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CAST-IN-PLACE CONCRETE PILES

CONCRETE PILES

CAST STEEL PILE POINT

The pile point shall be a

one-piece unit of cast steel.

Weld pile points in accordance
with manufacturers recommendations
fo each steel pile before driving.
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DOUBLE POINT PICK-UP

Pick-up points

PICK-UP POINTS FOR PRESTRESSED PILING

Max. length - 55" single poinf pick-up
Max. length - 80" double point pick-up

Nofe:  Piles shall be marked at Pick-up
points to indicate proper points for

Inside Flange

H-Pile Point

Weld Symbology Definition

Use grinder tfo bevel edges of splice as shown in weld
symbology and drawing. In addition fo bevels, produce clean,
bare, and shiny surfaces at and around the splice welding
location.

Use Er018, 7016, or r0l5 series welding rod (electrode) for
all welding applications during pile splicing. See General Nofes
for proper storage of welding rod.

Lay full penefration root weld from beveled side of splice.

Back gouge root weld from side opposite of root welding
application making sure tfo remove all foreign materials,
porous sfeel, and inclusions from roof weld. Finish welding
the non beveled side of the splice.

Finish welding beveled side of the splice while removing slag,
foreign materials, porous steel, and inclusions in beftween
welding passes, use of a grinder may be needed.

Verify that enough filler metal has been correctly placed in all
weld locations fo obfain a flush or convex surface with no
concavity produced upon completion of the final welds.

PIPE PILE POINT

aftaching handling lines.

GENERAL NOTES

TOTAL
STATE PROJECT NO. YEAR | SHEET NO. SHEETS
KANSAS 472-85120 2015 56 84

PRESTRESSED PILES: Fabricate prestressed concrete pile splices
in accordance with the Manufacturer’'s recommendations subject fo
the approval of the Engineer.

Method of affachment of pile tfo build-up may be by any of the
methods" given in the nofes on "Alfernate Methods. If mild reinforcing
steel is used for attachment,the area shall be no less than that used
in the build-up.

ALTERNATE METHODS: Method of aftachment of a pile fo build-up
may be by any of the following methods:

[. Cut off at least 2’0" of pile and expose a minimum of 2'-0"
of sfrands.

2. Cast 8-#6, or 8-*5 bars (equally (spaced info pile head.

All bars shall extend info pile head and project from extfend

info pile head and project from the pile head a minimum of 2-0'.
3. Drill 8 holes in pile head (equally spaced) for installation of 8
grouted dowel bars of same size and length as in 2.

4. Provide cored holes for bars as in 3.

No bars or strands are to extend from head of pile or build-up
info footing or pile cap unless approved by the Engineer.

TEST PILES: Drive fest piles where called for on the bridge plans.

The test piles located within the limits of the substructure will
become a part of the bridge pile system.

DRIVING FORMULA:
Specifications.

Driving formula shall conform fo the Standard

MEASUREMENT AND PAYMENT: Measurement and payment for all
piles shall comply with the Standard Specifications.

The following items are covered in Division 1000 of fthe
Standard Specifications:

REINFORCEMENT: Use reinforcing steel conforming to ASTM
A6l5, Grade 60. Hoops and spirals may be either plain or
deformed bars.

PRESTRESSING STEEL: Use uncodated seven-wire stress relieved

or low relaxation prestressing strand conforming fo ASTM A416, Gr.
270,
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SPLICES: Splices for steel piles and shell piling shall be in accordance with details shown on this
sheet and the Standard Specifications.

For infegral pile bent abutments and piers, if a pile splice is required, do not locate the pile splice within
a region extending 2'-0" above and [0-0" below the boffom of the concrete web wall. For abufments, locate
the pile splice at least 10-0" below the botfom of concrefe.

With the approval of the Engineer, one splice per bent may be allowed in the region described above
without testing. If additional splices are anticipated, based on the geology, the Confractor will add a
sufficient amount to the botfom of pile,
above in the completed pile.

prior fo driving, so that the splice is below the regions described

T For infegral pile bent abufments and piers, it a splice is located within the regions described above, Then
the Contractor will test the welds by Radiograph (RT) ftest methods. Repair and refest any welds nof passing
The fest(s). Each weld ftested will have wriften confirmation of results. Report these results fo the Engineer.
This work is not paid for directly, but is subsidiary to "Piles".
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PILE SPLICE DETAILS

SPECIFICATIONS:  Standard Specifications for State Road and Bridge
Construction as currently used by the Kansas Department of
T'ransportation. The following ifems are covered in Division 700 of
the Standard Specifications:

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 Er0I8, 7016, or r0Ol5 series welding rod
(elecfrode) for all welding applications during pile splicing. Seg
General Notes or proper storage of welding rod. welding filler

rod (electrode) for field welding of splices.

New electrode are tfo be purchased for each KDOT project. The
electrode shall arrive on the project in factory hermetically sealed
confainers opened and labeled with indelible ink in front of the
engineer. The label shall include the current date and the project
number. If the confainer 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 rO0°F to 800°F.

Upon removal from intact hermetically sealed factory packaging or
the drying oven the electrode is fo be placed in a storage oven
with @ minimum femperature of 250°F.

When elecfrodes are removed from the hermetically sealed container
or storage oven and exposed to the atmosphere for less than 4
hours place info 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 fo 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 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 fo withstand driving without
injury and to resist harmful disfortion and/or buckling due fto
soil pressure after the mandrel is removed.

Remove, replace or correct fo the satisfaction of the Engineer
improperly driven, broken or otherwise defective pipe piles.
Otherwise drive an additional pile at no extra cost.

The Confractor shall maintain a light suitable for visual
inspection of the pile on the job at all times prior fo and
dauring the filling of the pipe.

STEEL PILE: Steel pile shall conform fo the requirements of Tthe
Standard Specifications.

PILE POINTS: Pile points shall conform fo the dimensions shown
and to requirements of the Standard Specifications.

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

MILL TEST REPORTS: Steel piles fest reports and steel shell
fest reports shall comply with the Standard Specifications.
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