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PROCEDURES FOR STUD WELDING 3/4" SHEAR CONNECTORS
THROUGH METAL DECK

In order to achieve good results in any shear connector weld-thru deck job,
it is imperative the following procedures be followed:

1.

TOP FLANGE OF BEAM

The top flange of all beams to be welded should be free of paint,
excessive rust or mill scale, dirt, moisture and all other foreign
materials. These materials are contaminants to any welding process,
especially stud welding due to the short duration of the weld cycle. Do
not stud weld to galvanized beams.

FIT-UP BETWEEN BEAM FLANGE AND DECK

When Installing the metal deck and tacking it in place, it is important

-that the decking be held as tight as possible to the beam flange. A gap

betweeh the deck and flange will cause an inconsistent arc length and
also allow the molten metal to escape the weld area, thereby, resulting

in inconsistent welds.

DECK PLACEMENT

Whenever flashing is used as a closure on spanderal beams, care should
be taken to butt the deck to the flashing as opposed to lapping. In
most cases, the flashing is made of hot dipped galvanized sheet
without controls on the amount of zinc. Most deck manufacturers limit
the deck coating to 1-1/4 oz/sq. ft.



The welding of studs should be avoided at lapped points due to
the lack of proper nesting, resulting in gaps between the sheets.
If it is necessary to weld in a lapped area, it is recommended
that a portion of the top sheet be removed, especially in the
case of hot dipped galvanized decking.

DECK CONDITIONS PRIOR TO WELDING

Prior to welding, the deck surface should be swept to remove all
dirt, sand, or other foreign materials that has accumulated
during construction. The deck must be dry. Under wet
conditions, it may be necessary to heat or blow dry each stud
location in order to remove moisture from between the deck
and beam flange.

STRUCTURAL GROUND

It is always recommended that the welding ground be attached
to a spot on a beam that has been ground clean. Poor or
inadequate ground connections can result in a loss of weld
~current and therefore, effect the weld quality,

POWER REQUIREMENT FOR OPERATING POWER SOURCE

Consult either the manufacturer or manual for the recommended
fusing, primary wire size and primary wire length for the power
source to be used. Inadequate primary power or incorrect wire
size or length can contribute to a reduction in weld current
when some rectifier type power sources are used. Inadequate
power or fusing can also hamper the starting and output
current for a motor generator.
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WELDING CURRENT

It is essential to have the correct weld current for this
application, normally between 1,500 and 1,900 amps. When
excessive cable lengths are used, the result will be a reduction in
weld current. This can contribute to weld inconsistency or even
weld failure. Always use 4/0 cables in the welding circuit. The
amount of cable totally depends upon the power source being
used. It may be necessary in some ceses to parallel cable when
long runs are necessary. ’

WELD SETTINGS

Exact weld settings cannot be given because no two jobs are the
same. Actual settings will depend upon job site conditions, deck
thickness, type of deck used, amount of galvanizing and ambient
temperature.

Listed below are approximate settings, minimum and maximum.
Most jobs will fall within these settings. Light gauge, lightly
galvanized or phosphotized/painted black iron deck of single
thickness should fall close to the minimum setting. Double
thickness and heavily galvanized deck will be close to the
maximum setting.






