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GRADER END BITS

Other Manufacturers names, descriptions, pictures and part numbers are used for reference purposes only and it is not implied that the parts are the product of these manufacturers.
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Welding Instructions: Wear 
Protection

WELDING INSTRUCTIONS: 
WEAR STRIPS, WEAR 
PLATES, WEAR BUTTONS, 
CHOCKY BARS

WELDING INSTRUCTIONS: 
HEEL BLOCKS

1. Ensure the backing plate and matting metal surface is 
clean and fl at.

2. Welding rod selection: Low hydrogen weld rods or gas 
covered cored wire is recommended.

 Gas shielded solid MIG wire Ø1,2mm max
 Flux cored wire Ø1,6mm max to ASTM/AWS
 A5.18 classifi cation ER705-6
 Low hyrodgen electrode Ø3,25mm max t ASTM/AWS
 A5.1 classifi cation. E7016-1H8 or E7018-1H4

3. Do not preheat the chocky bars

4. Clamp and tack weld the part in to position

5. Stitch weld, laying 50mm maximum length on each 
run. Alternate ends or sides to minimise heat input.

6. Do not deposit weld within 2mm from joint between 
part and steel backing plate as shown in Fig 6. 

Caution: Temperatures must not exceed 200˚C. 
Excessive heat input may cause cracking and 
de-lamination. Use thermal crayons to monitor 
temperature. Do not weld continuously. This may 
cause warping, de-lamination and cracking. If a 
complete peripheral weld is required, use stitch weld 
procedure as per step 5.

Preparation:
Use basis electrodes with a low content of hydrogen E7018 
weld rod or E70T-5 (do not use E70T-1) cored wire with CO2 
gas shielding. Store weld rod in 120˚C oven. Recondition 
exposed supply of weld rod by reheating for two hours at 
260˚C. Remove only enough weld rod for one hour of use. The 
moisture level of exposed low hydrogen electrodes can be too 
high and cause weld cracking. 

Verify position of the heel block to the bucket and then equally 
space the blocks across the edge of the bucket.

Note: Remove all paint, rust, grease and dirt from welding 
surfaces with a wire brush. Weld on painted or dirty surfaces 
can cause poor quality welds. 

Note: Do not use gas shielded welding in windy areas or where 
a fan is present. Excessive cooling can cause poor welds.

Note: To prevent losing hardness, do not exceed temperatures 
of 315˚C. Reheat if temperatures drop below 175˚C. 

Welding Instructions:
It is very likely that a gap condition will exist between the sides 
of the heel block and the bucket due to the placement on the 
bucket and diff erent radius.

In most cases, it will be impossible to adjust the weld area in 
to this position, but whatever angle the bucket can be placed, 
it will be helpful in preventing the molten puddle from pulling 
away from the bevelled surface.

The sides may be welded, but it is treated more as a “close 
out” weld. The objective is to stop material from packing in 
under the heel block. If a gap condition exists, more numerous 
but smaller weld passes will help compensate for lack of 
proper position.

Heel blocks need not be placed tightly together. They can 
be spaced apart and still provide full protection due to a 
“shadowing” eff ect. 

Always leave a minimum of 20mm between each mounted 
heel block.

Figure 6

Keep weld 2mm 
below line


