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ABSTRACT

The United States Training and Employment Service
General Aptitude Test Battery {GATB), first published in 1947, has
been included in a continuing program of research to validate the
tests against success in many different occupations. The GATB
consists of 12 tests which measure nine aptitudes: General Learning
Ability; Verbal Aptitude; Numerical Aptitude; Spatial Aptitude; Form
Perception; Clerical Perception; Motor Coordination; Finger
Dexterity; and Manual Dexterity. The aptitude scores are standard
scores with 100 as the average for the general working population,
and a standard deviation of 20. .Occupational norms are established in
terms of minimum qualifying scores for each of the significant
aptitude measures which, when combined, predict job performance.
Cutting scores are set only for those aptitudes which aid in
predicting the performance of the job duties of the experimental
sample. . The GATB norms described are appropriate only for jobs with
content similar to that shown in the job description presented in
this report. A description of the validation sample is included.
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) F.SQSR;I__. ;7' o ) _‘ - _. -u- ‘

Summarx

The GATB wes aduinistcered to 51 workers in the Trimming Departmeat of the

Titen Metal Manufacturing Company, Bellefonte, Fennsylvanla, in June, 1950.

The purvose was to develop test norms to select entry workers vho couvld te
transferred from Job to Job as procduction bottlenecks develo.xi. A total
of 31 Machine Tool Operators (26 men snd 5 women) were select:d fiom the
original sample as the final sample on which to develop the test noris as
these were the maln skill occupations in the department wherein job trans-
fer would be chiefly effected. The eumployees; were rated by the DiViaion
and Departaent Foremen. In addition, production efficiency rntincs besed -
on work produced were obtained.” The aptitudeés found to be significant Zor
the Job were Intelligence, Aiming, and Manuq; Dexterity.

GATB Norms for Turret-Lathe 0perator '609,332 , Drill Press Operator

\gar 7872, and Punch Press Operator I :615,782. -

Table I shows the minimum acceptable acore'l for each aptitude included in
the test norms for Turret-Lathe Operator 60!4;.782.. Drill Press Operator

606,782, and Punch Pross Operator I 615 782°,

TABLE I
Minimum Acceptable Scores for B.-J.ool

Aptitude | Tests Minimum.Acceﬁtablé»ﬁptltude Scores
: . CB=l~H et PO
¢ 0B-1-I B R
| . 0B-1-J | i ;
O B N . B O
M. | . opeleM R & R
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Effectiveness of Moruas

The data in Table V indicate that 9 of tho 13 poor workers, or 63% of
them, did not achieve the minimum asccres established as cuttiny; scores
on the recomwended test norms. This shows thet 69% of the poor workers
vould not have teen hired if the recomnended test norms had boen usecd ia
the selection process. iioreover, 15 of the 19 workers who made quolify=-
in‘, test sco ..'e)s. or '[9,0. were good woerkers,
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TECHNICAL . REPORT: -

Problem.

This study was conducted to . determine thé‘Mest combinatioa o7 aptitudea

and minimum scores to bo used as norms for otgxe,&o‘ccupationa of Turret-Lathe
""" ' and Punch Pross Operator I

G. 5'782 ‘7'

Sample

The experimental sample on which the norm# were standardized consisted of
31 lachine Tool Uperators, (26 men ana 5 yomen), all of whom had 20 or
more months experience in these operations, The breakdown by occupation
is 10 Turret-Lathe Operators, Glass I, 4 Turret-Lathe Operators, Class IX,

10 Punch Press Operators or Blavikers, and, 7 Drill Press Operators,

'The main problem in the Trimming Departmept was to'develop norms which

would select individuals who could be interchanseable in the various Jobs

as this is a "j0o¥ plant and vorkers must, be able to transfer from one

macihine to another when bottlenecks develop in order to complete the Jodb

on ctime, Although small samples of all workers in the depsrtment were

secured, the final norms developed were for Mashine Tool Operators as these
were the skilled operations and comparablb production efficiency ratings

were available for these individuals. Hopt of the other Jobs are unskilled and

"individuals usually are not trained to tres.sfer 4o Machine Tool Operation in

Pealz pariods, ’

