


Drawvwwn arc stud
welding with

ceramic ferrule
or shielding gas

The process drawn arc stud
welding is mostly used for
stud diameters of 3 to 25 mm
and a welding time of

100 to 1,500 ms.

Drawn arc stud welding with
ceramic ferrule is recommen-
ded for studs with diameter of
more than 12 mm. If it is
required to protect the weld
pool from atmosphere, shiel-
ding gas should be used. This
process variant is also used
with automated applications.

Tremendous time and cost savings
Unmatched economic efficiency with HBS

As a result, an even joint is achieved with a
strength which is above the strength of stud and
base material.

Welding process with ceramic
ferrule: Joining of stud-type
welding elements with a diameter
2 to 25 mm (M24) onto thicker
sheets of about 2 mm or higher.
Mild steel and stainless steel.

The welding stud is lifted and a
secondary arc (pilot arc) of low
current is ignited between stud tip
and work piece.

Then the ignition of the main arc

is carried out. Stud and work piece
are melted. The stud is moved to the
work piece, the two molten zones
join.

The molten areas solidify. The
short and clean welding process
does not require any machining.



Best Solution
for Best Result

ARC Drawn arc stud welding
with ceramic ferrule, shielding
gas or without.

Specifically designed for thicker
sheets of about 2 mm or higher.
Application ranges: steel
construction, engineering
construction, shipbuilding
industry, vehicle construction,
structural and civil engineering.







A12/A16 with integrated automatic
length compensation.







Shear connector application in steel composite construction.

A22/A25 with integrated automatic
length compensation.




Short cycle
dravvn arc
stud welding

High current, shorter
duration of welding time

The welding sequence is
the same as the sequence
of drawn arc welding (ARC),
however, with relatively hig-
her currents and shorter
welding times (< 100 msec).
The short cycle drawn arc
stud welding is very suita-
ble for stud diameters up to
16 mm on thin metal sheets.

Also without shielding gas

Up to 8 mm stud diameter,
the process is often carried
out without weld pool pro-
tection. Normally studs with
flange are used to achieve
high tensile strengths in
spite of pores in the weld
zone.

The short cycle process is
especially suitable for wel-
ding of material combina-
tions like steel (hase materi-
al), stainless steel (stud) as
well as aluminum. To achie-
ve a high welding quality,
use of shielding gas is
recommended.

Best results

Best price-performance ratio

The low thermal, accurate load provides welding
onto thin sheets.

Joining of stud-type welding ele-
ments with a diameter 2 to 16 mm
onto thin sheets, min. 0.5 mm.
Mild steel, stainless steel and
aluminum.

The welding stud is lifted and a
secondary arc (pilot arc) of low
current is ignited between stud tip
and work piece.

Then the ignition of the main arc
is carried out. Stud and work
piece are melted. The stud is
moved to the work piece, the two
molten zones join.

The molten areas solidify. The
short and clean welding process
does not require any machining.
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SCD 3201 SCD 3201
Capacitor discharge: Short cycle:

; M3 to M10 M3 to M8
Welding range dia. 2to 10 mm dia. 3to 6 mm

15 to 40 studs/min 8 to 15 studs/min

Welding rate (depending on application and stud dia.)

. Minimum plate thickness:
Sheet thickness 1/10 of stud diameter, but not less than 0.5 mm
900 to 3,000 A stepless

Welding current - (over charging voltage)

Current adjustment

range
Welding time 1to 3 msec 5,10, 15 msec
Weight 29 kg 29 kg

The success
of systematic
measures

SCD 3201

Two in one — the high tech power
unit. Equipped with a 85 to 265 V
mains connection (instead of 400 V
3-phase current connection!).

To be used with the processes
capacitor discharge and capacitor
discharge drawn arc stud welding.

IT 1002/IT 90

If you want to weld high-strength
materials and material combina-
tions (mild steel/stainless steel)
or larger stud diameters (up to
16 mm), welding with IT 1002 and
IT 90 in short cycle range will be
often the only technical solution.

CA 08
Especially light and accurate wel-
ding gun. Welding range M3 to MS8.

A12
Description see page 5.

IT 1002 IT 90
M3 to MR16 M3 to M24
dia. 2to 14 mm dia. 2t0 22 mm
M12= dia. 22=
25 studs/min 4 studs/min

Minimum plate thickness:
1/8 of stud diameter, but not less than 0.6 mm

1,000 A (max.) 2,000 A (max.)

100 to 1,000 A (stepless) 300 to 2,000 A (stepless)

5to 1,000 msec
(stepless)

5to 1,500 msec
(stepless)

29 kg 140 kg

Application: Christmas tree studs
with plastic fastening element.






