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Introduction 
Welcome to the Standards and Assessment Guide (SAG), a comprehensive resource designed to support excellence in assessment practices for all skills competitions 
hosted at the WorldSkills Competition. A key component of the SAG is the commitment to continuous improvement through ongoing review, ensuring that these guides 
consistently reflect the latest industry innovations and high standards of assessment in an open and transparent manner. 

Purpose  
The primary purpose of this guide is to provide a structured framework for the consistent and fair assessment of each skill competition. It aims to ensure that all 
assessments are conducted with a high degree of accuracy, reliability, and validity, and reflect global industry standards. By adhering to these guidelines, assessors can 
maintain the integrity of the competition and uphold the high standards associated with WorldSkills. 

Note: this guide is not a replacement for the Marking Scheme and should only be used as a reference when required during the assessment process. Competitors are not 
allowed to have a copy of this SAG in the workshop in either digital or paper form. 

Scope 
This document covers general assessment practices applicable to a diverse range of industry sectors including: 

• Manufacturing and Engineering Technology 
• Information and Communication Technology 
• Construction and Building Technology 
• Transportation and Logistics 
• Social and Personal Services 
• Creative Arts and Fashion 

Each skill competition has its unique requirements and benchmarks, which are detailed within sections of this guide. The consistency of assessment across each skill is the 
overarching principle, ensuring a unified approach to evaluating Competitor performance to the highest standards. 
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Key Components 
The guide is structured into several key components, each addressing critical aspects of the assessment process: 

1. Assessment Principles and Objectives 

• Emphasis on fairness, transparency, and objectivity in assessments. 
• Alignment with global industry standards and best practices. 

2. Assessment Methods and Tools 

• Description of various assessment methods in Measurement and Judgement  
• Guidance on the application of appropriate assessment tools and equipment (if applicable). 

3. Criteria and Benchmarks 

• Examples of assessment criteria and aspects for each skill, outlining the expected competencies and performance standards. 
• Benchmarks for different levels of proficiency i.e. Judgement award range 0, 1, 2, 3 or Yes / No criteria alongside clear measurable descriptors. 

4. Expert assessment requirements 

• Completion of the Access Programme 
• Approved Curriculum Vitae (CV) 
• Reaching 100% Expert preparedness 
• Full participation of online and in-person Mandatory Assessment Training (MAT) 
• Completion of practical assessment testing at the Competition 

5. Quality Assurance and Improvement 

• Mechanisms for monitoring and evaluating the assessment process. 
• Strategies for continuous improvement and feedback incorporation. 
• Ongoing periodic review of the assessment process 
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Implementation 
For effective implementation, this guide should be used for guidance purposes only and in parallel with the Technical Description for each skill. Experts are encouraged to 
familiarize themselves thoroughly with both the general guidelines and the particular requirements of their respective skill areas. Collaborative efforts between the Skill 
Management Team, Experts, and Competitors are vital for achieving the ultimate goal of global skills development. 

Conclusion 
The Standards and Assessment Guide embodies the commitment of the WorldSkills movement to nurturing talent and promoting the highest standards of vocational 
education and training worldwide. By providing clear and comprehensive guidance, we aim to empower Experts to conduct marking and assessment practices that are not 
only rigorous and equitable but also inspiring and transformative for all participants. 

Thank you for your dedication to upholding these standards and contributing to the success of the WorldSkills Competition. Together, we can continue to champion skills 
excellence and celebrate the achievements of talented individuals from around the globe. 

 
 

 

 

Skill 10 – Welding 

Measurement 
Measurement is used to assess accuracy, precision, and other performance that can be measured objectively. It is used where ambiguity must be avoided. 
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• The total mark over the four modules is 94.5. 
• Measurement marking in TOTAL is 94.5% of the overall score. 

Module one 

• The total mark over the four modules one is 42.2. 
• Measurement marking in TOTAL is 100% of the overall score. 
 
 
 
 
 
 
 
 
 
 
 

 

Aspect WSOS section as 
per TD 

Resource Descriptor 

Visual 
Assessment of 
Fillet Weld 1 

1 
 

Fillet Weld Sizes Fillet weld sizes in accordance with specifications 
and drawings. (-0/+2mm)   
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Visual 
Assessment of 
Fillet Weld 1 

2 Undercut 
 
 
 
 
 
 
 
 
 
 

 

Fillet welds free from undercut. 

