Individual Welding Competition — Skills USA, Utah 2023

This post provides a majority of information for this competition, however, please continue to look for
follow-up posts that will include any updates or changes to the competition as it occurs.

Any inquiries- please reach out to Kevin Lannoch, at kevin lannoch@lincolnelectric.com.

Schedule & Rotations:

Pre-Contest Meeting/Written Thurs, Mar 23™, 4:30—-6:00 PM | SLCC Welding Lab

Exam 1060 N. Flyer Way

Salt Lake City, UT 84116
(More Parking Info to Follow)

Welding Contest Fri, Mar 24, 7:15 AM — 12:30 SLCC Welding Lab

PM 1060 N. Flyer Way

Salt Lake City, UT 84116
(More Parking Info to Follow)

Please plan on arriving no later than 7:00 AM, as we will have a meeting prior to the start of the
competition. The competition’s rotations (exact rotations will be released in a subsequent post) will
begin promptly at 7:30 AM. If you are late, you will start at the current rotation and WILL NOT be
allowed to make up the station.

CLOTHING REQUIREMENT

Class I: Competition Specific — Welding | Welding Fabrication

a) Official SkillsUSA khaki long-sleeve work shirt (100% cotton as per OSHA regulations)
b) Khaki pants (100% cotton as per OSHA regulations)
c) Black, brown, or tan leather work shoes

These regulations refer to clothing items that are pictured and described at: www.skillsusastore.org.

NOTE: Competitors MUST wear their official competition clothing to the competition orientation
meeting. Failure to do so at the competition and contest will result in a point deduction.

EQUIPMENT AND MATERIALS

Welding Equipment (will be provided)

a) GMAW
b) FCAW
c) SMAW
d) GTAW
e) OFC

Filler Material (to be provided by Lincoln Electric)

a) GMAW: ER70S-6 .035”
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b) FCAW: E71T-1.045"

c)

SMAW: E7018 1/8” & E6010 1/8”

d) GTAW: ER4043 1/16” & 3/32”

Base Material (will be provided)

a) Steel Project Kit to be provided by Weldermade
b) Aluminum Project Kit to be provided by Weldermade

For additional practice kits, please visit weldermade.com.

Supplied by the competitor

a)
b)
c)
d)
e)

f)

g)
h)
i)
)
k)

Hearing and/or ear protection

Welding gloves — full length (gauntlet) for SMAW, GMAW and FCAW

Welding gloves — appropriate for GTAW

Welding cap/beanie

Welding helmet with appropriate filter plate/lens and protective cover lens for tacking and
welding; auto darkening filter plate/lens permissible. Spare filter plate and cover lens.
Cutting goggles — with shade 5 lens/cover lens for OFC/PAC; helmet with shade 5 capability
permissible; face shield headgear with shade 5 permissible. Spare filter and cover lens.
Pocket calculator

Fillet weld gauge — standard set

Lead pencil and/or ballpoint pen

Soapstone with or without holder or silver streak pencil

Scribe without magnet

Compass

Protractor

Combination square set or speed square

10-foot (3.1 meters) minimum steel tape measure

16-ounce (.45 kilogram) ball peen hammer

Center punch

Cold chisel

11R or 10-inch (254 millimeters) vise grips

6-inch (152 millimeters) side cutting pliers or diagonal cutting pliers

6-inch (152 millimeters) needle nose pliers — welpers permissible

Chipping hammer

Carbon steel wire brush

Stainless steel wire brush

Friction lighter (striker) and tip cleaner

All competitors must create a one-page resume. See “Resume Requirement” below for
guidelines.

NOTE: Only items (a.-y.) below may be used during the competition. Using any tools other than those
listed items (a.-y.) below will result in a points deduction for each infraction throughout the

competition. Powered Tools of any type and cellphones are prohibited in the contest. Any questions
regarding tools must be asked at the orientation prior to the competition



RESUME REQUIREMENTS

Competitors MUST create a one-page resume to submit online. Please submit this no later than 7:00 AM
on March 24%™, 2023. Please email to kevin lannoch@lincolnelectric.com . Failure to submit a resume
will result in a point reduction. Your resume must be saved as a PDF file type using file name format of
“Last Name_First Name.” For example, “Amanda Smith” would save her resume as Smith_Amanda.

