
CATHODIC PROTECTION WDS - 215

SHEET 1 OF 3DATE: 02-2020

RECOMMENDED

DIRECTOR OF ENGINEERING

SCALE: N.T.S.

DEPUTY GENERAL MANAGER / CHIEF ENGINEER

APPROVED

1. INSTALL TWO (2)  ANODES IN EACH HOLE DRILLED. DRILL TO GROUND WATER OR 12" TO 24" BELOW PIPE AND WIRE SEPARATELY.

2. ALLOW 12" SLACK IN WIRES AND TAPE AT CONDUIT ENTRANCE 3' LONG WITH FOUR LAYERS OF ELECTRICIANS TAPE.

3. LABEL WIRES IN ANODE TEST STATION USING 1" STAMPED BRASS TAGS.

4. 3" GALVANIZED PIPE MARKER REQUIRED ONLY AT LBWD'S DIRECTION.

NOTES:

0.01 - OHM SHUNT, 8-AMP CAPACITY

#12 AWG/HMWPE PIPE LEAD

#14 AWG/RHH - RHW

CP COUPON LEAD

#12 AWG/HMWPE PIPE LEAD

#8 AWG-HMWPE

ANODE HEADER

CABLE (RED)

#14 AWG/RHH - RHW

REF CELL LEAD

#14 AWG/RHH - RHW

CP COUPON LEAD

COTT TEST STATION

CAUTION CAUTION CAUTION CAUTION

CONCRETE PAD 24"

SQUARE x 6" THICK IN

UNPAVED AREA ONLY,

2" ABOVE GRADE OR

FLUSH WITH CURB

#14 AWG/ RHH-RHW

CP COUPON & REF

CELL LEADS

#12 AWG/HMWPE NEW

STRUCTURE LEADS

INSTALL AT SPRINGLINE 1'

FROM PIPELINE

PERMANENT COPPER/ COPPER

SULFATE REFERENCE CELL

SEE SHEET 2

TEST BOARD

SEE BELOW

TEST BOX

SEE SHEET 2

#8 AWG/HMWPE

ANODE HEADER

CABLE (RED)

SPLICING

SEE SHEET 3

BURIED CATHODIC PROTECTION LINE BELOW.

WARNING TAPE: POLYTHYLENE, 3" WIDE,

RED DETECTABLE METALLIC, IMPRINTED

CONTINOUSLY IN BLACK AS SHOWN ABOVE

EXOTHERMIC WELD

SEE SHEET 3

5' TO 10'

60# HP MAGNESIUM

ANODES SEE SHEET 2

(TWO MIN)

ANODE TEST STATION WIRING MECHANIC

1
'

M
I
N

.

3
"

SHOW STATION NO.

1'

3" DIA. GALVANIZED

PIPE MARKER POST

PAINTED YELLOW

FILLED WITH

CONCRETE (SEE

NOTE 4)

12" x 12" x 24" (DEEP)

FOOTING
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ANODE LEAD NO. 12 AWG.

COPPER WIRE W/ THHN

BLACK INSUL.

SECURE W/ THE WIRE

SILVER SOLDERED CONNECTION

EPOXY

MAGNESIUM ALLOY ANGOT

GALV. STEEL CORE

CLOTH BAG

PACKAGED BACKFILL, SEE NOTE 2

HIGH POTENTIAL MAGNESIUM ANODE

NOTES:

1. MAGNESIUM ANODE DIMENSIONS 4" x 4" x 60".

2. SEE SPECIFICATIONS FOR CHEMICAL COMPOSITION AND BACKFILL.

3. IMPORTANT NOTE: REMOVE PLASTIC BAG FROM ANODE BEFORE INSTALLING.

4. CONTRACTOR CAN INSTALL ANODE IN THE HORIZONTAL POSITION AS DIRECTED BY LBWD.

REFERENCE CAP

1 SQ. CM COUPON

CP COUPON & REFERENCE CELL ASSEMBLY

EPOXY RESIN OR NON

TOXIC SEALANT FILLABLE

 LOCKABLE HOUSING

CABLE SEALED TO MOLD

WITH TAPE STRIPS SUPPLIED

WITH KIT (3 PLACES)

FILLER HOLE

#12 AWG/THHN

ANODE LEAD

#8 AWG/HMWPE

ANODE HEADER

CABLE

PLASTIC

MOLD

SPLIT BOLT

CONNECTOR

SPLICING

TEST BOX

CAST IRON LID

CHRISTY G-5,

TRAFFIC RATED,

MARKED "CP TEST"

CONCRETE BOX

CHRISTY G-5,

TRAFFIC RATED

11"
14-1/4"

11-1/8"
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2
"
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1
-
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"

10-3/8"

#14 AWG/RHH-RHW REF CELL LEAD

#14 AWG/RHH-RHW CP COUPON LEAD

#14 AWG/RHH-RHW CP COUPON LEAD

6
0
"

AutoCAD SHX Text
CP TEST
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CEMENT MORTAR FOR

CML&C PIPE ONLY

EXOTHERMIC WELD

STRUCTURE LEAD

PIPE COATING

"HANDI-CAP" OR BITUMINOUS

COATING (SEE NOTES 5 AND 6)

PIPE WALL

COPPER SLEEVE

(ON #12 WIRE)

EXOTHERMIC WELD

NOTES:

STEP 2

STEP 3

STEP 1

FILE SURFACE

TO BRIGHT

METAL AND

CLEAN.

STRIP

INSULATION

FROM WIRE

HOLD WELDER FIRMLY

WITH OPENING AWAY

FROM OPERATOR AND

IGNITE STARTING

POWDER

COVER

CONNECTION

WITH

BITUMINOUS

COMPOUND

STEP 5

STEP 4

REMOVE SLAG

FROM

CONNECTION

HANDLE

STARTING POWDER

METAL POWDER

METAL DISC

WIRE OR

CABLE

GRAPHITE

COVER

GRAPHITE

MOLD

WELDER SECTION

NOTES:

1. WELDER SHOWN IS FOR HORIZONTAL SURFACES. FOR VERTICAL SURFACES SIDE WELDER IS REQUIRED.

2. ALL WIRE SHALL BE 3" APART MINIMUM TO PERMIT WELDING.

3. STANDARD WELD CARTRIDGES SHALL BE USED FOR STEEL SURFACES.

SLEEE CRIMP

1. EXOTHERMIC WELD ALLOT BE SUITABLE FOR TYPE OF PIPE METAL (I.E. STEEL OR IRON).

2. REMOVE COATING AS REQUIRED TO FACILITATE INSTALLATION. CLEAN STEEL WITH WIRE BRUSH METHOD AND GRIND TO 

BRIGHT METAL PRIOR TO WELDING.

3. WELD WIRE TO PIPE FOLLOWING WELD MANUFACTURER'S DIRECTION.

4. STRIKE SIDE OF WELD SOLIDLY WITH A 16 OZ. OR LARGER HAMMER TO TEST WELD.

5. FOR CML&C PIPE, REMOVE FLUX, COAT WITH BITUMINOUS PRIMER (OPTIONAL), AND RECOAT WITH MORTAR.

6. FOR NON-CML&C PIPE COAT WITH BITUMINOUS PRIMER, APPLY "HANDY CAP" OVER EXOTHERMIC WELD. APPLY COATING TO

MATCH EXISTING


