
Standard Operating Procedure

Borescoping

SOP No.

7.006

Effective: 03-08-12
DCR No.: 11003 Supersedes: 03-30-06
Revision No.: 7 Revision Date: 03-08-12

Page No.: 1 of 4

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 remote videoprobe examination of
manual and orbital/automatic gas tungsten arc welding (GTAW) and
materials (e.g. pipe / tube).

2 Scope

2.1 This procedure applies to the material requiring examination as per
project specifications.

3 Responsibility

3.1 The Quality Control Examiner (QCE) shall perform the following
procedures listed below.

4 Procedures

4.1 Obtain a borescope and video tape (VHS) recorder with a character
generator. The borescope probe should have a centering device to assist
in keeping the probe a constant distance from ID of the weld.

4.2 If works relate to pharmaceutical industries, review SOP 7.002 (Quality
Control Examination for Pharmaceutical Material) if works relate to
semiconductor industries, review SOP 7.003 (Quality Control
Examination for Semiconductor Material).

4.3 Borescoping frequency on internal surface of stainless steel tubing and
welds:

4.3.1 Initial borescoping examination will be 20% of random
examination on stainless steel (tubing) or welds within the whole
project.

4.3.2 If a defect if found from the first 20% random examination,
increase the examination frequency to 50% of the whole project.

4.3.3 If a defect is found from the 50% random examination, increase
the examination frequency to 100% of the whole project.










