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Welder Qualification Rules
Prior to weld testing please read all of the following information. Please understand that failure to follow the guidelines listed below will result in a disqualification of a weld test. In order for the Welding Program to provide the membership with recognized credentials it is necessary for us to uphold these guidelines.

Testing 
Each welder seeking to take a qualification test will receive the following:
Backing Bar                                                                  Stamped Test Coupons                                                           
Run-off Tabs                                                                 a Weld booth number                                            
Electrodes or LN-25 and wire                                          a Welding Procedure Specification Packet                                  a sign in sheet                                                              a Specific joint design diagram      
                                                
1. Only one set of test plates will be issued per initial set up. (When welding two positions simultaneously, one set  must be fit up and assessed per line 5 prior to assembling the second set.)

2. The coupons will be given with a number and letter code issued per pair and to be used together at all times. You will be asked to sign the Coupon log book verifying that your name and the code given match on the same line. 

3. The coupons will be fit up to the appropriate joint design per the D 1.1 & D 1.5 Weld code (B-U2a for SMAW or B-U2-GF GMAW or FCAW) see the Welding Procedure Specification sheet for the appropriate test.

4. Run off tabs should be used to insure that the finished weld will encompass the whole of the welded coupon.

5. When all of the material has been assembled, affix the test coupons to a stationary positioner.  The bridge Code D 1.5 requires that "Weld cleaning shall be done with the test weld in the same position as the welding position being qualified." This coupon must stay attached and in this position until  weld completion and final inspection. 

6. Absolutely No Power tools may be used for weld cleaning!!!!

                                                                                          I have read, understand and agree to follow all of the requirements

                                                                                             Signed __________________________ date _________________



7. When welding please review the following procedure limits;
        A. The maximum size of any root opening  shall be no larger than 5/16 inch (SMAW) 
             3/8 inch (FCAW)
        B. SMAW= All intermediate passes shall be stringers.  Avoid weaving  any bead wider 
             than 3/8 inch
        C. FCAW= All intermediate passes requiring a weld pass wider than 1/2 inch should use 
             the split  layer technique.  No single layer shall exceed 1/4 inch (not including root or 
             surface weld)

8. Use only the Electrodes or Innershield wire provided for testing.

9. All Vertical welds shall be done in the upward progression.

10. Clean each weld pass and/or weld layer fully by chipping, brushing and picking as necessary.

11. Please do not remove your test coupons from the positioner until a final inspection is made. Let plates cool in position only when too hot to proceed with welding.

Hold Points
Observe the following hold points or stopping points when welding a qualification test.
    A. Fit up Coupons, backing bar and run off tabs. Tack plates in weld position. (have inspected by CWI)
    B. Weld root pass and clean (have inspected by CWI)
    C. Weld intermediate passes and final cover pass. (have inspected by CWI) DO NOT REMOVE! If a weld does not pass the visual inspection a welder may choose to add additional weld metal to test if still in original position
Test Completion (test supervisor will examine for the following)
Do Not Remove test from Positioner.
1. Visual inspection may begin at the point where the test plate cools to room temperature.

2. Verify that the stamped plates match with position and Welder.

3. CWI shall visually inspect the weld area. The following criteria shall be used for rejection and acceptance:
       A. No welds shall have any visible cracks (immediate disqualification)
       B. The weld and base metal shall have thorough fusion (immediate disqualification)
       C. All craters shall be filled thoroughly within the weld coupon area
       D. The welded area shall be the same thickness as the test plates (no thinner than  " less and no greater than " thicker)
       E. There shall be no undercut exceeding  " in depth
       F. For surface porosity, there may only be one example per a 4 inch area and have a maximum diameter of  inch. (immediate disqualification)

4. Remove the test coupon from positioner and leave with the CWI. No weld test will be processed immediately after or on the day of weld testing.

5. All testing will be bend specimen testing done in accordance with the D1.5 (Clause 5),                       as well as, the D1.1 (Clause 4) Welding Codes  
                                                                                      I have read, understand and agree to follow all of the requirements.

                                                                                             Signed __________________________ date _________________
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