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Rhi nel ander Papers is a paper mll that makes wax coated
paper used in candy w appers. The plant has been in
Rhi nel ander for many years, but Wausau/ Mbsi nee Papers
purchased it from another conpany in 1993. Like nany new
conpani es, \Wausau/ Mosi nee Papers brought in new managenent and
new ways of doing things. This has caused some confusion and
lack of trust fromthe enpl oyees regardi ng managenent. This
new job classification called ' Mectech' is one of the changes
t hat has caused sonme wel ders to not trust managenent. They
feel managenent is stepping on their turf by training other

trade enpl oyees to do their work. This has al so caused hard

feelings between the wel ders and other trade enpl oyees in the
plant. The main reason the new cl assification was created was
to reduce the down time caused by waiting for welders to do
smal | wel ding jobs other trade enpl oyees could do thensel ves
with proper training. The Human Resource Manager (HRM at
VWausau/ Mosi nee Papers called Nicolet Area Technical College
(NATC) to set up a weld training program A contract will be
witten to do a two day needs assessment. Fromthe needs
assessment, training requirenments, numbers of students, and

costs will be detern ned.



After the informati on has been compiled and all the
guesti ons have been answered, a nmeeting will be scheduled with
the HRM at \Wausau/ Mosi nee Papers to get his approval or nake
nodi fications as needed. After we agree on the project
proposal, a new contract will be agreed upon between
Wausau/ Mosi nee Papers and NATC. At that tinme, a course wll

be devel oped based on the needs identified fromthe needs

assessnent .
i
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Chapter |
Research Probl em and Objectives

Ameri can busi nesses face increasing foreign conpetition
fromthe Pacific Rimand an unified European economc
conmunity with declining rates of productivity growh, eroding
public confidence in product or service quality, advancing
technol ogy and shifting social attitudes about work and
organi zation loyalty. Many nmanagers are eager to take
what ever steps they can to neet these chall enges (Rothwel
and Kazanas 1992).

Rhi nel ander is a snmall comunity in northern Wsconsin
that has attracted nmany new busi nesses over the last ten
years. Its main industries for nany decades were tourism and
| oggi ng. The Rhinel ander Paper MI| was the |argest enployer
for many years. They had a good product and | oyal custoners,
but the cost to produce the paper was increasing.

The managers and enpl oyees were reluctant to make changes
to inprove productivity and started to | ose many of the | oya
custonmers. They could not recover fast enough and had to sel
t o Wausau/ Mosi nee Papers. The new nanagers believe in the
wor k of Demm ng, Peters, Swanson, Kazanas, Rothwell, and
others. They believe in a systematic approach to change;
quality training is the key to staying conpetitive.

This paper will focus on a partnership between

VWausau/ Mosi nee Papers and Nicol et Area Technical College
(NATC) wel di ng departnment to inmprove productivity and cost

ef fecti veness.

Statenent of the Probl em




A new job classification created at \Wausau/ Mosi nee Papers
Cor poration in Rhinelander, Wsconsin allows the electricians,
machi nists, mllwights, pipe fitters, and sheet netal workers
to do non-critical welding in their fields of expertise
wi t hout having a certified welder do a sinple welding job
The problemis to develop a weld training programthat
addresses the needs of the enployees with little or no
training in welding and take themto a |l evel of welding skil
t hat produces good wel ds using various wel ding and cutting

processes.

Research (bj ecti ves

The objectives for this study are:
1. To identify what wel ding processes are used by
the various trade enpl oyees.
2. To identify the level of inportance enpl oyees
pl ace on welding skills they need to performtheir job
3. To deliver training that neets the needs of the

enpl oyee and enpl oyer.

4. To devel op a partnership between Wausau/ Mosi nee

Papers and NATC for future training needs.

Need For The St udy

Wausau/ Mosi nee Papers Corporation |ike many conpani es
across the country are investing nore tine and noney into the
training of their enployees. Wusau/ Mdsinee Papers conm tnent
to i nproving enployee skills and reducing the down tine of
paper nmachines created a new job classification at the mll.

The ' Mectech' classification allows the electricians,



machi nists, mllwights, pipe fitters, and sheet netal

workers, to do non-critical welding in their area of
expertise/trade without having to call a welder in to do a
simple welding job. For exanple: this new job classification
woul d allow a pipe fitter to weld a bracket on an existing
frame or structure to locate a pipe. Another exanple would be
a sheet metal worker nmakes some exhaust duct work and a
bracket needs to be welded to it for installation. Prior to
the new classification, the pipe fitters and other trade

enpl oyees woul d have to wait for a welder to performthe job.
Because of the limted number of welders and job requirements
they have, this wait could take hours. |If the job needed to
be done on a weekend or holiday, the welder on call duty would

have to come in to nake the welds. The union contract

requires the conpany to pay a mninumof five hours for cal
time. Many of the jobs the welders do for other trade

enpl oyees takes 15-20 mnutes. This costs the conpany a | ot
of time and nobney. An agreenent was made between | abor and
management to adapt the Mectech classification and require a
m ni mum of 100 hours of weld training to qualify for the new
classification. A job posting was put on the bulletin board
and six enpl oyees signed up for the training.

Wausau/ Mosi nee Papers feel this new classification and
training will reduce the down tine due to welding rel ated
probl ems by 5% over the next year. The Human Resource Manager
(HRM at Wausau/ Mosi nee Papers contacted NATC Wl di ng
Department to set up a weld training programbased on their
needs.

This researcher is currently enployed by NATC as the

wel ding instructor. The role of the welding instructor at



NATC is to deliver weld training to students enrolled in the
one year wel ding diploma program and hel p | ocal enployers with
weld training needs. It will be the responsibility of this
researcher to develop and deliver a weld training programthat

addresses the needs of the conpany.

Definition of Terns

For the purpose of the study and so terns used woul d be
nore easily understood, the followi ng definitions were

4
appl i ed as defined by HRM at \Wausau/ Mosi nee Papers:

Trade enpl oyees. Enployees that have finished or are in the

process of conpleting a 4 or 5 year state apprenticeship
programin one of the follow ng areas: electrician
machinist, mllwight, pipe fitter, sheet netal worker, or
wel der.

Mectech. New classification that after training allows
enpl oyees to do non-critical welding in their trade w thout
having to call a certified welder in to do the job. This
woul d include electricians, machinists, mllwights, pipe
fitters, and sheet metal workers.

Electricians. Enployees that install wiring to all new

machi nes and repair all electrical problens at the mll.
Machi ni st. Enpl oyees that operate nmachine tools to nake or
repair gears, shafts, pulleys, sprockets, or any parts that
require close tolerance ability.

MIllwights. Enployees that set-up and naintain all the

machi nes at the mill.

Pipe fitters. Enployees that set-up and maintain all the

plunbing at the mill.

Sheet nmetal workers. Enployees that fabricate air ducts,

safety covers, or anything that requires the use of very thin

net al .