A total of 51 of the 100 employees in the Trimming Department were tested

/

.. I

at the timeé of collating preliminery data: This was tho total available
sanple «fter eliminstion of 21 workers over 45, five transfers to other
departments, and 13 others not tested dua to sickness, absence or no eX~—
perience in machine tool operation. Of the 51 tested, 7 were eliminated as
they were engaged in unskilled occupations (1 Scrap Man, 2 Truckmen, znd )
4 Picklers) end there was no basis for compsring them with Machine Tool Oper-
ators; 1 set—up Man wvas eliminated as there ‘was no available production
efficiency ratings to compare him with Macqine Tool Operators; 1 Drill Press
Operator was eliminated becausea of ‘over-arse, and 5 Lathe Operators, Class II,
1 Drill Press Operator, 2 Punch Press Operators, and 2 Grinders vere elimine—
ated due to insuffieient experience. A scaftter diagram indicated’ vorlkers
with less than one year experience with the exception of one Grinder, which
i3 the entry. job, scored below the critical production efficiency rating.
Experienca in this inexperienced €roup rangzed from 3 to 1l months. There
vas a 9 month gap between this croup and the \least experienced worker left

.in the sample. ' The scattergram indiented that 1n¢;us;on of.th;s’group would

seriously affect correlatioms for the sample, .
- . S K N N . "
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“Selection for workers in this department is based on an interview and
ceneral physical examinatich. The interview determines economic necessity
to work, desire for Job. interest, mental elertness, mechanical inclination,

" etc.. There are no axperience requiroments; educational reocuircments are

* fth srade or better; minimum height 5'4%, and weight minimum 130 1bs. Xo
‘othier selection devices are used, - : . B

. Pable II shows the me.ans, standard deviations, ranges, Pearson nroduct—

"“moment correlations with ‘the criterion, snd standard errors of correlaticn

- for age, education, and experience on the Joo, Because of the small number

" in each sample, no separato computations were made for the individual Jobs,

/

TABLE IXI

MHeans (M), Standard Deviations (0) Ranges, Poarson
Product-Moment Correlations with the Criterion (r), 'and the
Standard Errors of Correlation (op) fox.

Age, Bducation end Egperienie '
Turret-Lathe Operator&ou,782-..
—~Drill Press Operator 606,732
~ Puach Prass Operatorliels.7s2

M o | Range r Op

Age (years) .l 7.8 21;-1:5 122 .180
Favncation (years) 9.5{ 1.7 7-12 | 1113 | .151
Exparience (months) 113.0 ! 65.4( 20-211| .363 .159

The mean age of 34.4 with a standard deviation of 7.8 does not indicate
vhat age is operating as a selection factor. EHowever, workers in this
depertnent tend to be in the higher age brackets., The age Tactor is
controlled at 45 for this sample, and, therefore, age has not affected
efficiency to any great extent as indicated by the low correlation between

- age snd production efficiency ratings of .122 with a standard error of ,180,

The low correlation and slightly higher standard érror.indicate that oze
1s not affecting vhe eriterion and is not related to success on the Job.

“The mean of 9.5 on education with a standard deviatior of 1.7 and range of
7~12 does not ‘seem to indicate that education:is. serving as. a gelecticn facto:
The significant correlation with production efficiency ratings of 413 with a
stendoard error of .15l seems to indicate thet education is important to the

'Vjob_and,thatvgfmeasgra of intelligence 1s dmportant for prediciing success.
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L Remoﬁes finished pert inspects and repeats opera%ion usiné new phrt to

This high correlation is not the result of mechanical abllity as demon-
strated by success in high schocl vocational courses as the only courcos
indicated by the persons in the sample are general Or academic. Because
of the small sample, it wes not possible to hold education constant,

: ;The mean of 113.0 months for experience and stondard deviation of 65.4 indicate

a high degree of experience for most workers on the Jjob. Thae correlation of
.363 with a standard error of .159 indicates either that experience is affect-
. ing production efficliency ratings, or that experience is important for success
on the job. It was not possible to hold the ezperience factor conztant be-
cause of the small size of the sample.

