N KEY N¢
16 CS3- 16 4 45 4 115
25 CS3- 25 4 45 4 115
35 CS3 35 4 45 4 115
50 CS3- 50 4 90 4 150
70 CS3 70 4 90 4 150
95 CS3 95 4 115 4 200
120 CS3120 4 115 4 200
150 83150 14 150 4 250
185 CS3-185 14 200 4 250
240 CS3-240 14 200 5 2-150
400 CS3400 15 2-150 5 2-250
500 €S3-500 15 2-200 5 3250

a) For solid-to-sofid connections, add suffix “S" to Mold N°
gb;Ordef one size larger cartridge when welding solid conductors 50 mm? and larger.

FOR WELDING TO PIPE AND CURVED SURFACES, REFER TO INSTRUCTIONS ON PAGE 36 ENTITLED, "WELDING TO STEEL PIPE".

ORDER J - WELD CLAMPS SEPARATELY



To joint a vertical thru copper cable to a vertical steel surface or pipe,
mold Type CS 4 is recommended J - Weld joint fuses 1o steel

surface making a permanent, vibration proof connection. Accommodates
tranded copper conductor, range from

16 to 240 mm? . Resurface galvanized steel with galvanized Bar: Catalog

number A-331.

solid, rope lay, or concentric s

e CS4

Vertical Thru Cable
to Vertical Steel Surface

HEAVY DUTY MOLD
STANDARD MOLD
CABLE (a) (ADD H TO MOLD No.)
mm?

MOLD | PRICE | CART(b) | PRICE CART.

Ne KEY - Ne KEY Ne

1 Cot 16 7 % 7 200
2 4 25 7 % 7 200
% Co4 3 7 115 § 250
50 CS4 50 7 200 6 2200
70 o4 70 7 200 8 2.200
% Cs4 8 7 250 6 2.250
120 84120 7 250 8 2.050
150 54150 7 250 6 2250
185 Coa18 7 6 3200
240 C84-240 7 6 3250

(a) For solid-to-solid connections, add suffix “S" to Mold N*
{b) Order one size larger carridge when welding sofid conductors 50 mm? and larger.

J - WELD

Cable to Steel Surface

W
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FOR WELDING TO PIPE AND CURVED SURFACES, REFER TO INSTRUCTIONS ON PAGE 36 ENTITLED. “"WELDING TO STEEL PIPE".

ORDER J - WELD CLAMPS SEPARATELY



J - WELD

Cable to Cast Iron Surface

The mold Type CS 5 is recommended for making copper cable taps to
castiron surfaces. Solid, rope fay, or concentric stranded copper conductor,
range from 16 to 120 mm?. CS 5 mold conectors re

TYPE CSS

Horizontal Cable Tap to Horizontal

Cast Iron Surface

refer to note below for instrutions.

quite special packing,

CABLE (a) STANDARD MOLD
mm? MOLD PRICE KEY CART. (b)
Ne N?
16 SOL. CS5 16-S 3(c) 25
16 CS5 16 3c) 25
35 SOL. CSs 35-8 3(c) 45
35 CSs 35 3e) 45
50 CS5- 50 4 90
70 CSs5 70 4 90
95 CSs- 95 4 15
120 CS5-120 4 115

(a) For sofid-to-sofid connections, add suffix *S” to Mold N°
(b) Order one size farger cartridge when welding solid conductors 50 mm2and larger.

{c) Sold complete with handle and frame. If graphite part only is required, add suffix “G"* to catalog number.

INSTRUCTIONS FOR WELDING
TO CAST IRON PIPE

Add nominal pipe size to catalog number. For exemple: 50 mm? to
flat cast iron, catalog number is CS 4-50. For 4" pipe, catalog number
is CS 4-50-4. For 35 mm? cable and smaller, use a flat surface moid,
for 30" pipes and larger. For 50 mm? cable and larger, use a flat
surface mold, for pipes 54" and large. For pipe wall thickness under
12 mm, DO NOT use cartridge larger than N° 65 ClI alloy cartridge

ORDER J - WELD CLAMPS SEPARATELY