 0.5 mm maximum depth allowed. 

Visual 
Assessment of 
Fillet Weld 2 

1 
 

Fillet Weld Sizes 
 

 

Fillet weld sizes in accordance with specifications 
and drawings. (-0/+2mm)   
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Visual 
Assessment of 
Fillet Weld 2 

2 Undercut 
 
 

 

 

 

 

 

 

 

 

Fillet welds free from undercut. 

 0.5 mm maximum depth allowed. 

Visual 
Assessment of 
Test Pipe  

1 Incompletely filled groove & undercut 
 

 
 
 
 
 
 
 
 
 

Butt welds free from undercut or underfill? 

Undercut - 0.5 mm maximum depth allowed. 
Underfill - 0 mm (flush) maximum depth 
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Visual 
Assessment of 
Test Pipe  

1 Excessive Face Reinforcement (height) 
 

 
 

Butt weld joint free from excessive face 
reinforcement 
Allow 2.5 mm or less 
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Visual 
Assessment of 
Test Pipe  

4* 
If FCAW-G (136) 
is used for fill 
and capping 
weld, here will 
be section 5. 

Excessive Width variation of Butt Weld Face 
 

 
 
 
 
 
 
 
 
 
 
 

Butt weld Joint widths uniform and regular? （
Measure narrowest portion vs. widest portion） 
Allow 2 mm variation in width 

Visual 
Assessment of 
Test Pipe  

4* 
If FCAW-G (136) 
is used for fill 
and capping 
weld, here will 
be section 5. 

Stray Arc Strikes and stray grinding 
 

 
 
 
 
 

 
 

 

 

 

 

Butt weld joint free from arc strike? 
Not permitted (Projects shall be free from stray 
grinding for the intent to remove arc strikes.) 
Assessment shall only be carried out on pipe surface 
adjacent to face reinforcement 
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Visual 
Assessment of 
Test Pipe  

6* 
If SMAW (111) is 
used for root 
weld, here will 
be section 4. 

Excessive root concavity 
(shrinkage groove) 

 
 
 
 

 

Butt weld joint free from excessive root concavity 

Allow 0.5mm maximum. Zero mark if 100% 
penetration is not achieved. 
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Visual 
Assessment of 
Test Pipe - 

6* 

If SMAW (111) is 
used for root 
weld, here will 
be section 4. 

Excessive Penetration Butt weld joint free from excessive root 
reinforcement 

Allow 2 mm maximum. Zero mark if 100% 
penetration is not achieved. 
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Visual 
Assessment of 
Test Plate 10mm 

1 Incompletely filled groove & undercut 
 

 

 

 
 

Butt welds free from undercut or underfill? 
Undercut - 0.5 mm maximum depth allowed. 
Underfill - 0 mm (flush) 
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Visual 
Assessment of 
Test Plate 10mm 

1 Excessive Face Reinforcement (height) 
 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Butt weld joint free from excessive face 
reinforcement 
Allow 2.5 mm or less 
Do not measure at the spatter 
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Visual 
Assessment of 
Test Plate 10mm 

4 Excessive Width variation of 
Butt Weld Face 
 

  
 
 

Butt Joint weld widths uniform and regular? 
（Measure narrowest portion vs. widest portion） 
Allow 2 mm variation in width 
Do not measure at the spatter 
 
 

Visual 
Assessment of 
Test Plate 10mm 

4 Stray Arc Strikes and stray grinding 
 

 

Butt weld joint free from arc strike? 
Not permitted (Projects shall be free from stray 
grinding for the intent to remove arc strikes.) 
Assessment shall only be carried out on plate 
surface adjacent to face reinforcement 
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Visual 
Assessment of 
Test Plate 10mm 

4 Excessive root concavity 
 (shrinkage groove)  
 

 

 

 

  

 

 

 

Butt weld joint free from excessive root concavity 
Allow 0.5mm maximum. Zero mark if 100% 
penetration is not achieved. 

Visual 
Assessment of 
Test Plate 10mm 

4 Excessive Penetration 
 
 

 

 

 

 

 

Butt weld joint free from excessive root 
reinforcement 
Allow 2 mm maximum. Zero mark if 100% 
penetration is not achieved. 
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Visual 
Assessment of 
Test Plate 16mm  

1 Incompletely filled groove & undercut 
 

 
 

 
 

Butt welds free from undercut or underfill? 
Undercut - 0.5 mm maximum depth allowed. 
Underfill - 0 mm (flush) maximum depth allowed. 