Wel ders. Enpl oyees that do wel ding on structural buildings
and pi pe that carry chenicals under pressure. These enpl oyees
must take a state certified welding test every three years to

denonstrate wel ding ability.
5

Ni col et Area Technical College (NATC). A two year community

coll ege that offers education in nany fields of study to

citizens of northern Wsconsin.

Limtation of the Study

The study will be limted to the six enpl oyees that
signed up for the Mectech classification and training. They
cone fromthe pipe fitters trade. They have been with the
conpany from?7 to 23 years and have a wi de range of experience.
The 100 hours of training may Iimt the devel opment of wel ding
skills of those enployees with no prior welding training.

O her trade areas that may be affected by the study
i nclude: electricians, machinists, mllwights, and
sheet netal workers.

The survey will be adm nistered to the six enpl oyees by
t he Wausau/ Mbsi nee Paper HRM and may not reflect al

t he needs of the enpl oyees.

Assunpti ons

The following factors will affect Wausau/ Mosi nee
Papers after the 100 hour training:

1. Enployees will use the new skills to shorten down

2. Supervisors will nmonitor the Mectech request for weld

assi stance to ensure welders are not doing non-critica

wel di ng Mectechs were trained to do. |If this is not



nonitored, it will cost the conpany nore noney because the

Mectech is paid at a higher hourly rate.

Sunmar y

The paper meking industry is very conpetitive with a high
cost of mmintenance. In order to survive in the industry
Wausau/ Mbsi nee Papers Corporation nust reduce down tine costs,

i mprove enpl oyee skills, and identify other areas of training
needs. This study will hel p Wausau/ Mbsi nee Papers Corporation

attain their goal

Chapter 11
Revi ew of Literature
The success of today's organi zation is dependent on the
skills of its enployees. Many paper mlls across the United

States have created a multi skill job classification that



requires cross training of the trade enpl oyees in various
skill processes. The training process whether it be for
wel di ng or any other occupation is defined as the systematic
acquisition of skills, rules, concepts, or attitudes that
result in inproved performance in the work environnment
(Schneier, 1994). No human enterprise can succeed without
skil I ful and know edgeabl e human resources. Thus, to ensure
its success, an organi zation nust address the training and

devel opnent needs of its enployees (Wley, 1993). The nmmjor

trai ni ng needs of Wausau/ Mosi nee Papers will be the focus of
this study which will include welding processes, safety
procedures, level of training, and how the training will be

desi gned/ del i ver ed.

Wel di ng Processes

The nunber of different welding processes has grown in
recent years. These processes differ greatly in the manner in
whi ch heat and pressure are applied and in the type of

equi prent used (Jeffus, 1999).

8
Jeffus, (1999) defined the wel ding process as:

A joining process that produces coal escence of
materials by heating themto the wel ding tenperature,
with or without the application of pressure or by the
application on pressure along, and with or w thout the
use of filler nmetal. (p. 4)

The wel di ng processes used at Wausau/ Mbsi nee Papers t hat
will be focused on in this study include

A.  SMAW - Shielded Metal Arc Wl ding
GVAW - Gas Metal Arc Wl ding
GTAW - Gas Tungsten Arc Wl ding

OFC - Oxyfuel Gas Cutting

m o O W

PAC - Plasna Arc Cutting



Shi el ded Metal Arc Wl di ng

Shi el ded netal arc welding (SMAW is sonetines referred
to as arc or stick welding. This welding process uses a flux
covered netal electrode to carry an electrical current and is
the nost widely used wel ding process because of its | ow cost,

flexibility, portability, and versatility (Jeffus, 1999)

Gas Metal Arc Wl ding

Gas netal arc welding (GVAW is sonetines referred to as
M G was devel oped and becane conmercially available in 1948.
The process uses a role of solid wire, wire feeder, inert gas,
and a power source to produce excellent welds in one third the
time of shielded netal arc welding (Jeffus, 1999).

9
Gas Tungsten Wl di ng

Gas tungsten arc welding (GTAW is sonmetines referred to
as TI G wel di ng which stands for tungsten inert gas wel di ng.
The TI G process was developed in the later 1930's and early
1940's. In this process, an arc is established between a
tungsten el ectrode and the work. The el ectrode does not nelt,
but at the point of the tungsten the arc nelts the base netal
and then wire is fed into the nolten weld pool by hand

(Jeffus, 1999).

Oxyfuel Gas Cutting

Oxyfuel gas cutting (OFC) is sonetines referred to as
oxy-acetylene cutting. This process uses a high tenperature
oxygen acetylene gas flame to preheat the netal to a kindling
tenperature. After the kindling tenperature is reached, a jet
of pure oxygen is injected into the flanme. The oxygen

oxi dizes the nmetal and the cut is nmade. Mre people use the



oxyfuel cutting process than any other cutting process

(Jeffus, 1999).

Plasma Arc Cutting

Plasma arc cutting (PAC) was developed in the md 1950's.
A plasma results when a gas is heated to a hi gh enough

tenperature to convert it into positive and negative ions,

10
neutral atoms, and negative electrons. The tenperature of a

concentrated arc is about 43,000 degrees fahrenheit which is
hot enough to rapidly nelt any netal it conmes in contact with

(Jeffus, 1999).

Saf ety Procedures

Wel ding |i ke other heavy industrial jobs, has a nunber of
potential safety hazards. These hazards need not result in
anyone being injured. Learning to work safely with these
hazards is as inportant as learning to be a skilled wel der

(Jeffus, 1999).

Level s of Training

Training will be based on the American Wl ding Society
(AW5) entry level skills standard for welders. The basic
requi renents contained in the docunent were established as a
result of individuals froma broad range of businesses, job
classifications, and industrial or education areas
participating in a national survey to identify entry |eve
wel der skills (AW QC 10-95). This information was anal yzed
by AWS and ot her subject matter experts. Mddels were designed

fromthe research that addresses the skill requirenents of



entry level welders. Refer to Appendix A - seven (7) pages.

11
Desi gn of Training

Research in the design and anal ysis of training needs
have produced many nodel s for designing effective training.
Traditionally npost nodels include five phases of training.
They include: analyze, design, develop, inplenment, and
evaluate. There may be some variation in wording and the
| evel of information analyzed in each phase of various nopdel s,
but they are a systematic way to design training. Two nopdels
used in this review include: Training for Performance Systens
(TPS) (Swanson, 1996) and Instruction Design Process (Rothwell
and Kazanas, 1992) as indexed in Appendix B - two (2) pages of
this report.

Instructional design is associated with analyzing
enpl oyee performance problenms in a systematic way, identifying
the root cause(s) of the problem considering various
solutions to address the root cause(s), and inplenmenting the
solution in ways designed to mnimze the unintended
consequences of corrective action (Rothwell and Kazanas,

1992) .

First step: Needs assessnent

This is the nost inportant step in the system In this
phase, you nust determ ne what the problemis and if training
is the appropriate solution. During this phase, goals and
obj ectives are determ ned and resources such as tine,

12
personnel, and noney are considered. Surveys and interviews

may al so be used to gather inportant information you can use



to determ ne what the needs of the conpany are. It is very
i mportant that this information is gathered from al
departments, because what you do in one departnent nay affect

ot her departnents.