 Job Descriptions B TR Rt | e
: Tui‘ret-Lathe Operator (01888 I)_ 60@ ,782 Y
* . Job Summary:

. Cperates a Tuxrrat Lathe, performing’various nachining operations on _

. forgings, die casstings, and stock of trass and bronze moetals; cuts, threads,
forms, shapes, drills, reams, etc., these metals to specifications provided
by blueprints from the Engineering Depariment. Set-up on machines malte oper=
tions relatively- simple for lathe hand; machine is fitted with stops, :
machine feed, semi-autonmatic tools. ete., requiring a minimum of Judgnent

by the opeorator. VWork veries in exactness of tolerance frog .002“ to
L1008, (G, W, S A, T, M) .

Wbrk }crfarned.

‘Inserts metal forgin,a. castinge. or stock in holding fixture of chuck.
his is usually done manually using eompreased air chuck or 1ever con=
trolled chuck., (A, M) :

Sclects appropricte spindle and shifts spindle tc perform first operation,
moves cvtting tool to positvion for first cut, then adjuste machine feced ox
_performs cutting operation manually. (G, N, A, F, M) ‘

Reverses turres and/or cross slide from. working position at end o epch
 operation by turning hand wheels or moving levers. () :

. Rotates (1nﬁexee) turret and/or cross slide to present proper tools for
nexi step in operations. Garries throuhh each step until all operptions
have been performed. - (G, 1, A, F, M)

be processed._ (J P, M)

- Set«up Nan (Head) assirns Jobe according to difficultv of wvorlk perforuied.
- Expoerienced operators are- expected ‘to make miaor adjustments and sltera- .
'1tione te mpchinoe without aid from the aet-up mang when tOols become éull,,




". Perforns work on same machines as Turrot-Lrthe Operator (Classc I) but

‘l?yr:et-Lathe Operator (Clases IT) ‘sou,782

operator is expected to remove them, have them sherpencd and sot up the Job
in its origiral form. Once the job has been set up and the aperator tzkes
over, ho.is supposed:to lknow the reovirenments of the Job and produce. parte
on the“machine without Further aid. L 3

;JobiSummary:

type of work is not nearly so close or exacting, Typicnlijoba include
facing, couplings, chasing threads, threading internal diameters, drille
ing, boring,_and finishing cuts oa internal and external surfaces.

Worle Performed:

Hajor differences in this vorksr's job and that ef Operator -(Class 1)
are the type of work done (tolerances) and adjuwstments made tc machine,

- Then job is not functioning properly, operator or inspector calls it to

attention of set-up man who ‘m:dces necessary changes in machine cperation
such as altering stop distance, inereasing and. dacreesing cutting dis-
tance or diameter of form tools, reamers, etc, :

' / L _
Hakes periodic inspection of perts processed using gages provided by
Insbdection Depertment. Vork is freouentlysghockqd-by Machine Iaepoector

assigned this job by the‘Ghievanepector;

Drill Press Operator (Class II) . 606,782

Job Summéry: ‘ - !

Operates a single spindle drilling méchine which drilils holes,in(brasa»
and. bronze forgings; also finishes Hcles by reaming, countaxainking.

' counterdoring, or spot facing.

Worlc Performed:
Viipes machine with cotton waste to remove.dirf, drillings.~and*0hips;‘ L

Lifts work to drill table manually end places piece 6 bo drilled in
Jig which is frstened to drill tavle., = . S ‘

Pulls down_hpnd‘féédgiévér tc force rotating tool into work until cut RN

. hes Veen made to proper depth, Reverses hand lever to withdrav. rotatiag
- . tocls from, cut. . g S , : L D

.h. H :

At timeswork is fastaoned in jizs which érn be fwung from one arill |

- opindle to tho next and under such circumstences the operakor hondles a

twa=spindle drill rress, . R F LT P I
O Motes Drill Press Oporatsr I 1h‘ndéignnd”further‘dutgcifoijét—up_fo "  “_
RJK:”,'77“ esaist Se;-up‘uan;ih-75;150';when:needed;AWbrks‘frou;hlueprinya;f*““




Punch Fress Operatorl . 615782
~-Job Swmmarys '

Operates and eets up punch press to trim flanhing and oxcoss motel from.