Visual 
Assessment of 
Test Plate 16mm  

1 Excessive Face Reinforcement (height) 
 

 

Butt weld joint free from excessive face 
reinforcement 
Allow 2.5 mm or less 
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Visual 
Assessment of 
Test Plate 16mm  

5 Excessive Width variation of 
Butt Weld Face 
 

 

Butt Joint weld widths uniform and regular? 
（Measure narrowest portion vs. widest portion） 
Allow 2 mm variation in width 

Visual 
Assessment of 
Test Plate 16mm 

5 Stray Arc Strikes and stray grinding 
 

 

Butt weld joint free from arc strike? 
Assessment shall only be carried out on plate surface 
adjacent to face reinforcement 
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Visual 
Assessment of 
Test Plate 16mm 

4 Excessive root concavity 
(shrinkage groove) 
 

 
 
 

Butt weld joint free from excessive root concavity 
Allow 0.5mm maximum. Zero mark if 100% 
penetration is not achieved. 

Visual 
Assessment of 
Test Plate 16mm 

4 Excessive Penetration 
 

 

 

 

 

 

 

 

 

Butt weld joint free from excessive root 
reinforcement 
Allow 2 mm maximum. Zero mark if 100% 
penetration is not achieved. 
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Visual 
Assessment of 
Fillet Weld 1 
Break Test 

4 Completely fused at the root of the fillet weld 
 

  
 
 
 
 
 
 
 
 
 

 

 The fillet weld is completely fused at the root of the 
joint. 
Zero mark if hold point on root pass stop/start has 
not been witnessed. 

Visual 
Assessment of 
Fillet Weld 1 
Break Test 

3 Completely fused between individual runs of the fillet weld 
 
  
  
 

 

 

 

 

 

The fillet weld is completely fused between 
individual runs? 
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Visual 
Assessment of 
Fillet Weld 1 
Break Test 

4 porosity and inclusions of the fractured fillet weld  
 
 
 

 

 

 

 

  

 

The fractured fillet weld is free from porosity and 
inclusion. 
A defect greater than 2.5mm = zero marks 
One defect 2.5 mm or less = 0.70 mark. Two 
defects 2.5 mm or less = 0.40 mark. 3 or more 
defects 2.5 mm or less = 0 mark 
Zero mark if hold point on both root and pass 
stop/start has not been witnessed. 
Disregard first and last 20mm. 

Visual 
Assessment of 
Fillet Weld 2 
Break Test 

5 Completely fused at the root of the fillet weld 
 

 
 

 

 

 

 

 

 The fillet weld is completely fused at the root of the 
joint. 
Zero mark if hold point on root pass stop/start has 
not been witnessed. 



 
  
 

 

 

 
WSC20224_Standards_and_Assessment_Guide_Welding 

Version: 1.0 
Date: 02.08.24 21 of 62 

 

 

 

 

Visual 
Assessment of 
Fillet Weld 2 
Break Test 

3 Completely fused between individual runs of the fillet weld 
 

 
 
 
 
 
 
 
 
 
 
 
 

 

The fillet weld is completely fused between 
individual runs. 
 

Visual 
Assessment of 
Fillet Weld 2 
Break Test 

5 Porosity and inclusions of the fractured fillet weld 
 

The fractured fillet weld is free from porosity and 
inclusion. 
A defect greater than 2.5mm = zero marks 
One defect 2.5 mm or less = 0.70 mark. Two 
defects 2.5 mm or less = 0.40 mark. 3 or more 
defects 2.5 mm or less = 0 mark 
Zero mark if hold point on root pass stop/start has 
not been witnessed. 
Disregard first and last 20mm 
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Non-Destructive 
(X-Ray) Test – 
Pipe Coupon 

2  ISO 5817 - Quality level of imperfections - Class D? 
Mark 2.00 

6  ISO 5817 - Quality level of imperfections - Class C? 
Mark 4.00 

4  ISO 5817 - Quality level of imperfections - Class B? 
Mark 6.00 

7  ISO 5817 - Quality level of imperfections - Class A? 
Mark 7.00 

Non-Destructive 
(X-Ray) Test – 
10mm Plate 
Coupon 

2  ISO 5817 - Quality level of imperfections - Class D? 
Mark 2.00 

6  ISO 5817 - Quality level of imperfections - Class C? 
Mark 4.00 
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4  ISO 5817 - Quality level of imperfections - Class B? 
Mark 6.00 