Second step: Job, task, content analysis

In this step, you sort out the data and answer these
guestions. 1. What is happening? 2. Wat should be
happeni ng? 3. Wy does the problemexist? 4. Wat are the
effects of the problen? 5. |Is the problema training or non-
training issue? Wen you have answers to these questions, the
next phase will be easier to do.

Job analysis is inportant because it identifies what
peopl e do or should do and thereby provides information for
sel ecting, appraising, conpensating, training, and
di sci plining enployees (Rothwell and Kazanas, 1992).

A task analysis is an intensive exani nation of how peopl e
performwork activities. It can sonmetines involve a critique
and reexam nation of work activities as well. Task analysis
is carried out to (1) deternmi ne conponents of conpetent
performance; (2) identify activities that may be sinplified or
ot herwi se inmproved; (3) determ ne precisely what a worker nust

know, do, or feel to learn a specific work activity; (4)
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clarify conditions (equipnent and ot her resources) needed for

conpetent performance; and (5) establish nini mum expectations
(standards) for how well job incunbents shoul d perform each
task appearing in their job description(s) (Rothwell and
Kazanas, 1992).

Content anal ysis, sonetimes called subject natter

analysis, is intended (1) to identify and isolate single idea



or skill units for instruction; (2) to act as an objective
decision rule for including or excluding topics from
instruction; and (3) to provide guidance to sequence topics in

instruction (Rothwell and Kazanas, 1992).

Third step: Design

In this step, you convert information gathered into a
desired performance objective or results needed fromtraining,
to devel op perfornmance measurenents and sequence performance
obj ecti ves.

In the devel opment of performance objectives you mnust
answer these questions: 1. Wat is the purpose of this
training? There are four choices: A. Increasing know edge,
B. Changing attitudes or feelings, C Building skills, D
Conbi nati on of the above. 2. Wat kind of know edge, feeling
or skill instruction is necessary to instruct people to
performthis task or denonstrate this know edge? 3. \What

know edge do | earners need before participating in this

14
trai ni ng?

In the devel opment of performance neasurenments you mnust
answer two basic questions. 1. Wat should be neasured? 2.
How should it be nmeasured? Fromthis information, you can
devel op: tests, performance checklists, witten assignnments,
etc. to neasure |earning.

The | ast part of the design/devel opnent step is
organi zi ng the perfornmance objectives into the sequence in
which they will be taught to trainees. Learning should be
sequenced so learners will be systenmatically introduced to
work activities in ways appropriate to the performance
obj ecti ves.

In his book El evators: How To Move Training Up From The



Basement, Noonan (1994) st ated,
Don't reinvent things. Use vendor prograns when you
can and if you can't, then use outside folks to create
t he courses you need. (p. 38)
There are many organi zations to obtain materials fromwth
expertise in various areas. A list with addresses and phone

nunbers are located in Appendix C

Fourth step: |nplenentation

In this step, the materials used in training are
devel oped or nodified, course outlines are prepared, and
|l earning activities are developed. 1In the inplenentation of

trai ning programs you must answer these questions: 1. Wo

15
will deliver the training? Use pros whenever you can. The

nore tinme you spend in a classroom the |less effective you are
as a training nmanager (Noonan, 1994). 2. \What type of nedia
will be used? Exanples would be: books, conputers, filns,

vi deot apes, job aids, etc. (Rothwell and Kazanas, 1992) 3.
What constraints on time, equiprment, staff skills, and costs
af fect the planned | earning experience? 4. \What node will be
used?

There are four basic node types. 1. Mass instruction
invol ving many | earners. 2. Goup instruction involving
fewer learners. 3. |Individualized instruction involving only
one learner at a tine. 4. Direct experience involving rea
tinme learning such as informal on the job training. Wen
choosing a delivery npde, always consider constraints and

managenent / wor ker pref erences.

The fifth and | ast step: Evaluation of Instruction

In this step, you devel op an eval uation plan which wll



determ ne the quality of the training presented. There are
four levels to consider in evaluation of training prograns.

Each | evel gets harder to do, but gives you better data.

Level 1: Acceptance

Level one asks, did the students |like the course? This
is usually done with an end-of-course survey form It gives
16
limted data, but less costly if you have linited training

funds (Noonan, 1994).

Level 2: Learning

This | evel asks, what was learned in the course? Can
students do sonething now that they could not do before the
training took place? This is usually done with pre and post
tests or a post test only. This will get you higher up the
eval uation elevator, but is tied to training events and not

i mpact the organi zati on (Noonan, 1994).

Level 3: Transfer

Level three asks, are students applying what they | earned
to their jobs? This is done with foll ow up surveys of
students and supervisors or on-the-job observations. Wth
this data you are taking the evaluation out of the training
event and show ng sone inpact on the organi zati on (Noonan

1994) .

Level 4: Results

This level asks, what is the inpact of the change in

behavi or on the job for exanple: are sales up, costs down,



cycle tinme reduced, is tine saved? This is done by | ooking at

actual job performance and productivity. Wth this data, you

17
are talking dollars, bottomline, cost savings, which is the

| anguage of business (Noonan, 1994).

Concl usi on

The instructional design process nodel is the nost
i nportant tool a training nanager has in solving performance
problens. |If the nodel is applied properly, it will inprove
performance in any conpany by answering two questions: 1.
Are we doing things right? This is addressing "efficiency".
2. Are we doing the right things? This is addressing

"ef fectiveness".

Concerns Related to the Research

The information reviewed by this researcher addresses the
needs of entry level welders, but may not address all the
needs of the enpl oyees of \Wausau/ Mbsi nee Papers. For this
reason, nore research will be needed at the Wausau/ Mosi nee
Papers plant to validate or adapt the nodel listed in Appendix

A

Sunmar y

The training programfor Wausau/ Mbsi nee Papers will be
i ndi vidualized and focus on the needs of each trade person

The research reviewed in this chapter will aid this researcher

18
in the devel opment of training progranms that are effective and

may be used at other mills around the country.
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Chapter 111
Research Met hods
The purpose of this field problemstudy is to devel op
deliver, and evaluate a weld training programthat addresses
t he wel di ng needs of the Mectech el ectricians, machinists,

mllwights, pipe fitters, and sheet nmetal workers at



Wausau/ Mosi nee Papers in Rhinel ander, W sconsin.

This chapter discusses the research nethods that will be
utilized in this descriptive field problemstudy. Infornmation
on the research design, population selection, instrunmentation
procedures, limtations, and data analysis nethods are al so

descri bed and highlighted in this chapter

Research Desi gn

A descriptive research design (survey instrument) was
chosen for this field problemstudy. It was sel ected because
t he purpose of this study was to determ ne how much and what
type of weld training is required by the trades enpl oyees at

VWausau/ Mbsi nee Papers.

