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SPECIFICATIONS: Standard Specifications for State Road and Bridge

Construction as currently used by the Kansas Department of
Transportation.

CONCRETE: Concrete for cast-in-place shall be f'c = 3,500 PSI.
Concrete for prestressed shall be f'c = 5,000 PSI.

WELDING: All field welding shall meet the requirements of the
Standard Specifications.

Use only Shielded Metal Arch Welding SMAW (stick welding) for
pile splices.

Use only low hydrogen E7018, 7016, or 7015 series welding rod
(electrode) for all welding applications during pile splicing.
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New electrodes are to be purchased for each KDOT project. The

electrodes shall arrive on the project in factory hermetically sealed

containers, opened and labeled with indelible ink in front of the
engineer. The label shall include the current date and the project
number. If the container seal is questionable or shows signs of
damage the electrode is to be dried in an oven at least one hour
at a temperature of 700°F to 800°F.

Upon removal from intact hermetically sealed factory packaging or

the drying oven the electrode is to be placed in a storage oven
with a minimum temperature of 250°F.

When electrodes are removed from the hermetically sealed container

or storage oven and exposed to the atmosphere for less than 4
hours place into the storage oven for at least 4 hours before

removing for use.

If electrode is exposed to the atmosphere for 4 hours or more
(or 9 hours for moisture resistant electrodes designated with an
R in their labeling) then electrode can be dried in a drying oven
at a temperature of 450°F to 550°F.

If the electrode is exposed to the atmosphere for 4 hours or more
a second time or the rod becomes wet discard rod.

CAST-IN-PLACE SHELLS: Steel shells for cast-in-place concrete piles

shall conform to the requirements of the Standard Specifications.

All piles driven without a mandrel shall be of the minimum
thicknesses shown. Piles driven with a mandrel shall be of

sufficient strength and thickness to withstand driving without
injury and to resist harmful distortion and/or buckling due to
soil pressure after the mandrel is removed.

Remove, replace or correct to the satisfaction of the Engineer

improperly driven, broken or otherwise defective pipe piles.

Otherwise drive an additional pile at no extra cost.

The Contractor shall maintain a light suitable for visual

inspection of the pile on the job at all times prior to and
during the filling of the pipe.

PAINT: All paint shall comply with the Standard Specifications, or
as specified on the plans.

MILL TEST REPORTS: Steel piles test reports and steel shell

test reports shall comply with the Standard Specifications.
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