7  ISO 5817 - Quality level of imperfections - Class A? 
Mark 7.00 

Non-Destructive 
(X-Ray) Test – 
16mm Plate 
Coupon 

2  ISO 5817 - Quality level of imperfections - Class D? 
Mark 2.00 

6  ISO 5817 - Quality level of imperfections - Class C? 
Mark 4.00 

4  ISO 5817 - Quality level of imperfections - Class B? 
Mark 6.00 

7  ISO 5817 - Quality level of imperfections - Class A? 
Mark 7.00 
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Module two 

• The total mark over the module two is 37.8. 
• Measurement marking in TOTAL is 90.74% of the overall score. 

Aspect WSOS section as per 
TD 

Question Descriptor 

Pressure Vessel 4 Stray Arc Strikes and stray grinding 

 
 
 
 
 
 
 
 
 

General - Vessel is free from stray arc strikes? 

One defect = 1.0 marks, 2 defects = 0.6 marks, 3 
or more defects= 0 mark. 

1 visible arc strike = 1 defect.  

Do not assess underside of base plate. 

Project shall be free from stray grinding for the 
intent to remove arc strikes. 
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Pressure Vessel 2 Linear Misalignment (high/ low) 

 

General - Joints are free from linear 
misalignment? 

Allow 1mm maximum 

Pressure Vessel 4 Weld starts and craters   

 

 

Fillet Joints - All stop/restarts smooth on the 
capping layer of the fillet joints? 
Allow 1.5 mm variation between stop/start 



 
  
 

 

 

 
WSC20224_Standards_and_Assessment_Guide_Welding 

Version: 1.0 
Date: 02.08.24 27 of 62 

 

 

 

 

Pressure Vessel 4 Overlap (Over roll) 
 

 

 

 

 

 

 

 

 Fillet joint weld metal completely fused into parent 
material and between individual runs. 

No overlap/cold lap 

Each continuous overlap/cold lap = 1 defect 

One defect = 0.7 marks, 2 defects = 0.4 marks, 3 
or more defects = 0 mark 

 

Pressure Vessel 3 Surface or internal Porosity and Gas Pores or 
Visual Inclusions 

 
 
 
 
 
 
 
 
 
 
 

 Fillet joints completely free from surface porosity 
or inclusions. 

One defect = 0.7 marks, 2 defects = 0.4 marks, 3 
or more defects = 0 mark 

1 visible pore or inclusion = 1 defect 



 
  
 

 

 

 
WSC20224_Standards_and_Assessment_Guide_Welding 

Version: 1.0 
Date: 02.08.24 28 of 62 

 

 

 

 

Pressure Vessel 2 Undercut 
 

  
 
 
 
 
 
 
 
 
 

Fillet joints free from undercut. 

Disregard depth of 0.5mm or less. 

Pressure Vessel 1 Fillet Weld Sizes 
 

 

Fillet Joint weld sizes in accordance with the 
specifications and drawings. 
(-0 / +2 mm). One defect = 1.5 marks, 2 defects 
=1.0 marks, 3 defects = 0.5 mark, 4 defects = 0 
mark 
Less than or equal to 25mmL = 1 defect 
(accumulative)  
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Pressure Vessel 4 Excessive Width variation of 
Butt Weld Face 
 

 
 
 
 
 
 
 
 
 
 
 
 

Butt Joint weld widths uniform and regular? 
Allow 2 mm variation in width.  
One weld outside variation = 0.75 marks, two 
welds = 0.5 marks, 3 or more = 0 marks. 
(Measure narrowest portion vs. widest portion) 

Pressure Vessel 4 Weld starts and craters   
 

 

 
 
 

 
 

Butt Joints - All stop/restarts are smooth on the 
capping layer of the butt welds? 

Allow 1.5 mm variation between stop/start 
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Pressure Vessel 5 Overlap (Over roll) 

 
 

 
 
 
 
 
 
 

 

Butt Joint weld metal completely fused into parent 
material and between individual runs? 

Each continuous overlap/cold lap = 1 defect. 

