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 PRACTICAL TEST - 2G W/BACKUP
Fitup Procedures

1. Receive two (2) beveled plates that are 3/8" x 3" x 6" approx. along with a backup strip 1/4" x 1" x 8" approx.

2. Put your weld stamp on each of the beveled plates at a corner furthermost away from the beveled edge.  This is done by using metal stamps.

3. Make sure that all the slag is off of the beveled edge.  DO NOT SAND OR GRIND the backside of the beveled plates, beveled edge and the face of the beveled plates!  If problems occur, see your instructor!
4. Make sure that one side of the backup strip is cleaned.

5. Turn beveled plates upside down with the bevel face facing toward the table top and each other.  Space the plates ( 1/4" apart but ( 5/16".  Use your tape ruler or equivalent to confirm the dimension of the gap.

6. Clamp the beveled plates to the table top or equivalent and remeasure the gap to make sure it is ( 1/4" but ( 5/16".

7. Put the cleaned side of the backup plate against the beveled plates equally spanning the gap.

8. Clamp the backup strip in this position, if necessary.

9. Deposit six (6)1/4” long tacks in the lap joint formed by the backup strip and beveled plates.  Three (3) tack welds shall be deposited on each side of the backup strip evenly spaced.  When making the tack welds, strike your arc on the backup strip.  End the tack weld with the puddle on top of the bead.  Use E7018 1/8" diameter electrode for tack welding.  NO TACK WELDS ON THE FACE SIDE OF THE ASSEMBLY.
10. Turn the test plate assembly right side up and check for misalignment.

11. Have your instructor check your fitup to authorize the commencement of your test in the following space:

SIGNATURE OF INSTRUCTOR:
2G ______________________________________  Date _______________________

 PRACTICAL TEST - 2G W/BACKUP
Welding Procedures
1. Reposition test plate in 2G as per D1.1.

2. Remove no more than six (6) preheated E7018 1/8" diameter electrodes from the rod over at one time.

3. Obtain or know where to find a 300°F temperature stick for use on interpass temperature readings.

4. Hand wire brush groove area to remove all rust and other contaminants.

5. Put on all necessary protective equipment as required by your instructor.

6. AT NO TIME DO YOU QUENCH THE TEST PLATE IN WATER.
7. Get a piece of scrap metal(s) and position it adjacent to the test plate to set the amperage.  The scrap metal can be a duplicated joint design as the test but made from scrap metal.

8. Deposit the root bead on the test plate in 2G as per D1.1.  Make sure that each exposed puddle of a full length bead is located on top of the bead on the backup strip.   DO NOT STRIKE THE ARC ON THE PLATE SURFACE.
9. Clean the finished root bead from all slag and visible flaws by hand chipping, hand wire brush, hammer and chisel, or disc grinder as per D1.1.  DO NOT MAKE CHIPPING HAMMER MARKS ON THE PLATE SURFACE.
10. Have the instructor check your completed root bead before continuing.

11. Reposition the test plate in work booth to 2G as per D1.1 and determine the interpass temperature.

12. When the interpass temperature is <300°F, deposit wash layer consisting of stringer bead(s) from the bottom to the top.  Make sure each exposed puddle of a full length bead is on top of the weld bead when ending on the backup strip.  DO NOT STRIKE AN ARC ON THE PLATE SURFACE.  If the wash layer consists of more than one bead, clean each bead of all slag and visible defects by hand chipping, hand wire brush, hammer and chisel or disc grinder as per D1.1.  DO NOT MAKE CHIPPING HAMMER MARKS ON THE PLATE SURFACE.
13. Have the instructor check your completed wash layer before continuing.

14. Reposition the test plate in the work booth to 2G as per D1.1 and determine the interpass temperature.

15. When interpass temperature is <300°F, deposit cap/crown using stringer beads in such a manner not to be below flush but also not to exceed 3/32" above flush and not to exceed 3/32" extension beyond the corner of original groove on each side.  Start depositing beads from the bottom of the joint to the top as per D1.1.  The direction of travel is at the discretion of the operator with the exposed puddle at the end of each full length bead located on top of the weld bead on the backup strip.  Remove slag from the puddle area before restarting another electrode.  The cleaning procedures to be used in between beads are identical to those used on the wash layer.

16. After completing the cap/crown, remove all slag and spatter from the weld zone using hand chipping hammer and hand wire brush.

17. DO NOT MAKE CHIPPING HAMMER MARKS ON THE PLATE SURFACE.
18. DO NOT QUENCH TEST PLATE IN WATER.
19. Layout using soapstone or scribe, (2)1 1/2" wide strips of metal going across the weld seam.  Each strip starts 1" off the center in each direction of the length of the weld seam as per D1.1.

20. Put your weld stamp on the face side of each strip away from the weld zone and layout lines.  Stamp the opposite end of each strip using an "R" for root bend and an "F" for face bend of your choice.  ALL STAMP MARKINGS ARE ON THE TOPSIDE OF THE TEST PLATE.
21. Have your instructor check your work.

22. Put the completed test plate on the layout table along with this paper.

23. Clean up work area and consume all long electrode stubs as instructed.
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