PROHIBITED DEVICES

Cell phones and powered tools are NOT allowed in the competition area
Penalties for Prohibited Devices

If a competitor’s electronic device makes noise or if the competitor is seen using it at any time during
the competition, judges will document and review. If confirmed that the competitor used the device in a
manner which compromised the integrity of the competition, the competitor’s scores may be canceled.

COMPETITION GUIDELINES

1. Competitors must correctly use the welding equipment during the competition. This also includes
following all safety guidelines during the competition; including the wearing of uniform, safety
glasses, and closed-toe shoes at all times. The judges may stop a competitor at any section of the
competition if they deem a competitor’'s manner to be hazardous to either themselves or others.
Such a stoppage shall be documented as a warning. If the competitor is warned a second time, he
or she may be disqualified for that section of the competition.

2. Assoon as the competitors enter the competition area — as defined by the welding lab— no
communication shall occur between the competitors or between the competitors and anyone else,
except as directed by the competition chair, technical committee members or judges. Any such
communication may result in the competitor being disqualified from that section of the
competition.

3. Time limits and rotations will be established during the competition orientation. This competition
will be testing GMAW-Carbon Steel , FCAW-Carbon Steel, SMAW-Carbon Steel, GTAW-Aluminum,
Oxy Fuel Cutting-Carbon Steel, & Written Exam.

4. Welding and cutting instructions will be provided to the competitors and specified on the Welding
Procedure Specifications (WPS).

5. Once the part has been tacked up, it must stay on its base during all welding. The infraction will
result in a point deduction, if they’re caught rotating it.

6. Contestants must remain at their work station until the end of each rotation and then promptly go
to the next station.

7. Contestants must remain at their work station until the end of each rotation and then promptly go
to the next station. If a contestant finishes early during a rotation, they are to remain at their work
station. Infractions will result in a point deduction. Contestants are allowed to keep a water bottle
with them throughout the competition. (See full list of what’s allowed above)

8. Evaluation of the completed project will be judged visually based on included criteria.
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STEEL PRINT

This will be the print used for the competition on Friday. Students will be provided copies with specified welds
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SCORING BREAKDOWN
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GMAW Widget
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SkallsUS\ . Welding Procedure Specification WPS 108
WPS Mo, WPS 108 Rewsion 1 Date JEVI082 By NP
Authonzed By ENM Date 32022 Prequaified ll
Welding Processies) FCAW-G Type Manual Machine SemyAu [l Auto
Supporing POR{s) Prequalified
JOINT

Type T-Joint, Butt, Flanged

Baddng Yes Mo M Single Weld ll Doube Weld Il

Baddng Materid WA

Root Opening O Root Face Dimension WA

Gmoove Ange N Radius (- M

Badk Gouge Yes Mo W

Method WA

BASE METALS POSITION

Matenial Spec.  A-36 o A-36 Posiion of Groowe  All Fllet Al

Type or Grade to Veracal Progression: H T Down

Thikness: Groove({ |Unlimited - NA ELECTRICAL CHARACTERISTICS

Fllet {in  JUnlimited - Transfer Mode (GMAW)E

Diameter (Fipe. ] NA - WA Shon-Circuiing Globdar [0 Spray [
FILLER METALS Cumert:  AC DCEF M DCEN | Pused

AWS Specification AS20 Cther WA

AWS Classificaion ETT-1 R e L

HSz= NA Type NA

——T TECHNIQUE

Flux Gas Strnger or Weave Bead Both

A Composision 75%AQon/25%C 02 MulS-paszs or Single Pass (per sde) Mul tipderSingle

Elecyode-Flux (Class)  FlowRae  35-45CFH hurber of Elecimdes 1

A Gas Cup Size 112" - 344" Elecrode Spacing: Longiudinal  NIA
=== Latersd N

NiA
Freheat Temp., Min., Nif Cortact Tube o ok D "““Em"m e
| o ik Dst
Thickness Upwo 34" Temperstue NA = a:: = an=
Over 34" o 1-112° A samng
112 1o 212" = Interpass Cieaning  Chip slag and wire brush
Ower 240 ey POSTWELD HEAT TREATMENT  PWHT Reguied
Interpass Temp., Min. N Mee WA Temp. NiA Time NiA