One defect = 0.6 marks, 2 defects = 0.4 marks, 3 
or more defects = 0 mark 

Pressure Vessel 4 Surface or internal Porosity and Gas Pores or 
Visual Inclusions  
 

 

Butt Joint weld metal completely free from 
inclusions or surface porosity? 

One defect = 0.7 marks, 2 defects = 0.4 marks, 3 
or more defects = 0 mark 

1 visible pore or inclusion = 1 defect 
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Pressure Vessel 4 undercut 
 
 
 
 

  
 
 
 
 
 
 
 
 
 
 
 
 

 
 
 
 

Butt Joints free from undercut. 

Disregard depth of 0.5mm or less 

 

 

 

 

 

Pressure Vessel 7 Incompletely filled groove 

 
 

Butt Joint weld joint grooves completely filled? 
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Pressure Vessel 4 Excessive Face Reinforcement (height) 
 

 

Butt weld joints free from excessive face 
reinforcement? 

Greater than 2.5 mm. 

Pressure Vessel 4 Excessive Width variation of corner Weld Face Corner weld bead widths uniform and regular. 
Allow 2 mm variation in width 
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Pressure Vessel 5 Weld starts and craters 

 
 
 
 

Corner Joints - All stop/restarts smooth on the 
capping layer of the corner joints? 

Allow 1.5 mm variation in height between 
stop/start 
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Pressure Vessel 4 Overlap (Over roll) 

 

Corner Joint weld metal completely fused into 
parent material and between individual runs? 
No overlap/cold lap 
Each continuous overlap/cold lap = 1 defect 
One defect = 0.6 marks, 2 defects = 0.4 marks, 3 
or more defects = 0 mark 
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Pressure Vessel 4 Surface or internal Porosity and Gas Pores or 
Visual Inclusions 

 
 

 

 

 

 

Corner Joint weld metal completely free from 
surface porosity or inclusions. 

One defect = 0.7 marks, 2 defects = 0.4 marks, 3 
or more defects = 0mark 

-1 visible pore or inclusion = 1 defect 

Pressure Vessel 5 undercut 
 

 
 
 

 

 

 

 

Corner welded joints free from undercut. 

Disregard depth of 0.5mm or less 

Pressure Vessel 1 
 
 
 
 
 

pressure test Vessel presented for pressure test 1mark 
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7 No leaks observed at 10 Bar 2mark 

No leaks observed at 20 Bar 2mark 

No leaks observed at 30 Bar 2mark 

No leaks observed at 40 Bar 2mark 

No leaks observed at 50 Bar 2mark 

No leaks observed at 55 Bar 2mark 

No leaks observed at 60 Bar 2mark 
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Module three 

• The total mark over the module three is 10. 
• Measurement marking in TOTAL is 90% of the overall score. 

Aspect WSOS section as per 
TD 

Question Descriptor 

Aluminium Structure 6 Stray Arc Strikes and stray grinding 
 

 

 

 

 

 

 

 

 

 

Project is free from stray arc strike 
One defect = 0.6 marks, 2 defects = 0.4 marks, 3 or 
more defects = 0 mark 
1 visible arc strike = 1 defect. 
 Do not assess underside of base plate 
Projects shall be free from stray grinding for the intent to 
remove arc strikes. 
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Aluminium Structure 6 Excessive Width variation of 
Butt Weld Face 

 

Butt weld bead widths uniform and regular? 
Allow 1.5 mm variation in width. Each weld outside the 
variation = 1 defect 
One defect = 0.6 marks, 2 defects = 0.4 marks, 3 or 
more defects = 0 mark 

Aluminium Structure 6 Excessive Face Reinforcement (height) 
  
 
  
 

 

 

 

 

Butt weld joints free from excessive face reinforcement? 

Greater than 1.5 mm. Each weld outside the variation = 
1 defect 

One defect = 0.6 marks, 2 defects = 0.4 marks, 3 or 
more defects= 0 mark 
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Aluminium Structure 3  Surface porosity and gas pores or Visual 
inclusions   

 

 

Weld metal is completely free from surface porosity or 
inclusions. 

- 1 visible pore = 1 defect 

One defect = 0.6 marks, 2 defects = 0.4 marks, 3 or 
more defects = 0 mark 

  

Aluminium Structure 6 undercut 
 

 

Welded joints are free from undercut? 
Disregard depth of 0.5mm or less 

Aluminium Structure 2 Linear Misalignment (high/ low) 

 

Joints are free from linear misalignment 
Allow 1mm variation 
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Aluminium Structure 6 Fillet Weld Sizes 

 

 

 Fillet weld leg lengths are in accordance with the 
specifications. 

