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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 procedure for purging (stainless steel) lines with
argon while performing welds.

2 Scope

2.1 This procedure applies to all stainless steel piping.

3 Responsibility

3.1 The Therma field foremen shall manage the welders and verify
compliance with this procedure.

3.2 The GTAW certified welder is responsible for the following procedures.

4 Reference

4.1 ARC Manual General Guidelines for Fusion Welding, November 1, 1985.

5 Purging Procedures

Note: The intent of this procedure is to ensure proper shield purge for GTAW and to
minimize interior discoloration of the weld heat affected zone (HAZ).

5.1 Connect a certified dewar to the manifold assembly, used for supplying
purge gas including flow regulator.

5.1.1 If the manifold assembly is supplying more than one weld station,
ensure that each weld station has a flow indicator before
continuing.

5.2 Connect the purge supply to one end of the fabrication spool.

5.2.1 Ensure that each purge line has a 0.2 micron in-line filter at the
point of connection.

5.2.2 Use 1/4”Food Grade Polyethylene tubing and compression
fittings.