WELDING PROCEDURE

LayewPass Process Filer Metal (ass Diameter Cur. Type Amps Volts Travel Speed  CtherMotes
Al FCAWG ET1T-1Mm 0045 DCEP 200260 2426 512 WFS:340-500ipm
RECOMMENDED SETTINGS:
1FAZF FCAWG ET1T-1Mm 0.045 DCEP 260 26 512 WFS:500pm
4F FCAW-G ET1T-1M 0.45 DCEP 20 24 512 WFS:3 B0ipm
IF FCAWG EFT-1M 0.045 DCEP 200 24 512 WFS:340ipm
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SkallsUSA . Welding Procedure Specification WPS 104
WPS No.  WPS 104 Revsion 2 Date 3/20/2022 By NP
Authorized By EN Date 3/20/2022 Prequalifiec ll
Welding Process|es) GMAW-S Type: Manual Machine Semi-Avtoc l  Auto
Supporting PQR(s) Prequalified
JOINT

Type T-Joint

Backing Yes No M Single Weld [l Double Weld 1l
Backing Material  N/A

Root Opening NIA Root Face Dimension N/A
Groove Angle N/A Radius (J-U) N/A
Back Gouge Yes No W
Method  NIA
BASE METALS | POSITION
Material Spec. A 36 1o A36 Position of Groove Al Filel All
Type or Grade to Vertical Progression: m U Down
Thickness: Groove ( )N/A - NIA ELECTRICAL CHARACTERISTICS
Fillet {n  )Unlimited - Trarster Mode (GMAW)
Diameter (Pipe, ) N/A - NIA Shon-Circuiting B Clobular Spray |
FILLER METALS Current.  AC DCEP M DCEN Pulsed
AWS Specification AS5.18 Other  NIA
AWS Classification ERT0S-6 Tungsten Electrode (GTAW)
Size NIA Type NIA
CHNI
SHIELDING L : e
Flux Gas M20-ArC-10 Stringer or Weave Bead BOTH
N/A Compcsition 75%Argon/25%C 02 Multi-pass or Single Pass (per side)  Single
Electiode-Flux (Class)  Flow Rate  35-45 GFH Number of Electrodes 1
N/A Gas Cup Size 112" - 314" Electrode Spacing: Lengitudinal NIA
PREHEAT Lateral  N/IA
Freien Teen, A SA Contact Tube to Work Dista Anule" N :A:ua"
Thickness Upto 314" Temperature N/A : uu;\ e &
Sl NA | lerpasam Cleaning  Chi nd wire brush
n n S a
Over 1-1/2" to 2-172" N/A g Chip slag and wire bru
Over 2-1/2° NIA POSTWELD HEAT TREATMENT  PWHT Required
Interpass Temp., Min. N/A Max. N/A Temp. N/A Time NIA
L = ' __WELDING PROCEDURE = _ .
Layer/Pass Process  Filler Metal Class Diameter Cur. Type Amps Vaolts Travel Speed  Other Notes

All GMAW ER70S-6 0.035° DCEP  90-150 16-20 6-8ipm  WFS 140-300 ipm




= SkillsUSA
SkillsUS\ . Welding Procedure Specification WPS 101
WPS No. WPS 101 Revision 3 Date 3/21/2022 By NP
Authonzed By GH Date 3/15/2022 Prequalfied Il
Welding Process(es) SMAW Type: Manual Machine Semi-Auto Auto
Supporting POR(s) Prequalified
JOINT
Type Butt/T-Joint
Backing Yes l No Single Weld ll Double Weld 60° -
Backing Material A-36 ("“7 -
Root Opening 1/16" £1/16” Root Face Dimension 0" - 1/8" m
Groove Angle 60 Deg. Radius (J-U) NVA _J L
Back Gouge Yes No W 116" 1167
Method  NIA
. BASE METALS ~ POSITION
Material Spec.  A-36 o A-38 Position of Groove 1G,2G 3G 4G Fillst 1F,2F 3F 4F
Type or Grade to Vertical Progressicn [ Down
Thickness: Groove (in | 1/8 - 34 ELECTRICAL CHARACTERISTICS
Fillet {  )Unlimited - Transter Mode (GMAW);
Dismeter (Pipe.in ) 4 - Unlimited Short-Circuiting Globular [ Spry [
FILLER METALS Current: AC DCEF B DCEN Pulsed
AWS Spedification  AS5.1 Other  NIA
Size NIA Type NIA
- HNIQU
SHIELDING TECHMRNE
Flux Gas NIA Stringer or Weave Bead Both )
NA Composition NIA Multi-pass or Single Pass (per side) Single / Multiple
Electrode-Flux (Class)  Flow Rate  NIA Number of Electreces 1
NIA Gas Cup Size N/A Elecirode Spacing: Lengitudinal N/A
T Lateral N/A
Preheat Temp., Min. NIA § W”w:'“
Trackness Uplo 314" Temperalure NJA gmu?ct u:'eAho IOk Distto
Over 34" 1o 1-1/2° NIA : fe"'"g — .
nterpass
Over 1-1/2" to 2-1/2° NIA pase Cleaning  Chip slag and wire brus
Over 212" NA POSTWELD HEAT TREATMENT  PW/HT Required
Interpass Temp., Min. N/A Max. NA Temp. NIA Time NJA
WELDING PROCEDURE
|Layer/Pass Process  Filler Melal Class  Diameter Cur. Type Amps Volts Travel Speed  Other Notes
All SMAW E-7018 32 DCEP 70110 N'A 410 Ipm
OR

