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SECTION 05500 
METAL FABRICATIONS 

PART 1 - GENERAL 

1.1 SUMMARY 

A. This Section includes the following: 
1. Miscellaneous steel framing and supports. 
2. Metal Ship’s ladder. 

1.2 SUBMITTALS 

A. Shop Drawings:  Include plans, elevations, sections, and details of metal fabrications and their 
connections.  Show anchorage and accessory items. 

B. Templates:  For anchors and bolts. 

PART 2 - PRODUCTS 

2.1 MANUFACTURERS 

A. In other Part 2 articles where titles below introduce lists, the following requirements apply to 
product selection: 
1. Products:  Subject to compliance with requirements, provide one of the products specified. 

2.2 METALS 

A. Metal Surfaces, General:  Provide materials with smooth, flat surfaces without blemishes. 

B. Ferrous Metals: 
1. Steel Plates, Shapes, and Bars:  ASTM A 36/A 36M. 
2. Rolled-Steel Floor Plate:  ASTM A 786/A 786M, rolled from plate complying with 

ASTM A 36/A 36M or ASTM A 283/A 283M, Grade C or D. 
3. Steel Tubing:  ASTM A 500, cold-formed steel tubing. 
4. Steel Pipe:  ASTM A 53/A 53M, standard weight (Schedule 40), unless another weight is 

indicated or required by structural loads. 

2.3 FASTENERS 

A. General:  Type 304 stainless-steel fasteners for exterior use and zinc-plated fasteners with 
coating complying with ASTM B 633, Class Fe/Zn 5, at exterior walls.  Provide stainless-steel 
fasteners for fastening aluminum.  Select fasteners for type, grade, and class required. 

B. Cast-in-Place Anchors in Concrete:  Threaded or wedge type; galvanized ferrous castings, either 
ASTM A 47/A 47M malleable iron or ASTM A 27/A 27M cast steel.  Provide bolts, washers, and 
shims as needed, hot-dip galvanized per ASTM A 153/A 153M. 

2.4 MISCELLANEOUS MATERIALS 

A. Universal Shop Primer:  Fast-curing, lead- and chromate-free, universal modified-alkyd primer 
complying with MPI #79. 

B. Zinc-Rich Primer:  Complying with SSPC-Paint 20 or SSPC-Paint 29 and compatible with topcoat. 
1. Products: 

a. Carboline Company; Carbozinc 621. 
b. PPG Architectural Finishes, Inc.; Aquapon Zinc-Rich Primer 97-670. 
c. Tnemec Company, Inc.; Tneme-Zinc 90-97. 
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C. Galvanizing Repair Paint:  SSPC-Paint 20, high-zinc-dust-content paint for regalvanizing welds in 
steel. 

D. Nonshrink, Nonmetallic Grout:  Factory-packaged, nonstaining, noncorrosive, nongaseous grout 
complying with ASTM C 1107. 

E. Concrete Materials and Properties:  Comply with requirements in Division 3 Section "Cast-in-
Place Concrete" for normal-weight, air-entrained, ready-mix concrete with a minimum 28-day 
compressive strength of 3000 psi(20 MPa), unless otherwise indicated. 

2.5 METAL SHIPS' LADDERS 

A. Provide metal ships' ladders where indicated.  Fabricate of open-type construction with channel 
or plate stringers, pipe and tube railings, and bar grating treads, unless otherwise indicated.  
Provide brackets and fittings for installation. 
1. Fabricate ships' ladders, including treads and railings from steel. 
2. Comply with applicable requirements in Division 5 Section "Metal Stairs and Railings" for 

railings. 
3. Provide landing at 18’ maximum vertical extension. 

B. Prime interior steel ships' ladders, where indicated, including treads, railings, brackets, and 
fasteners, with zinc-rich primer. 

2.6 FABRICATION 

A. General:  Preassemble items in the shop to greatest extent possible.  Use connections that 
maintain structural value of joined pieces. 
1. Cut, drill, and punch metals cleanly and accurately.  Remove burrs and ease edges.  