. brass forgings and castings. Performs gtamping, piercing, sizing, chap-
TR o +ing, bending, and cold striking of a varicty of brass rods, strip forgings,
e casting and aatomatic parts. :

Work Perforrmad;

Sets up mechine ty selecting die manufagtured in Tool Room for specific
Job and fastens same %0 bed of press using bolts, clamps and hand wreanches,
Dies are stored by number corrssponding to Part number in Die ‘Crib, At~
tendant or QOperator selects the assenbly.

Attaches upper half of die (commcnly called cutter or p\mch) to bottonm
* "~ end of ram with contact facing downward

AdJusts ran upw?rd or downward by means of adjusting nut attached to ram _
head. Guide rins attached to lower half of blanking die a:e used to align
apper helf of die and lower half, Adjustment of rem must be made to pra=-

T, vent guide from damaging upper hal? of.die. This involves correct clearance
w) " and alignment. ‘ : ‘

Lifts box of fergeu, cast sawed paxts to work tatle. XProceeds to perform
‘the specific operation whether blanked, .plerced, sized, shaped, beat, or

cold struck, Lifting is aided by Hnnd Tr:zcker who has primaxy responsi-

bility for moving material. . _

‘_ . Ilaces. empty box under chute to catch finished parts or on work table on
: opposite side of punch press whera ":m'ts axre trimmod.

inaps together rings attached to strnpa wori o.a. wrist of each hnnd. These -
- rings are attached to safety cords which pull the hand. awa.y from die open=
ing when upper half of die is. descendin.,,

Places part to be _p'ocaased on lowar die; steps on pedal with rif,ht foot. _
This action engazss clutch which causes erank to rotate, This rotation noves
the disa assem“-ly attached to the head dowaward and forces the part throush g
the siationary die.- A blast of ‘compressed a.ir may be used- to automatica.ll;r
edeet the Ppart ;nto a chute. . . » ‘

‘ 'Helps load boxea ﬂlled with partn trimmed, eto.. 'oy lift1ng upon akid.

Iey nake minor ad.justments to machine such aa adjueting clntch olea.eace. ,:l SRR
air lines, etc, g~_ . e o I . ;

IV. i E:qpcrimental Battery

", A1l of the teata of the GA@B' “'“"h ‘h" axcepuon Of Part E wore administered';.w
i bo the saxap]e group. L TN 4 RS
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-V, Oriterion -
,The criterion used sonsists of Production Effici%ncy Ratings based on the Titan
Measured Daywork Plan. Under this plan the Production Efficiency P~ting iz the
nunber oX actval hours warked divided 4into the aumber of computed standard hours
_ of production. A standard howr of production is the number of items producad in .
, a nqrﬁal hour of production determined by time and motion stuwdy or othier statistical
4 formulac. The stendard hoirs of production for a worker for the day is determined
§ l”by_dividing the totel number of pieces by the strndard houwr rate. The efficiency
L .7 'rating vhen checked ageinst a table will indicato the smount of bonus to be paid
! during tho next period. Bonus poyments start at 85% efficiency ond progress to 12U%,
«%: At this point the worker is profitable to the company and the bonus rrte increases.

Supervisory ratin~s were also secured. They consisted of a combined rating by the
Division Foremsn snd the Department YForeman. These ratings wore not used as they
ineluded the non-production workers snd the lesser experienced worlkers who were
climinoted Irom the final sample. No effart was mede to secure a rerating of those
in the final sample as it was believaed that the final efficiency ratings received
-wonld serve as an adequate criterion and also beceuse it was believed that .the

- two Foremen were too far removed from the actual operations. = Tho Trimming De-

v DPardment Foreman suvervises almost a hundred workera snd the Division Foreman

has additional deprritments under hin.

- The criterion used for the study was the efficiency ratings for the period Ausust -
hrougsh November 1950. A few persons .ineiuded in the sample did not have efficiency
Lo *atings Tor this period due to promotions, transfers, or illness and their ratings
- were computed from the latest efficiency rating aveilable. The gut-—off point be-
tween superior and satisfactory workers was sot at 125% efficiency. It is at
this point that the company pays sn additional bonus rate. To establish norms for
" predicting success it 1s necessery to use this cut=of? point for superior workers;
P 1% 1s necessary to nse the combined sample of the various Jobs to determine the
i 7 overall occupetional aptitude pattern.

