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THIS DOCUMENT CONTAINS PROPRIETARY INFORMATION OF THERMA
CORPORATION. ALL INFORMATION SHALL (A) BE RETAINED IN

CONFIDENCE; (B) NOT BE REPRODUCED IN WHOLE OR IN PART; AND (C)
NOT BE USED OR INCORPORATED IN ANY PRODUCT EXCEPT UNDER
EXPRESSED WRITTEN AGREEMENT WITH THERMA CORPORATION.

1 Purpose

1.1 To establish a standard preparation procedure of piping materials for
orbital/automatic and manual gas tungsten arc welding (GTAW).

2 Scope

2.1 This procedure applies to high-purity stainless steel and tool hookup
assemblies.

3 Responsibility

3.1 Therma general foreman (GF) shall manage the welders and verify
compliance with this procedure.

3.2 The welders who have been certified under SOP 7.009 (GTAW Welder
Performance Qualification) shall be responsible for performing
procedures listed below.

4 Procedures

4.1 Prepare materials in an area protected against airborne contamination.

4.2 Select materials for use from the “Approved Material”storage area.
Verify the materials have been approved by the Quality Control Examiner
(QCE) using procedures described in SOP 7.002 (Quality Control
Examination for Pharmaceutical Material). General Note: Welder shall
use latex or lint free cotton gloves when handling approved material.

4.2.1 Cut the required tubing by using a cutter dedicated to stainless
steel tubing.

4.2.2 Label the tubing heat number on the piece which is cut from the
main tube length. Ensure that all pieces are labeled with the
original heat number.

4.2.3 Recap and return all unused tubing to the “Approved Material”
storage area.