Popul ati on Sel ecti on

The popul ation of this study was the six volunteers of

trade enpl oyees at \Wausau/ Mosi nee Papers. This group, al

20
mal e consisted of six pipe fitters.

| nstrunent ati on

Two written surveys were devel oped. The first survey was
printed on five sheets of paper. The first sheet was a cover
| etter describing the study. The actual survey covered four
pages. Respondents were asked to identify inportant
attributes of welding used in their trade based on a four (4)
point Likert Scale (Very Inportant.... Not Inportant). The
guestions contained in the survey were designed to gain
informati on fromthe enpl oyees about what they perceived as
key elenents in welding that are essential for themto perform

their job.



Informati on gathered fromthe survey was used to devel op
a training syllabus and curriculumto be used at Nicolet Area
Techni cal College (NATC) by the researcher in the delivery of
the training. A copy of the survey is located in Appendix D -
four (4) pages.

A thank you letter was sent to all respondents with the
results of the survey. A copy of the letter is located in
Appendi x E

The second survey was devel oped to eval uate the training
program This survey was based on a five (5) point Likert
Scal e (Excellent....Poor) and included four open ended

guestions. A copy of the survey is located in Appendix F

21
Procedur es

The first survey was distributed through plant mail at
VWausau/ Mosi nee Papers by the researcher. Six surveys were
delivered to respondents on June 26, 2001. The surveys were
returned to the Hunman Resource Managenment (HRM) O fice through
pl ant mail ensuring anonymous responses. All six surveys were
returned to the researcher by June 29 due date.

One hundred hours of training were given to six enpl oyees
of Wausau/ Mosi nee Papers by this researcher at (NATC) on July
9-25. The training consisted of classroomand hands-on
wel di ng exercises that were identified in the survey.

The second training eval uation survey was hand delivered
to the trainees by the researcher at the end of the training.
It was collected by one of the trainees and returned to the

researcher in an envel ope.

Lim tations

The study is being conducted with only six trade



enpl oyees at one paper mll. VWile the results will assist
VWausau/ Mosi nee Papers in devel oping the requirenents for the
new job classification, they may not reflect all the training
needs. Due to the small nunber trained, the requirenents for
VWausau/ Mosi nee Papers may not be applicable to simlar
requirenents for the job classification at other paper nills
due to the nature of the paper industry.
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Data Anal ysi s

The data collected fromthe surveys were anal yzed usi ng
descriptive statistics which included: interview studies,
guesti onnai res, frequency counts, and percentages for al
items on the evaluation form This data was anal yzed and
val i dated by the HRM managers and enpl oyees from
Wausau/ Mosi nee Papers, and this researcher to determ ne what
training needs to focus on in this training session as well as

identify future training needs.

Deci si on Tabl e

A decision table was created to aid in identifying
trai ni ng needs based on the informati on gathered fromthe
survey. The decision to use or reject that information on
each questions was based on the follow ng table.

Level of inportance:

3.1 - 4.0 = Accept
1.51 - 3.0 = Questionable
1.0 - 1.50

Rej ect

Research Activities and Schedul e

This researcher has spent thirty years in the wel ding

i ndustry. This know edge, along with the infornation gathered



in the literature review was used to formthe basic el enents
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of the surveys.

Table 3-1

Research activity and time schedul e:
1. WWP contacts NATC with a training need June 4
2. Conduct needs assessment with HR at WW June 11-12
3. Conduct literature review June 12-15
4. Devel op survey June 15-18
5. Validate survey instrument with WWP manager June 19
6. Adm nister survey June 26-29
7. Analyze data July 1-3
8. Devel op syl labus and curricul um July 1-8
9. Deliver training July 9-25
10. Wite report June 26- August 3

Project Staff

This researcher will be the only staff menmber invol ved

and will conduct all of the above activities. The resune of

this researcher can be found in Appendix G - 2 pages.

Eval uati on

The process has been eval uated through the researcher's

ability to conplete the activities within the tine frane

described in order to neet the objectives of the study.

These

objectives are directly related to the full tine function of
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the researcher. The final report must conformto the

standards of the University of Wsconsin-Stout G aduate

School



The objectives for the study are:

1. To identify what wel ding processes are used by the
various trade enpl oyees at Wausau/ Mbsi nee Papers.

2. To identify the level of training required to perform
t he wel di ng jobs they nay encounter

3. To deliver training that nmeets the needs of the
enpl oyees and enpl oyer.

4. To develop a partnership between WWP and NATC for
future traini ng needs.

A quantitative analysis of the first survey will provide
an eval uation of the first and second objectives. A
table listing the inportance of each survey itemw |l be
presented to expl ain enpl oyee perceptions on training needs.

A quantitative anal ysis on the second survey wll provide
eval uations of the third and fourth objectives. A table
listing the satisfaction level of each survey itemw |l be
presented to expl ain enpl oyees perceptions of the training.

A quantitative analysis will also be done on the second
survey. The survey provides an opportunity for respondents to
describe 'other' issues in the conment section. The analysis
of this information will be especially helpful in meeting the
fourth objective: develop a partnership between

Wausau/ Mosi nee Papers and NATC for future training needs.
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Chapter |V
Results

VWausau/ Mbsi nee Papers Wl d Training Survey Results

Thi s eval uati on focused on the needs of the enpl oyees
with regards to skill required to performtheir job. Survey

guestions are listed along with the nean average of



respondents who marked very inportant to not inmportant on each
item See Table 4.1. Respondents answered all questions on

t he survey.

Table 4.1
Sunmary of enpl oyee responses indicating | evels of

i mportance to survey questions.
Nurmber = 6

Wausau/ Mosi nee Papers
Wel d Training Survey Results

Very Not Mean
| mport ant | nportant Average
4 3 2 1
A Saf ety
I dentify basic hygi ene 4 3 2 1 3.3
Read MsS/ DS 4 3 2 1 3.5
Locate safety equi prment 4 3 2 1 3.3
Use | ockout and tag out
procedur es 4 3 2 1 2.67
Use safe lifting techniques 4 3 2 1 3.3
Use hand tools safely 4 3 2 1 3.17
Denmonstrate good work habits 4 3 2 1 3.17
Use rigging and hand signals 4 3 2 1 1.83
Drive fork lift 4 3 2 1 2.3
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B. Identify netals and nateria
I dentify carbon steel 4 3 2 1 3.0
Identify stainless steel 4 3 2 1 3.17
Identify alum nummaterials 4 3 2 1 1.83
Identify cast iron 4 3 2 1 2.7
Identify cracks and defects 4 3 2 1 3.17
C. Oxy-acetyl ene wel di ng/ cutting
Perform safety procedures 4 3 2 1 3. 67
Prepare netal 4 3 2 1 2. 67
Weld with torch - "flat
position" 4 3 2 1 1.5
Cut nmet al 4 3 2 1 3. 67
Braze weld 4 3 2 1 1.5
Sol der wel d 4 3 2 1 1.0
Heat and bend steel 4 3 2 1 3.17
Gouge heavy st eel 4 3 2 1 1.5
D. Arc Wl di ng
Determ ne weld type and size 4 3 2 1 2.67
Prepare netal: cast iron,
stal nl ess, carbon steel
al um num cast magnesi um 4 3 2 1 3.17
Set -up wel der, rod, angle,
si ze, techniques 4 3 2 1 3.5