. Yo production records are available showing the efficiency of workers on the vericus
types of machines which they may have operated., In fact diring the period August= .
November, all workers worked only on their own machines. The relative values of
difierent kinds of shop work have been carefully compared and established, This R
means & Drill Press Operator with a production efficiency of 125 has the same v
.relative position in his group as a Lathe Operator with the same producticn has - :
-in his yroup, It does not mean that the Drill Fress Operator will have the

. same efficiency if put on-lathe work.

. VI, Statisticsl snd Qualitative Analysis

A ':.Tabie III éhowsﬁthe,méans, sténdardvdefiations. ?eéiséﬁfprb&ﬁét-mohent correla- B
t .. tioas with ‘the-criterion, and the stsndard errors of correlation for the aptitudes
' of the GATB, "Table IV.shsws the means, standard deviations, standerdized menns,

standardized standard deviations, Pearson productemoment correlations with tho

. oriterion, and standsrd errors of correlation for the tests of the CGATB,

' Dhe ﬁeéns'and'stbndg&d‘déiiétioné.of thaséﬁtiﬁﬁdégiaﬁd stendardizéd means end = -

- . standard deviations of the tests are compsrable to ‘general population norms
s with a mean of 100 and a stand T D

ard deviation of 20, . . .
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L TABLE III y
. Means (11), Standard‘Dvevirtions (o), Penfson Product=-
' Moment Correlations with the Criterion (r), end Stonésrd Errors of
correlation (op) for the Aptitudea of. tho GATB -
. f;’"; - "' Turret-Lathe. Operator ﬁo" 782 -
N : Drill Press Operator 606,782~ ' .. @&
s - Punch Press OperntorI 615,782, '
o |  Nej:
L CAptitude . f M S Oy
y G Intelligence ' - - | gg 903 |17.609 .;15g 164
S V Verbal Aptitude - | 83.677 |13.841 |.W7 | .151
, X - Numerical Aptitude - .| - 93.645 |19.865 | .318 | .164
B S Spatial Aptitude = ° | 88,452 [17.639 |.0u8 | .182
S P Form Perception. . . | - 84.032 |17.342 |.218 '.1711» o
s . Q  Clerical Perception “|  77.548 |14,836 | .171 | 177 R
S 4 Aiming - o '78.06? 19.804 {.425 | .150 e
o T Motor Speéed S T77.097 118,415 | W93, _.138 ‘ el et T
Ry ¥ Pinger Dexterity ,97.? 119,650 {.124 | .1BO o .0t
'Zg&)v _M _Manual Dexterity = | - IIQ,TO U3 2 o
C ‘I‘A.’BIIE IV o
Means (M), gtand?rd Devintions (G) Standardized _ DR
Means (1), Standardized Stendard Deviations (o), Pearson Producta_,f
‘Honeat Correlations with the Oriterion. (r), and Standard Errors
of Correlation (op) for the Tests of the GATB : :
' Turret-Lathe Operator 604 782
L ‘ " Drill Yress Operator 566, 782
o Punch Presa OperatorI 615 782
M ¢ [mio| r Op
A Tool Matehing . - | 16.968 | 4.666] 85|16 .305 | .166
B Nawe Comparison. - " .| ‘48,548 | 14.8306] 771 15).171 | “177 .
¢ E Marlings -~ 000} 370710 1 701581631 19:1.351 | 159
D Computation . - .. | '23.839| 7.076] 9% {15 | 309 | 1% |
p Tvo-Dlmeuﬁional Sxace ) c1BokBIF . 8.875]90 |22 | L0782 | .182- . |.
G Speed ... ~1116.271:118.305 | 8a'{ 181 JLuhT | L1k6
Q'Hj;THree~Di1ensiona1 Space, 13,645 |5 830 89 ;17?f.0h2_,v.182;q:
"I, Arithiietic Reason '3,8¢129’i”2;h15.=97 S20 | 2316 | L16h
‘J..Vecabulary - 130333 I OYE BRI RS A 3
X Mork Meking :59.88 9.591{ T 120 .42 « 149
LY Fora Matchinb' < P0.T10°] 7.595] 86119 | .n26 | .132
’M‘gPlhce__ﬁ -88.581 |- 7.2991101 |'17 | JLlb
N Tara 95“.8’05 10.609{ 88 {241 . 399
"0 Asser Able 20.90} ’l.Z;g 93 21 .00
F. .Dlsasse.ablev 28,871 |- 3.220110 19' .32
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From Table IIT it moy be seen that sptitudes f, NI, S, F, ond K have the high- -
est mcan scores for this sample., All the stendrrd deviations are bolow the
general population norm of 20, alithough the 4igmas of sptitudes N, A, F, end
M round to that figure. : o