(-0 /+2.0 mm). Each weld outside the variation = 1 
defect 

One defect = 0.6 marks, 2 defects = 0.4 marks, 3 or 
more defects = 0 mark 

Aluminium Structure 6 burn through All fillet welds free from burn through. 
less than or equal to 10mmL = 1 defect (accumulative) 
One defect = 0.4 marks, 2 defects = 0.2 marks, 3 or 
more defects = 0 mark 
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Aluminium Structure 6 Completely welded 
  
  
 
 
 
 
 
 
 
 
 

Weld joints are completely welded. 

Fully formed bead may not terminate greater than or 
equal to 3mm from end of plate 

Aluminium Structure 3 penetration/root fusion All butt and corner joints display penetration/root 
fusion? 

100% = 2.0 marks, >or=90% = 1.5 marks, >or=75% = 
1.0 marks, 

>or=50% = 0.4 marks, <50% = 0 marks 
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WSC20224_Standards_and_Assessment_Guide_Welding 

Version: 1.0 
Date: 02.08.24 43 of 62 

 

 

 

 

Aluminium Structure 6 Excessive Penetration 

 

Welded joints are free from excessive penetration? 

Zero mark if the total amount of penetration is less than 
75 %. 

Greater than 3 mm. Each weld outside the variation = 1 
defect 

One defect = 0.6 marks, 2 defects = 0.3 marks, 3 or 
more defects = 0 mark 
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Module four 

• The total mark over the module four is 10. 
• Measurement marking in TOTAL is 90% of the overall score. 

Aspect WSOS section as per 
TD 

Question Descriptor 

Stainless Steel Structure 6 Stray Arc Strikes and stray grinding 
 

 

Project is free from stray arc strikes. 
One defect = 0.5 marks, 2 defects = 0.3 marks, 3 
or more defects = 0 mark 
1 visible arc strike = 1 defect. Do not assess 
underside of base plate 
Projects shall be free from stray grinding for the 
intent to remove arc strikes. 

Stainless Steel Structure 6 Excessive Width variation of 
Butt Weld Face 
 

 

Butt weld bead widths are uniform and regular. 
(Measure narrowest portion vs. widest portion) 

Allow 1.0 mm variation. Each weld outside the 
variation = 1 defect 

One defect = 0.6 marks, 2 defects = 0.4 marks, 3 
or more defects = 0 mark 
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Stainless Steel Structure 3 Surface porosity and gas pores or Visual inclusions 
 

 

Weld metal is completely free from surface porosity 
or inclusions. 

1 visible pore/inclusion = 1 defect 

One defect = 0.3 marks, 2 defects = 0.2 marks, 3 
or more defects = 0 mark 

Stainless Steel Structure 2 Undercut 
 
 

 
 
 

Welded joints are free from undercut? 

Disregard depth of 0.5mm or less 
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Stainless Steel Structure 6 Excessive face reinforcement(height) 

 

Butt weld joint is free from excessive face 
reinforcement. 

Greater than 1.5 mm. Each weld outside the 
variation = 1 defect 

One defect = 0.5 marks, 2 defects = 0.3 marks, 3 
or more defects = 0 mark 

Stainless Steel Structure 6 Fillet Weld Sizes 

 

Fillet weld leg lengths are in accordance with the 
specifications. 

(-0 /+1.0 mm). Each weld outside the variation = 1 
defect 

One defect = 0.6 marks, 2 defects = 0.4 marks, 3 
or more defects = 0 mark 

Stainless Steel Structure 6 burn through 

 

All fillet welds are free from burn through. 

less than or equal to 10mmL = 1 defect 
(accumulative) 

One defect = 0.4 marks, 2 defects = 0.2 marks, 3 
or more defects = 0 mark 
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Stainless Steel Structure 6 Completely welded 

 

 

 

Weld joint is completely welded.  

Fully formed bead may not terminate greater than 
or equal to 2mm from end of plate 

Stainless Steel Structure 2 Linear Misalignment 
   
 
 
 
 
 
 
 
 
 
 
 

Joints are free from linear misalignment 

Allow 1 mm variation 
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Stainless Steel Structure 3 
 

penetration/root fusion 
 

 

All butt and corner joints display penetration/root 
fusion? 