Weld flat and horizonta



fillet

Perform groove weld: flat
and hori zont al
Performvertical up weld
Performvertical down weld
Per f orm over head wel d
Perform pi pe 6-G wel d
Gouge heavy st eel

Pass certification exam

M G Wel di ng
Determ ne weld type and size
Prepare nmetal: cast iron,

stal nl ess, carbon steel,

al um num cast magnhesi um
Set -up wel der, rod, angle,
si ze, techniques

Weld flat and horizont al
fillet

Perform groove weld: flat
and hori zont al
Performvertical up weld
Performvertical down weld
Per f orm over head wel d

Perform pi pe 6-G wel d
Gouge heavy st eel
Pass certification exam

TI G Wl di ng
Determ ne weld type and size
Prepare nmetal: cast iron,

stai nl ess, carbon steel,

al um num cast nmagnesi um
Set -up wel der, rod, angle,
si ze, techni ques

Wl d flat and hori zont al
fillet

Perform groove weld: flat
and hori zont al
Performvertical up weld
Performvertical down weld
Per f orm over head wel d
Perform pi pe 6-G wel d
Gouge heavy st eel

Pass certification exam

Quality

Fol | ow qual ity procedures
Visually inspect weld and
pr oduct

Bend test

Use inspection tools:
fillet gauges, gap gauges,
wel d gauges, etc.

PT

Mr

VT

RT

HT

Bl uepri nt Readi ng
Read basic bl ueprints:

N AR b DM b B ArArDADMIAD b

A D

N

AR b b b

N

i

ArADDMDD

WwWww w w w w WWWWwwWwww w

wWww

ww w WWWWwwWwww w w w

WWWwWwww

NNNN N N N N NNNNNNN N

NNN

NNNNNNN N N N

N

NN

NNNNNN

RPRRRER B B R = RRRRRRRE

A

RPRRRRRRE B B R

=

e

RPRRRRE

w

NMENDNDDW W
PUORWOORE O

~

NN 0w W

NN

EERPEEDNDDO W WD
WOUIOOUTW W Ul

w

RPRRRRE

~

~

.17

67

17
67

.17

.17
.33

.83

(o]
w

w

67

83
33

33

.33



format, title bl ock, update
not es

Recogni ze |ine types

Read and interpret blueprint
synbol s

Read and interpret wel ding
synbol s

Interpret orthographic

proj ecti ons

Interpret section views and
cut aways

Sketch parts

Use shop print

Fabri cating

Use gri nder

Use bandsaws
Use shears

Use i ronworker
Use hand br ake
Use roller

Use drill press
Tack wel d

Mat h

Do |ineal neasurenment

Convert fractions to decinmls
Use hand cal cul at or

Add and subtract decimals and
fractions

Convert inches to degrees
Multiply and divide fractions
and deci nal s

Convert netric to english and
back

Comuni cat i ons

Use active listening skills
Follow a witten procedure
Fol | ow verbal instructions
Conplete and file
docunent ati on

Wite a progress report
Comnpl ete requisition forns
Make oral presentations -
smal | group

Human Rel ati ons

Interact effectively with
cust omer s

Work effectively with
supervi sor

Accept diversity in the
wor kpl ace

Actively participate in a
t eam appr oach

Accept change
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Table 4.2
Based on the infornation gathered fromthe survey, the

decision to use or reject the informati on gathered on each

qguestion will be based on the follow ng table.

Deci si on Tabl e

Level of I|nportance
3.10 - 4.00 = Accept
1.51 - 3.00 = Questionable
1.00 - 1.50

Rej ect

This survey indicated a nunmber of areas enpl oyees regard
as very inportant skills to have in performing their job. The
focus of this training is welding skills, therefore non-
wel di ng areas of training will be addressed in future
training programs. They include: quality, blueprint reading,

fabrication, math, conmuni cati on, and human rel ati ons.

Wel d Trai ni ng Needs

Enpl oyee responses to weld training survey questions
i ndicated a need for weld training in the foll owi ng areas:
oxy-acetyl ene, welding/ cutting, arc welding, MG welding, and
TIG welding. This need was identified using Decision Table

4.2
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Oxy-Acetyl ene Wel di ng/ Cutting

Four skill areas in this process were identified based on

the survey results. See Table 4.1 and the Decision Table 4.2.



They include: performsafety procedures (3.67), cut netal
(3.67), heat and bend steel (3.17), and questionabl e response

for prepare netal (2.67).

Arc Wl di ng

Al areas of arc wel ding except gouge heavy steel (1.5)

were indicated as needing training. See Table 4.1 and 4. 2.

M G Wl di ng

Al areas of M G wel di ng except gouge heavy steel (1.33)

were indicated as needing training. See Table 4.1 and 4. 2.

TI G Wl di ng

Al areas of TIG welding except perform pipe 6-G weld
(1.5) and gouge heavy steel (1.0) were indicated as needi ng

training. See Table 4.1 and 4. 2.

Summary of Trai ni ng Needs Survey

This survey identified a nunber of welding skills

enpl oyees feel are inportant for a Mectech to performtheir
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job. The skill levels in welding enployees had before

training were not addressed in this survey. The Mectech
classification requires a mninmumof 100 hours of docunented
wel d training regardl ess of skill |evel.

Results fromthe training needs survey were reviewed by
Human Resour ce Manager (HRM, supervisors, enployees, and this
researcher. After review a decision was made to focus this
trai ning on oxy-acetylene cutting and arc welding. The nmain

reason for this decision is that equipnment to performthis



wel ding and cutting is available in all areas of the plant.
O her weld training need will be addressed in future training

prograns.

Cust om zed Trai ni ng Eval uati on

This evaluation focused on the satisfaction of the
enpl oyees with regard to the training and instructor's
ability. Survey questions are listed along with the
percent age of respondents who marked excellent to poor on each
item See Table 4.3.

Respondents answered all the questions on the survey. A
zero percentage indicates the percentage of respondents who

did not mark any response to that item

32

Table 4.3
Sunmary of enpl oyee responses indicating | evel of

sati sfaction to survey questions.