§" ' . SR
The correlations with the criterion of aptitudes T snd M are significont at
g ¥he 1% level of confidence. Aptitudes V and' A correlate significantlyvith

tho criterion at the 5% level. o

%:. . -The statistical results wvere analyzed in the light of significant aptitude : o
- requirements as indicated in the job analysis. Ona the basis of all data, '
~aptitudes G, A, and M appear to have the graatest significance for this
occupztion, : . '

Aptitude Q, which has & low mean and-a low correlation with the criterion, .

does not appesr important in the Job analysis and so was eliminated from

further consideration. Aptitude V has a siinificent correlation with the

criterion, but does not appear significent in the Jjob analysis. - Therefore,
1% was also eliminated, ' » : , ' Co

are——"

‘Based on all ‘the foregoing considerations, those aptitudes which appear to.
warrant further congideration are G, N,.S, P, A, T, P, and M, :

.+ . Aptitudes G, 4, and M were aeiécted for.inclusibn in ‘the final hofma for the
.. following reasonss D T :

Aptitude G, which has a high uean and g correlation vith the criterion of .315,
- 18 an effective selection device for these jobs., It is important on the basis
~ of job analysis and discriminstes effectivelywithin the sample.
Aptitude A has a relstively low mean for this somple. The stnndard deviation -
indicsntes a bopulation only as homogeneons QS the general gopuletion. However,
the high correclation‘of )25 with a-standerd error of .150 indicates a high
degree of significance for predictings snccosp on the jot. The job analysis R
.. data indicate thst this aptitude is roquired’ for success on the job, . In analyz-
ing this aptitude, if the critical Ecore is set at the mean, it eliminates 10
of the 13 low workers and only 3 of the 18 hizh workers which iadicates that
this sptitude definifely distinguishes between poor smd good ivorkers, There
1s also an indicntion thrt the extrenely low scores of the low. efficiency
‘&roup are pulling down the mean of the sampleion thie aptitude, The mean for PR
the 18 high efficiency workers is 86.278 with a standard deviation of 14,586, . . .
vherens the ‘mean- of the low efficieney growp is 66.692 witha st nfard devia R
- tion of 20.1M3, ‘The difference betveen the méans is 19,586 wnich is signifie’ |
- cant at the 1% level. .- For tnis rearon, the 1oy eritical score set one standard -
deviation be.ow the mean may not be seélective in the hpplicant>pdpu1ation. R
A follow~-up stidy on -these selectees may‘inﬂicn#e;the‘nsed-for‘an"upwhrdﬂé&- SRR

o Justisent of the critical. eécore on thisfaptituﬁo;-/Siﬁce_the:aytituﬂejiq*vindii o
. Gated in the job analyeis dntr, has a hixh,barré}apidn'withithelcritefioh;ﬁandjlu_jf}‘,,
'discriminates_effnctivelyvwithin'the;grdup 1% ip. rocomnended Lor incluaton fn - - .
 the fiual norms to select for these iobs, R T R L M

P

e
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“.E'Table v shows'thé.rélpfionshiﬁ between test nerms cohaiatinéubfjaptituﬂes G,