100% = 2.0 marks, >or=90% = 1.5 marks, 
>or=75% = 1.0 marks, 

>or=50% = 0.4 marks, <50% = 0 marks 

 

 

Stainless Steel Structure 6 Excessive Penetration 
 

 
 

Welded joints are free from excessive penetration? 
Zero mark if the total amount of penetration is less 
than 75% 
Greater than 2.5 mm. Each weld outside the 
variation = 1 defect 
One defect = 0.5 marks, 2 defects = 0.3 marks, 3 
or more defects = 0 mark 
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Stainless Steel Structure 3 contamination (oxidation/sugaring) 
 

 
 
 
 
 
 
 
 

 
 

The root penetration is free from contamination 
(oxidation/sugaring) 

Zero mark if the total amount of penetration is less 
than 75% 

Each weld with contamination = 1 defect 

One defect = 0.5 marks, 2 defects = 0.3 marks, 3 
or more defects = 0 mark 

 

 

 

 

 

 

 

 

 

 

Judgement 
Judgement is used to assess the quality of performance about which there may be small differences of view when applying the external benchmarks. 
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The resources section in the table below is for all kind of resources: a link to a YouTube video or a website, a picture, a reference to a book, etc. It needs to be as detailed 
as possible. 

Generic rules: 

The assessment group comprise three Expert + one Expert. It is forbidden for Experts to assess their own compatriot Competitor. 

The deviation of the three Experts may not exceed ONE mark: As long as the three Experts judge within 1 mark, the result can be determined for entering into CIS. If 
Experts have a larger deviation than 1, there must be brief discussion referenced to the descriptors, and a new vote. 

• The total mark over the four modules is 5.5. 
• Judgemental marking in TOTAL is 5.5% of the overall marks.  
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Aspect – Tie-ins at corners are smooth and continuous? 

WSOS 
section as 
per TD 

Points Descriptor  Resource 

1 
  

0 Unacceptable or not presented - Welds do not meet together. 

 

1 acceptable - Welds meet together 
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2 Welds maintain width 

 

3  Welds maintain width and height 
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Aspect - General - Surface slag, spatter and smoke have been removed from 99% of the joints and surrounding area? 

WSOS 
section as 
per TD 

Points Descriptor  Resource 

7 
  

0 Unacceptable or not presented - Slag, spatter and smoke has 
not been removed. 
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1 
Acceptable - Most slag, spatter and smoke has been removed. 

 

 

 

 

 

 

 

 

 

2 Slag, spatter and smoke has been removed. 

 

 

 

 

 

 

 

 

3 

Vessel completely free of any slag, spatter, smoke, and wire 
brushed. 
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Aspect - Pressure Vessel - Corner welds exhibit a full radius contour. 

WSOS section as 
per TD 

Points Descriptor  Resource 
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5 
  

0 Unacceptable or not presented - Joint not filled or with flat profile.  

 

 

 

 

 

 

1 Acceptable - Radius profile with flat areas and/or excess weld at toes.  
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2 Radius profile with slight flatness in some areas. 

 

3 Full radius profile equal to plate thickness. 
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Aspect - Aluminium - Corner welds exhibit a full radius contour. 

WSOS section as 
per TD 

Points Descriptor  Resource 

6 0 Unacceptable or not presented - Joint not filled or with flat profile. 

 

1 Acceptable - Radius profile with flat areas and/or excess weld at toes. 

 



 
  
 

 

 

 
WSC20224_Standards_and_Assessment_Guide_Welding 

Version: 1.0 
Date: 02.08.24 59 of 62 

 

 

 

 

2  Radius profile with slight flatness in some areas. 

 
 

3 Is excellent - Full radius profile equal to plate thickness. 

 
 

 

Aspect - Stainless Steel - Corner welds exhibit a full radius contour? 

WSOS section as 
per TD 

Points Descriptor  Resource 
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6 0 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Unacceptable or not presented - Joint not filled or with flat profile. 

 

 

 

 

 

 

 

 

 

 

 

 

 
 
 

1 Acceptable - Radius profile with flat areas and/or excess weld at toes. 
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2  - Radius profile with slight flatness in some areas. 

 

3 Is excellent - Full radius profile equal to plate thickness. 
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