Nurmber = 6
Ni col et Area Technical College
Custoni zed Training Evaluation Results
Excell ent Good Fair Poor N A

. (5) (4 (3 (2
Tr ai ni ng
1. Your overall rating of

training 33.3 66. 7 0 0
2. Useful ness of training

activities to your job 50.0 50.0 0 0
3 The content of the training 50.0 33.3 16. 7 0
4. Tinme allotted 16.7 16. 7 33.3 33.3
5 The appropri ateness of text-

book, handout materials,

audi o vi sual s 33.3 66. 7 16. 7 0 0
6. Assignnent and eval uations 16. 7 66. 7 16. 7 0 0



7. Day and tinme of training 16. 7 33.3 16. 7 33.3
8. Location of training 50.0 50.0 0 0

I nstructor or Technician
9. FEffectiveness of instructor/

techni ci an 66. 7 33.3 0 0
10. Knowl edge of instructor/

techni ci an 66.7 33.3 0 0
11. Preparedness and organi zation

of instructor/technician 16. 7 83.3 0 0
12. Instructor/technician was

easy to understand 66.7 33.3 0 0
13. Instructor was patient and

open to questions 83.3 16. 7 0 0
14. The instructor/technician

met your overall expectations 50.0 50.0 0 0
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Trai ning Satisfaction

The I evel of satisfaction the enpl oyees experienced from
the training was described in several survey questions.
Respondents reported high levels of satisfaction related to
overal |l training, useful ness, and | ocation.

Two questions that dealt with tine indicated respondents

sati sfaction was nuch lower. See figure 4.4 and 4.5.

Tine Allotted

40.0% 33.30% 33.30%

o/ |
30.0% 1" |16.70% 16.70%

20.0%

10.0% 0%

0.0%"
Excellent Good Fair Poor N/A




Figure 4.4 Enployee responses to survey item "tine
allotted" nunber 4. Responses are based on a percentage of

respondents indicating excellent, good, fair, poor, and N A
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Day and Tinme of Training

40.0% 33.30% 33.30%
30.0%1" | 16.70% 16.70%
20.0%
10.0%- 0%
0.0%-
Excellent Good Fair Poor N/A

Figure 4.5 Enployee responses to survey item "day and tine
of training" nunber 7. Responses are based on a percentage of

respondents indicating excellent, good, fair, poor, and N A

Instructor or technician satisfaction

The | evel of satisfaction the enpl oyees experienced from
the instructor was described in several survey questions.
Respondents reported high levels of satisfaction in all areas
related to instructor or technician (100%in the excellent to

good range.)

Organi zati on



One question on the survey that dealt with organization
of instructor/technician received a high percentage in the

good range.
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Pr epar edness and Organi zati on

80.0%

60.0%
40.0% 1 | 16.70%

20.0%-
0.0%-

Excellent  Good Fair Poor N/A

Figure 4.6 Enployee responses to survey item "preparedness
and organi zation of instructor/technician” nunber 11
Responses are based on a percentage of respondents indicating

excel l ent, good, fair, poor, and N A

Summary of Comments Section in Training Eval uation

The comrents section of the survey asked respondents to
(1) indicate what the strengths of training were, (2) what
aspect of the training needs inprovenment, (3) what other
training is of interest to you, and (4) addition coments.

Comments relating to the strengths of training were

"hands on | earning”, "good course for all skill levels", "able
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to work at ny own pace", and "training away fromwork (no

interruptions)".

Conments relating to i nprovenents needed included: "nore
time", and "nore advanced notice of training"
Conments relating to other training needed were: "GVAW,

"GTAW, "blueprint reading", "safety", "forklift", and "all
types of training".
No one responded to the |ast question - additiona

coments.

Summary of Chapter

The two surveys produced a great deal of information to
address the training needs and eval uation of the training, but

may be limted in scope.

Cauti on

There was only one group of enployees, pipe fitters, who
answered the surveys and received the training. For this
reason, training needs of other trade enpl oyees may not be
met. Surveys given to other trade enpl oyees and comnpari sons

made between groups would be nore reliable.
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Chapter V
Summary, Concl usions, and Reconmendati ons

At Wausau/ Mbsi nee Papers, a new job classification called

Mect ech was created to allow el ectricians, machini sts,



mllwights, pipe fitters, and sheet nmetal workers to perform
non-critical welding that would nornmally be done by certified
wel ders. Many hours of down tinme were caused by trade

enpl oyees waiting for welders to do a ten mnute job.
Wausau/ Mosi nee Papers and the | ocal union agreed to the new
classification which included a m ni mumof 100 hours of
docunented weld training. Wth this new classification and
trai ni ng, \Wausau/ Mosi nee Paper's goal is to reduce down tine
by 5% Wausau/ Mbsi nee Papers contacted N col et Area Technica
Col l ege (NATC) to performthe training based on the needs of

t he enpl oyees.

Two surveys were adm nistered to six enployees, all pipe
fitters at Wausau/ Mosi nee Papers. The first survey gathered
data on wel ding and other skills enployees need to perform
their job. The survey was based on a four point Likert Scale
ranging fromvery inportant to not inportant. The second
survey gat hered data on the effectiveness of the training.
This survey was based on a five point Likert Scal e ranging

fromexcellent to poor.
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Concl usi ons

The first objective of the study was to identify what
wel di ng processes are used by the various trade enpl oyees.
Several questions in the first survey identified three welding
and one cutting process enpl oyees needed trading in. Two were
focused on in this training program arc welding, and oxy-
acetyl ene cutting.

The second objective was to identify the |evel of
training required to performthe welding jobs they may
encounter. All questions on the survey relating to wel ding

and cutting with an average of 2.3 or higher were addressed.



The third objective was to deliver training that net the
needs of the enpl oyer and enpl oyees. The second survey
i ndi cated enpl oyers were very happy with the content and
delivery of the training, but questions related to tine
allotted and day and tinme of training received | ower
satisfaction. This will be addressed in future training
prograns. One question, preparedness and organi zation of
i nstructor caught this researcher's attention. The high | eve
of responses in the good range 83.3 indicated enpl oyees felt
this researcher could have been nore organized. This could
have been caused by this researcher doing the training and
research for this paper at the sane tine.

The fourth objective was to devel op a partnership between

Wausau/ Mosi nee Papers and NATC for future training needs.
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This first survey identified many training needs that NATC
could provide to establish a good partnership with

Wausau/ Mosi nee Papers.

Recommendat i ons

The Iimted nunber of enployees in this survey may not
reflect the needs, skill levels, and types of weld training
required for a Mectech to performtheir job. A needs survey
given to all trade enpl oyees and conpari son nade of data
gat hered woul d gi ve nore accurate information.

The hours of training and time should be addressed in
future training prograns. The welding skills identified in
the weld training survey were not able to be net by al
trai nees because of tine constraints. |f arc welding, oxy-
acetyl ene cutting, and 100 hours of training are the m nimm

requi rement for a Mectech, then the mnimumtraining tine



shoul d be increased by at |east 25 hours to allow everyone to
attain basic skill levels. These skills will be lost if not
practiced on a regular basis. Therefore, tine should be
allowed for themto practice whenever possible. Short one day
refresher classes would also help maintain and i nmprove their
skills.

Q her training needs identified in the survey should be
addressed to i nprove effectiveness of Mectechs and hel p reduce
down ti ne.
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Records need to be kept by supervisors of the nunber of
requests made by Mectechs for certified welders to ensure
they are doing the extra work they were trained in and
getting paid for. Wth this infornmation, Wausau/ Mosi nee
Papers will be able to tell if the new Mectech classification
is working to reduce down tine cost.