All SMAW E-7018 18 DCEP 90-150 N/A 4-10ipm
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= SkillsUSA
SkillsUS\ . Welding Procedure Specification Wes 108
WPS Mo, WPS 108 Revision 2 Date 320/2022 By NP
Authonzed By GH Dale 311572022 Prequalified Wl
Wielding Processies| SMAW Type: Manual @l Machine || Semi-Auln [ | Auto
Suppaorting POR(s) Prequalified
JOINT

Type T-Joint! Butt
Backing Yes Wo B Single Weld ll  Double ‘Weld

60°
Backing Matenial  NIA u\w—r——_.?
B Rty e BVvE Im
Groove Angle  BO° Radius (J-LI) M&
Back Gowge  Yes Mo W 1)’16‘!1I1E'JL
Method T
BASE METALS | POSITION
Material Spec. A-36 o A-3G Position of Groove Al Fillat Al
Type or Grade ] ertical Progresaion: H Down
Thicknees. Groove in | WA - NiA ELECTRICAL CHARACTERISTICS
Filles {  Unlimited - Trarafer Mode (GMAY);
Plamee (Pymiie 3 B = MR Short-Circuiting | Globular [ Spray |
FILLER METALS Current:  AC DCEF W DCEN Pulsed
AWS Spacification  AS.1 Other  NIA
BUWS Classification E-B010 Tungsten Elestrods (GTAV].
Size NIA Tyoe NIA
SHIELDING TE":_"“”:""E
o Gas NA Stringar o Weave Bead Both
MIA Composition MA Mulli-pass or Singla Pass (per side) Multiple/Single
Electrode-Flux (Class)  Flow Rale NIA MWumber of Elecirodes 9
MIA Gas Cup Size WA Elecirode Spacing: Longitudinal WA
PREHEAT Lateral  MA
e MUA
PRI, T8 Cortact Tube to Work Dista g NIt
bl [jl=
Thickness Upto 304" Temperature WA g um. L
Over 304" to 1-1/2" NA - = e T e
niterpas: Liea
Ohver 1-1/2" to 2-1/2° MIA pe ng p slag and wire brus
O 2973 MIA POSTWELD HEAT TREATMENT  PUWHT Required
Interpass Temp., Min. KA Max. WA Temp, NA Time MA
WELDING PROCEDURE
LayerPass Process Filler Mglal Class  Diameter Cur. Type Amps Volts Travel Speed  Other Notes

All SMANY E-8010 18 DCEF -115 BiA 4-10 ipm



= SkillsUSA
SkiHEUE\ Welding Procedure Specification WPS 103
WRSNo.  WPS 103 Revision 2 Dale 03(20/2022 By NP
Authorized By GH Date 1572022 Fregualitied Il
Wekiing Precess(es) GTAW Type: Manual B Machine Semi-fudo Auto
Supporting PORIE) Pregualified