: Aptifude P wiﬁh a mean of 84 andalstﬁnd#fd deviation of 17 is indicated in -

-1 -

Aptitude M, with a high mean of 96vand a strnda:d doeviation of 20, apuears to
be very importent cn the basis of job analvsis. Also aptitude M has a corre-

lation with the .ériterion of 473 with a standard error of .142.. This indicates -
“a&high degree of significance for success an the job. ' ;

a -

s-%'Aptitudes ¥, S, P, T, and F were eliminated for the following reasons:

Aptitude N, with a high mean and a correlation of .318, was found to have
some significance in the Job analysis, Fowever, it does not appear to be
as important as aptitudes G, A, and M, and the inclusion of aptitude N
decreases the predictive efficiency of these norms,

Aptitude S, with a mean score of 88 and A standnrd deviation of 18, has a
- correlation with the criterion of .0U8 and a standerd error of .182. There
is some indication of spatial perception in the Job anrlysis data, but this
- 18 mainly related to the job of Set-up Man, The number of workers in the -
set-up Job does not merit a separate measure of this aptitude. The low

correlation of ,0U8 indicates little or mo relationship with job success
for this sample, , C : : ) o }

the Job analysis, But it does not appear to be a critical aptitude. The

low correlation of .218 does not indicate much significance for success’in-f’f

~these Jobs. Inclusion of this aptitude would decrease the éfficiency of
“the final norms selected. B » : S :

- Aptitude A has a high correlation with the criterion. However, it has a _
low mean end does not appear important in the.job analysis. The inclusion.
-of aptitude T decreases the predictive esficiency of the norms. '

Aptitude F has a high'mean}scbre.' However, this aptitude is not indiczted

- strongly in the job analysis., The low carrelation of ,124 with a standard

error of .180 does not indicete a signifilcant relationship with the job.
» | e : ; * b

On the basis of all the foregoing data,‘thé aptitudes recommendéd for in-
clusion in the final norms are G, A, and . Critical scores were set one

sigma below the mean s~nd rounded to the naarest five point level, resulting . -

in minimum scores of G-70, A-60, and M-75., In order to evaluate the norms
by means of the tetrachoric correlation angdl chi-square. techniques, the

- eriterion was dichotomized at 175 as the cyitical criterion ascore, At this

© point the worker is profitable to the company and the bonus rate increases.

' The werkers in the high group have been desigmated as Ygond workers" and those i

in the  low group as “poor vorkers. M .

A, and M with critical scores of 70;_60¢’and:75;jrequctivé1y;'énd the eriterion

- with a critical score of.125 for Turret-Lathe uperater -
- Operator: ' :606,782; and PunchjrrqgglOpefator;;;9%?!782‘,

604.782°

, Drill Fress i -
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TABLE .V . S

Relationship between Test Norms Goxsiqtinv of Aptitudes G, A, and ¥ .
S wf* ~ with Critical Scores of 70, %0, and 7%, Respectively and
., .%" Oritorion with a Critical Score of 125 fox Turrot-Lethe Operotor
s - .- 60,782 ., Drill Prosa Oparator .egg gy . and ¢
g e N ?unoh Press 0porator1515 782, -

B : . a— :
'.}‘:‘::.‘.’.:I‘, . ; . ) . - 0 ry

‘Non-Qualifying |Qualifying - |poean
‘Test Scores .|Test Scores :

»

{. Good Vorkers ‘ 3 R I L 18 ; C 18

e P

?___-j. i;: | ,?é°r Workers = e 9 R 13

S | i T ' g ; - |

e A e g AT e e T e T T T T T ey

o W e 8T

.~ . The tetrachoric correlation coefficient of .75 with astandnrd error of .29,
02 and the chi square value of 6.715 which yiplds a £ value of less than .005 .- '
- indicate a high degree of probability that the -rglationship between theae
norns and the criterion is aignificant for this sample.-»

ooy, Conelusions

SRR Ry , L o : e
ERERE I T l.blon the basis of all the forevoing oonsrderationa. aptitudes G A and :
2ol e w0 M owith eritical scores of 70, 60, and 75. roepectively are recommended:f.;
Gioo L tanaoo as test norms for theee Jobs._ ”jgg__;' ) ~:-‘3y~» L .: N L

i.fIt is 1urther recommended that chedk etuﬂies be. conducted on theae
occupations to Verify thasc norma AR P AP A