As Wausau/ Mbsi nee Papers continues to inprove and conpete
with other mlls, future study and trai ning may be required.
The partnership forned between Wausau Mosi nee Papers and NATC

shoul d be able to neet future needs.
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Training for Performance System (TPS)
‘Model (Swanson, 1996)

Steps
10 —% 1.1 Diagnose performance and purpose
Analyze mtervention.
—= 1.2 Document expertise

20 — — 2.1  Design training program
Desi : .

csign 4 2.2 Design and plan lessons
3.0 — 3.1  Develop training materials
Devel

evelop —p 3.2 Pilot test training program
40 —» 41 Manage training program
Implement L—p 42  Deliver training
50 —® 5.1  Evaluate training effectiveness
Evaluate ——® 52 Report training effectiveness

52



I nstruction Design Process
Model (Rothwell, Kazanas 1992)

Conduct a needs assessnent.

Assess rel evant characteristics of
Lear ners.

Anal yze characteristics of a work
setting.

Perform job, task, and content
anal ysi s.

Wite statenents of perfornance
obj ectives

Sequence performance objectives.

Specify instructional strategies.

[Desi gn instructional materi al s.

[Eval uate i nstruction.
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Appendi x C

54
The addresses and phone numbers of several organizations.

Ameri can Association for Adult and Continuing Education
1112 16th St. N.W, Suite 420
Washi ngt on, DC 20036
Phone: 202-463- 6333

Associ ation for the Devel opnent of Computer-Based |Instructional Systens
(ADCI S)

409 M Il er Hall

West ern Washi ngton University

Bel | i ngham WA



Phone: 206-676-2860

International Federation of Training and Devel opnent Associations (|1 FTDO
Institute of Managenent Educati on
7 West bourne Road
Sout hport PR 8-2HZ
Engl and

I nternational Tel econferencing Association
1299 Wbodsi de Drive
McLean, VA 22102
Phone: 703-556-6115

American Society for Training and Devel opment ( ASTD)
1640 King Street
PO Box 1443
Al exandria, VA 22313
Phone: 703-683-8100

Interactive Video Industry Association
1900 L Street, Suite 500
Washi ngt on, DC 20036
Phone: 202-872- 8845

I nternational Tape/Di sc Association
505 8th Avenue, Floor 12A
New Yor k, Ny 10018
Phone: 212-643-0620

Society for Accelerative Learning and Teaching (SALT)
Box 1216
Wl ch Station
Anmes, | A 50010
Phone: 515-292-3911

Society for Applied Learning Technol ogy (SALT)
50 Cul peper Street
VWarrenton, VA 22186
Phone: 703-347- 0555
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Ni col et Area Technical Coll ege
Lake Julia Canpus

P. O Box 518

Rhi nel ander, W 54501

Dear Sir:

Ni col et Area Technical College (NATC) and Wausau/ Mosi nee Papers (VWWP)
needs your help in developing a training program for the new Mectech
classification. You have been asked to assist us in this task because of
your expert know edge in your trade at \Wausau/ Mosi nee Papers.

Pl ease fill out the survey and return it to Vausau/ Mbsi nee Papers Human
Resource Managenent (HRM O fice by June 29, 2001. Your information will
hel p us develop a training programthat will provide you with the skills
to excel in your new job as a Mectech.

The information fromthe survey will be handled wi th confidence and your
assistance will be of considerable value to us. A copy of the results
will be sent to you.

Thank you for your tine,



Denni s Dettmering
Wel di ng I nstructor, NATC

Attention

Pl ease return to WWP HR O fice by Friday,

57

Wausau/ Mbsi nee Papers

Wel d Training Survey

Di rections:

Pl ease circle the nunber that best

descri bes how i nportant

June 29.

t he

followi ng skills or competencies are for a Mechtech to performhis/her job
at Wausau- Mbsi nee Papers. "4" is very inportant and "1" is not

Circle a nunber for each skill.

A Saf ety
Identify basic hygi ene
Read MS/ DS
Locate safety equi prment
Use | ockout and tag out procedures
Use safe lifting techni ques
Use hand tools safely
Denonstrate good work habits
Use rigging and hand signals
Drive fork lift

B. Identify metals and materials
Identify carbon steel
Identify stainless steel
Identify alum nummaterials
Identify cast iron
Identify cracks and defects

C. Oxy-acetyl ene wel di ng/ cutting
Perform saf ety procedures
Pr epare netal
Weld with torch - "flat position"
Cut et al
Braze weld
Sol der wel d

Very

| mpor t ant
4 3
4 3
4 3
4 3
4 3
4 3
4 3
4 3
4 3
4 3
4 3
4 3
4 3
4 3
4 3
4 3
4 3
4 3
4 3
4 3
4 3

i nportant.

| mport ant
2 1
2 1
2 1
2 1
2 1
2 1
2 1
2 1
2 1
2 1
2 1
2 1
2 1
2 1
2 1
2 1
2 1
2 1
2 1
2 1
2 1

Not



Heat and bend steel
Gouge heavy st eel

58

D. Arc Vel ding
Determi ne weld type and size
Prepare netal: cast iron, stainless,
carbon steel, alum num cast magnesi um
Set -up wel der, rod, angle, size,
t echni ques
Wel d flat and horizontal fillet
Perform groove weld: flat and
hori zont al
Performvertical up weld
Performvertical down weld
Perf orm over head wel d
Perform pi pe 6-G wel d
Gouge heavy steel
Pass certification exam

E. M G Wel di ng
Deternmine weld type and size
Prepare netal: cast iron, stainless,
carbon steel, alum num cast magnesi um
Set -up wel der, rod, angle, size,
t echni ques
Wl d flat and horizontal fillet
Perform groove weld: flat and
hori zont al
Performvertical up weld
Performvertical down weld
Perf orm over head wel d
Perform pi pe 6-G wel d
Gouge heavy st eel
Pass certification exam

F. TI G Wl di ng
Deternmi ne weld type and size
Prepare netal: cast iron, stainless,

carbon steel, alum num cast magnesi um
Set -up wel der, rod, angle, size,
t echni ques

Wl d flat and horizontal fillet
Perform groove weld: flat and
hori zont al

Performvertical up weld
Performvertical down weld
Perf orm over head wel d

Perform pi pe 6-G wel d

Gouge heavy st eel

Pass certification exam

59

G Quality
Fol | ow qual ity procedures
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Visual ly inspect weld and product
Bend test

Use inspection tools: fillet gauges,
gap gauges, weld gauges, etc.