" JOINT
Type  T-daint | Corner
Backing Yes | No @l Single Weld l Double Weld

Backing Malerid ~ NIA

Root Openirg MA Rool Face Dimensaon NIA
Groove Angle NIA Rachs (L) Nig
Back Gouge Yis Ho
Mathod — NIA
BASE METALS POSITION
Material Spec. 5052 o 5062 Position of Groove Al Filet Al
Type of Grade [i4] ‘ertical Progression: H Up Diown
Thickness: Groove { ) Unlimited - NiA ELECTRICAL CHARACTERISTICS
Fillet (in  jUnlimited - Trarsfar Moda (GMAWY):
Diameler (Pipe, ] MIA - NIA Shert-Circuiting Globular [ Spray
" FILLER METALS Current: AC W DCEP DCEM Pulged
BINS Specificabion AS.10 Olher WA
AINS Classificaion ER4043 Tungsten Electrode (GTAW):
Size 332" Type EWCe2
SHIELDING TEEHRKE
Fluo: Gas 100%Argon Stringer of Weave Bead Stringer
MNiA Compasiticn 100%Argon Multi-pass or Single Pass (per side) Single
Electrode-Flux (Class)  Flow Rate  15-25 CFH Mumber of Elecrodes 1
BiA Gas Cup Size 38" Min. (#6) Electrode Spacing: Longiudina  NIA
PREHEAT e, AR
Preheal Temp,, Min, NIA Angle MR
Thickness Upto 34" Temperatre WA me_'::r”:;'” Rk o R
Over 34" ko 1-1/2" Mid S
Crver 1-1/2° lo 2-1/2" MiA
Crver 2-1/2" WA POSTWELD HEAT TREATMENT  PAWHT Required
Inerpass Temp., Min. NA Max. NIA Tamp. WA Time NIA
WELDING PROCEDURE
Layer’Pass Procesa  Filler Metal Clase Diameter Cur, Type Amps Valts Travel Speed  Other Nolea
Al GTAW  ER4D43 A3 AC 100-175 NIA 4.8 pm AC Bal. 85-T5%EN

AC Hz 80 -120



JUDGING GUIDELINES

‘A'=YES it meets this criteria
‘B'= NO it does NOT meet this criteria

FCAW FINAL

. 1 Has swlace slag, spatler, and smoke baan rermoved from all af the = a
&g joinis and surrounding areas? £ ET;-'
E £ |2 [I= e Project Assembled In Accordance to the Drawing ? T
] § Does the overall workmanship display consistency among all wekds? 14

T

3 |(ALL WELDS MUST BE GENERALLY COMSISTEMT WITH NGO
SIGHNIFICANT DISCONTUMITUIES)

Wield o Crater Cross Section. All crafers should b filled b
provide the specified weld size, sxcapt for the end of intermitient fillet
wedds outside of their effective length. Are the weld craters complataly
filled 1o the weld siza?

Weld o Overall bead width not 1o exceed 116 in. variation in

5 |width (from max to min) for any weld face. Does the weld meet this
raquIremant?

Weld £ Porosity. No visible porosity |5 acceptable, Does the
Weld Meet this Requirement?

Weld & Undercut. Mot to exceed 1/32 in depth for & total
accurmulated bength of 1/2in. Does the weld meet this requirement?
Weld & Underszed Welds. \Weld Sze not to be larger by
anything greater than 1/16 in. anywhanz along the weld length and no

1% ahle 1o

3353 sar, Wk mych

1 inspaction aril

@ gmaler than speciied on he drawing. Does the wild size masl this "E
requirement? =
Weld # Wiedd Profiles, Fillet walds can be slightly concave, flat, E

ar shghtly corvex wilh the choam not b exceed 3732 in. above flat
Groove Welds can be flush with an even crown nat o exceed 3132 in
Dioes this weld mest this requirement?

Wiald # Weld'Base medal Fusion. Comphata fusion shall axist
10 |bebween base and weld metal. Does the weld display complede fusion
with no cald lap?

Wield # There shall be no Arc Marks cutside the weld area.
Dioes thee wald maed this reguinemaent?

All ather Fillet Welds Undersized Welds, Weld Sae nal bo be larger by
anything greater than 1116 in, anywhere along the weld length and no
gmaller than spaciied on the drawing. Do all remaining ket welds
il NS requirement?
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three inp performing
questions thal fal in ling

Was there a safety infraction? BE SURE TO NOTE
The Competitor Number and Explain the safety
violation on the Safety Infraction Sheet.