Remove sharp or rough areas on exposed surfaces. 
2. Weld corners and seams continuously.  Use materials and methods that minimize 

distortion and develop strength and corrosion resistance of base metals.  Obtain fusion 
without undercut or overlap.  Remove welding flux immediately.  Finish exposed welds 
smooth and blended. 

3. Form exposed connections with hairline joints, flush and smooth, using concealed 
fasteners where possible.  Locate joints where least conspicuous. 

4. Fabricate seams and other connections that will be exposed to weather in a manner to 
exclude water.  Provide weep holes where water may accumulate. 

5. Where units are indicated to be cast into concrete or built into masonry, equip with 
integrally welded steel strap anchors, not less than 24 inches(600 mm) o.c. 

B. Miscellaneous Framing and Supports:  Provide steel framing and supports not specified in other 
Sections as needed to complete the Work.  Fabricate units from steel shapes, plates, and bars of 
welded construction.  Cut, drill, and tap units to receive hardware, hangers, and similar items. 
1. Fabricate steel girders for wood frame construction from continuous steel shapes.  Where 

wood nailers are attached to girders with bolts or lag screws, drill holes at 24 inches(600 
mm) o.c. 

2. Fabricate steel pipe columns for supporting wood frame construction with steel baseplates 
and top plates welded to pipe with fillet welds the same size as pipe wall thickness. 

C. Loose Bearing and Leveling Plates:  Provide loose bearing and leveling plates for steel items 
bearing on masonry or concrete construction.  Drill plates to receive anchor bolts. 

D. Miscellaneous Steel Trim:  Fabricate units from steel shapes, plates, and bars of profiles shown 
with continuously welded joints and smooth exposed edges.  Miter corners and use concealed 
field splices where possible.  Provide cutouts, fittings, and anchorages as needed to coordinate 
assembly and installation with other work. 
1. Exterior Miscellaneous Steel Trim:  Galvanize. 
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2.7 FINISHES 

A. Comply with NAAMM's "Metal Finishes Manual for Architectural and Metal Products" for 
recommendations for applying and designating finishes.  Finish metal fabrications after assembly. 

B. Steel and Iron Finishes: 
1. Hot-dip galvanize items as indicated to comply with ASTM A 123/A 123M or 

ASTM A 153/A 153M as applicable. 
2. Preparation for Shop Priming:  Prepare uncoated ferrous-metal surfaces to comply with 

requirements indicated below for environmental exposure conditions of installed metal 
fabrications: 
a. Exteriors (SSPC Zone 1B):  SSPC-SP 6/NACE No. 3, "Commercial Blast Cleaning." 
b. Interiors (SSPC Zone 1A):  SSPC-SP 3, "Power Tool Cleaning." 

3. Shop Priming:  Apply shop primer to uncoated surfaces of metal fabrications, except those 
with galvanized finishes and those to be embedded in concrete, sprayed-on fireproofing, or 
masonry, to comply with SSPC-PA 1, "Paint Application Specification No. 1:  Shop, Field, 
and Maintenance Painting," for shop painting. 

PART 3 - EXECUTION 

3.1 INSTALLATION 

A. General:  Perform cutting, drilling, and fitting required for installing metal fabrications.  Set metal 
fabrications accurately in location, with edges and surfaces level, plumb, and true. 
1. Fit exposed connections accurately together.  Weld connections that are not to be left as 

exposed joints but cannot be shop welded.  Do not weld, cut, or abrade surfaces of exterior 
units that have been hot-dip galvanized after fabrication. 

2. Provide anchorage devices and fasteners where metal fabrications are required to be 
fastened to in-place construction. 

3. Provide temporary bracing or anchors in formwork for items that are to be built into 
concrete, masonry, or similar construction. 

B. Set bearing and leveling plates on cleaned surfaces using wedges, shims, or leveling nuts.  After 
bearing members have been positioned and plumbed, tighten anchor bolts and pack solidly with 
nonshrink, nonmetallic grout. 

C. Touch up surfaces and finishes after erection. 
1. Painted Surfaces:  Clean field welds, bolted connections, and abraded areas and touch up 

paint with the same material as used for shop painting. 
2. Galvanized Surfaces:  Clean field welds, bolted connections, and abraded areas and repair 

galvanizing to comply with ASTM A 780. 

END OF SECTION 05500 