PT

Mr
VT
RT
HT

Bl uepri nt Readi ng

Read basic blueprints: format, title
bl ock, update notes

Recogni ze |ine types

Read and interpret blueprint synbols
Read and interpret welding synbols
Interpret orthographic projections
Interpret section views and cutaways
Sketch parts

Use shop prints

Fabri cati ng

Use gri nder

Use bandsaws
Use shears

Use i ronworker
Use hand br ake
Use roller

Use drill press
Tack wel d

Mat h

Do |i neal neasurenent

Convert fractions to decinnls

Use hand cal cul at or

Add and subtract decimals and fractions
Convert inches to degrees

Multiply and divide fractions and

deci mal s

Convert metric to english and back

Conmuni cat i ons

Use active listening skills

Foll ow a witten procedure

Fol | ow verbal instructions

Conplete and file docunmentation

Wite a progress report

Conpl ete requisition forms

Make oral presentations - snmall group

60
Human Rel ati ons
Interact effectively with custoners
Work effectively with supervisor
Accept diversity in the workpl ace
Actively participate in a team approach
Accept change

ArhADADMDID A AR BAD AP AD AR DMDMAD ArArDADMD BDp
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Ni col et Area Technical College
Lake Julia Canpus

P. O Box 518

Rhi nel ander, W 54501

Dear Sir

Thank you for your tine in filling out the survey we sent you on June 26
2001. The infornmation gathered was very inmportant and wll help us
establish the nmpst effective training program for the Mectech
classification and Wausau/ Mosi nee Papers. A copy of the results are
enclosed with this letter. |f you have any questions or comrents, please

feel free to call ne.

Thank you,



Denni s Dettmering
Wel di ng I nstructor, NATC
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Ni col et Area Techni cal Coll ege
Custom zed Trai ning Eval uation

Name of Company or Busi ness Dat e

Name of Course

Nane of Instructor or Technician

I ndi cate your response by placing a check (x) in the category that best
descri bes the degree of satisfaction you experienced. Additional witten
coments are encouraged.

Traini ng Excel | ent (5) Good(4) Fair(3) Poor(2) N A
1. Your overall rating of training ) () () ()
2 Useful ness of training activities
to your job o () () () ()
3. The content of the training () () () ()
4. Time allotted () () () ()
5. The appropriateness of textbook
handout materials, audio visuals () () () () ()
6. Assignnents and eval uations () () () () ()
7. Day and time of training () () () ()
8. Location of training () () () ()
I nstructor or Technician
9. Effectiveness of instructor/
techni ci an () () () ()
10. Know edge of instructor/tech-
i ci an o () () () ()
11. Preparedness and organi zati on of
i nstructor/technician () () () ()
12. Instructor/technician was easy
to understand () () () ()
13. Instructor was patient and open
to questions () () () ()
14. The instructor/technician net your
overal | expectations () () () ()

15. What were the strengths of the training?

16. What aspects of the training needs inprovenent?

17. What other training is of interest to you?

18. Addi ti onal conmrent s
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WL0380 Deer Trail
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DENNI S LEE DETTMERI NG

(715) 623-0312

Deer br ook, W sconsin 54424

HI GHLI GHTS

Wel ding instructor with 10 years of experience
Desi gns and coordi nates custom zed training
W 5 year certification to teach welding, netallurgy, and

bl ueprint reading in Wsconsin Technical College System
W certification to give and eval uate wel der certification

tests

Certified in time study and J.1. T. nanufacturing application
Experienced in robotics justification and progranm ng
Certified Manufacturing Engi neer Technol ogi st



PROFESSI ONAL
SUMVARY:

EMPLOYMENT
HI STORY:

EDUCATI ON:

NATC WELDI NG | NSTRUCTOR: Responsi ble for training students enrolled
in the one year welding programthat covers all types
of wel ding including robotics, deliver instruction in rel ated

areas including blueprint reading and netall urgy, design and

deliver custom zed training to enployees in NATC district.

NTC WELDI NG | NSTRUCTOR:  Responsi bl e for training students
enrolled in the one year wel ding programthat covers all types
of wel ding including robotics, deliver instruction in rel ated

areas including blueprint reading and netall urgy, design and
deliver custom zed training to enployees in NIC district.

VWELDING Certified in all types of welding with 30 years
of wel di ng experience.

J. 1. T. MANUFACTURING Coordinated the cell concept of
manufacturing in all \Welding Departments at J.l. Case
Wausau Pl ant.

SUPERVI SI ON:  Trai ned new enpl oyees in wel ding and safety
at J.1. Case. Also trained Co-op students from U W Stout
in Process Engineering Techniques.

STANDARDS: Certified in welding tinme study using stop watch
and the MO S. T. System of Tine Study.

ROBOTI CS:  Justification of two Robotic's Welding System
and Progranmi ng of Area | RB2000 Robot .

ENG NEERING  Experienced in all types of Mnufacturing
Engi neering such as Plant Layout, Cost Estimation, Pr obl em
Sol vi ng Techni ques, and Mai nt enance.

NI COLET AREA TECHNI CAL COLLEGE (NATC) 10/ 15/94 - Present
Rhi nel ander, W 54501

NORTHCENTRAL TECHNI CAL COLLEGE ( NTC) 8/20/92 - 12/ 30/ 94
Wausau, W 54401
SCHUETTE | NC. 2/21/91 - 8/13/92
Rot hschild, W 54474
J.1. CASE, CE D VIS ON 1971 - 2/15/91
VWausau, W 54401
NORTHCENTRAL TECHNI CAL COLLEGE 1970 - 1971
VWausau, W 54401
67
UNI VERSI TY OF W SCONSIN - STOUT 1996 - Present

Menononi e, W 54751

Degree: MS. in Training and Devel opnent

Course work to conplete Master's Degree to be conferred Sunmmer
2001 upon conpl etion of thesis.

UNI VERSI TY OF W SCONSI N - STOUT 1993- 1996
Menononi e, W 54751
Degree: B.S. in Vocational Technical and Adult Education

NORTHCENTRAL TECHNI CAL COLLEGE 1988 - 1992
Wausau, W 54401

I ndustrial Engineering Technol ogy Program

"N ght School "

MAYNARD MANAGEMENT | NSTI TUTE 1983
Charlotte, N C. 28244
M O S. T. Systens Applicator

MAYNARD MANAGEMENT | NSTI TUTE 1983
Charlotte, N C. 28244
Fundanental Met hods of Engineering and Ti me Study

NORTHCENTRAL TECHNI CAL COLLECE 1971



AWARDS

PROFESSI ONAL
ORGANI ZATI ONS:

REFERENCES

Wausau, W 54401
Di pl oma: Mechanical Drafting

NORTHCENTRAL TECHNI CAL COLLEGE
VWausau, W 54401
Di pl oma: Wl di ng

Cum Laude Award - B.S. Degree
Uni versity of Wsconsin - Stout

Qut standi ng Graduate - Wl di ng
Northcentral Technical College

Soci ety of Manufacturing Engi neers

Menmber
Chai r man

Chai rman El ect
Tr easurer
Secretary

Anerican Wel ding Soci ety

Member of Wl di ng Advisory Board -
Menmber of Wl ding Advisory Board -

Fur ni shed upon request
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NATC
NTC

1970

1998

1970

1989
1992
1991
1990
1989

1988

1994
1990

Pr esent
1993
1992
1991
1990

Pr esent

Present
1992
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