‘A'=YES it meets this criteria
‘B’=NO it does NOT meet this criteria

GMAW FINAL

Has surface siag, spatier, and smoke been removed from ak of the
joints and surrounding areas?

ar poriest welds

Is the Project Assembled In Accordance to the Drawing?

Assembley

Questions

Does the overall workmanship display consistency among all welds?
(ALL WELDS MUST BE GENERALLY CONSISTENT WITH NO
SIGNIFICANT DISCONTUNITUIES)

Weld # Crater Cross Section. All craters should be filled to
provide the spacfied weld size, except for the end of intermittent fillet
welds outside of their effective length. Are the weld craters completely
filled 1o the weld size?

Weld # Overall bead width not to exceed 1/16 . vanation in
width (from max to min) for any weld face. Does the weld meet this
requirement?
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Weld = Porosity. No visible porosity is acceptable, Doss the
Weld Meet this Requirement?

Weld # Undarcut. Not to exceed 1/32 in depth for a total
accumuiated length of 1/2in. Does the weld meet this requirement?

Waeld £ Undersized Wekis. Weld Size not to be larger by
anything greater than 1/16 in, anywhere along the weld length and no
smaller than specified on the drawing. Does the weld size meet this
requirement?

@an ism

Weld # Weld Profiles. Fillet wekis can be sightly concave, flat,
or shightly convex with the crown not to exceed 3/32 in. above flat.
Groove Welds can be flush with an even crown not to exceed 3/32 in,
Does this weld meet this requirement?

foliow AWD D1.1 tabia 6.1 Yisesl is

Weld & Weld/Base metal Fusion. Cormplete fusion shall exist
between base and weld metal. Does the weld display complete fusion
with no cold lap7?

Weld # There shall be no Arc Marks outside the weld area.
Does the weld meet this requirement?

All other Fillet Welds Underszed Welds. Weld Size not to be larger by
anything greater than 1/16 in, anywhere along the weld length and no
smaller than specified on the drawing. Do all remaining fillet welkds
meet this requirement?

ROTE: This Final ¢riteria is dasips

The C itor Numi Explai :
violation on the Safety Infraction Sheet.



'‘A'=YES it mees this criteria
‘B'= NO it does NOT meet this criteria

SMAW FINAL

i Has surface slag, spatter, and smoke been removed from all of the
canls and surrounding areas?

2 |Is the Project Assembled In Accordance fo the Drawing?

Cioes the overall workmanship deplay consislency armaong 8l welds?
3 [(ALL WELDS MUST BE GENERALLY COMSISTENT WITH MO
SIGMIFICANT DHSCONTUNITUIES)

dissemiblay

Criastions

4 [Weld # Crack Prapagation. Any orack is unacceptable. Are
there no visible cracks? {Yes= “Yes, there are no wisible cracks)
Weld # Craber Cross Section. All craters should be filled 1o

provide the specified weld size, except for the end of mtermittant fillat

welds outsade of their efective lenglh. Ane the weld craters completely

filled to the weld size?

Weld W Dverall bead wicih nol lo exceed 1/16 o, vanalicn in

& |width {from max to min) for any weld face. Does the weld meat this
Ll e

; Waeld # Porasity. No visible porosity is acceptable, Does the

Wald Meet this Reguirement?

Wilild & Undercut. Mot o excesd 1032 in depth for a lodal

accumulated length of 1/2in. Does the weld meet this requirement?

Wil & Undersized Wekds. Wiald Size nof o De larger by

g anything greatar than 1716 in. anywhere along the weald length and no

smaller than specified on tha drawing, Does the veeld size maet this

requirament?
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Weld i Weld Profiles, Fillel welds can be shghlly concave, ad,
1019 slightly convex with the crown nat 1o exceed 332 in. abore flush.

Groowe Welds can be flush with an even crown nol o exeead 3132 in

Dioas this weld maat this mquireamant?

Weld @ WeldBase melal Fusion Complete fuson shall exisl
11 |bstween base and weld metal. Does the wald display complete fusion

with no cold lap?

% designed ba Mallow AWD 071.7 Table 6.1 &

Wilieldl & Thieri hall b o ARG Marks oulside the wisld anes
Dioes the weld meet this requirement ¥

MOTE: This Fmal crileria

W. heir infraction? BE RE TO NOTE Th
Competitor Number and Explain the safety violation
on the Safety Infraction Sheet.




‘A'=YES it meets this criteria
‘B’= NO it does NOT meet this criteria

GTAW FINAL

NOTE: This Foresl enlens 15 dasageed fo labiaw AWD D17 S5hie 5.7 Vitud! inapachon crderas a5 2 starl, del mach nare
oficall. Pickiag Tuee lzp poriarmisg weids regeires Dat hiz evaleation is mare siriet Dan code. We Sops 0 cvastaally
O30 Phars of gualfy 19 Wrase questions [hat 130 In boe wity the 'Warle Solis Waldieg Scorisg Coterts which i3 ealremaly

siricl o be a1l %0 separate coar gerfect weles o delerming & rask. In 1he felere a5 compeition weldiag perfonmarce
irpprgees gwer b thase questions will svaive. Al he Mstosal champlonshigs, we s2e 120 many GTAW pajects in pleces
00 e hare in R0k, This CTAN scorieg nteie emphasizes compietion. Dace B2 Pend of cempiese OTAW pojects
chasges, es ooty Wit shress less on [he compiaton of wmalds

TS e FYOIec] ASSamENed N ACCOIGSNce 10 1he LYawing 2

Was the order of oparations soliowed ?

The GTAW Progect should shaw nNo post weld wire brushing. doas this
project display na post weld wire brushing?

Weld # Fiaced in the proper Locaton?

Weld o Proper Size and Length?

Weid # Ovaral baad width not 1o exceed 1/32 n. variaton in

& [wudth {from max to min) for any wald f3ce. Doas the wald meet this
requrement?

Are al presant welds free from porosity? No visible porosity s
accapisble, Do the Welds Meet this Reguirament?

Vel # Crater Cross Sechon, All craters shoukd be Niked to
prowide the specified weld size, excapt for the end of mtermetent filet
wekis outside of their effectve length. Are the weld craers complately
filled 1O the wald size?

9 |Did Weddar complete Number of walds or more?

10| Did Weider complete Number of welds or more?

11 |Dd Weider complete Number of walds or more?

FOR PROJECTS THAT HAVE ____ OR MORE WELDS
COMPLETED (For projacts wih less weld, or & has been
wirsbrushed, the answer 15 NO. "Touchdowns® ara when tha tungsten
15 touched 1o the workpioce or the filler metal and an indcatan can
be vimble as long as no post wirebrushing is performed . |8 the project
free from any “touchdowns®?

Assembloy
Questions

12

Was tt fety infraction? BE SURE TO NOTE
—1he Competitor Number and Explain the safety
violation on the Safety Infraction Sheet.



‘A'=YES it mees this criteria
‘B'= NO it does NOT meet this criteria

e OFCFINAL

Noge Bavge,
NOTE: This scoring criferla uses go-noe go gauges 1o measure the cut. The Gauge Is cul

0.1 in. to either side of the line. You may find you need lo eliminale or add questions.

Does the cul angle stay wiiin + 5 Gegrees in any Iocalon akng
its ertire Jangth? (Use angle fnder tool)

2 Does the cut qualty of the BEVEL face display mnmal unoulations
that do not excead an incansistency greater than 132 in?

Daoes the cut quality of the LARGE SHAPE face display minimal
undudasons that do not excead an ncansistency graater than 1/32 in?

Does the aut quality of the SMALL SHAPE face display minima
undulatans that do not exceed an noansistency greatar than 1/32in?

Daoes the aut qualtty of the THIRD SHAPE face dsplay minimal
urdulatons that do not exceed an noonsistency greaser than 1/32 n?

Does the cut stay nsds the dameser of the o | no-go gauge for The

Large SHAPE?

7 Daoes the cul stay insde the damsder of the Go ( no-go gauge foe The

Small SEAPE?

8 Daes the cut stay in=de the dameter of e Ga / No-go gauge for The
THIRD SHAPE?

9 [Does the Go ( no-go gauge it inside of the Large Shape?

10| Does the 5o 1 No-go gauge W nsxie of the Small Shape?

11 |Doss the Ga [ no-go gauge  inskie of the THIRD SHAPE 7

|5 the Bevel accurscy along s length Straght %o wehin no more than

12 ja vanaton of 1/8 in.? (Set two parallel lines along the entre length of

the bevel 8nd no pont should fall cutside that window)

Was their a safety infraction? BE SURE TO NOTE The
A —



