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NOTES:

OPEN END OF STAT POCKETS MUST REMAIN CLEAR TO FULL INTERNAL DIAMETER (SEE DETAIL A).1.

WELD BEAD THICKNESS TO BE BETWEEN 1.5 - 2.5 mm (SEE DETAIL A).2.

WELDS MUST NOT PENETRATE THICKNESS OF ELEMENT SHEATH.3.

WELDS MUST BE CLEANED ON THIS SIDE TO REMOVE VISIBLE SIGNS OF WELD OXIDE.4.

WELDS MUST WITHSTAND PRESSURE TEST TO 5.7 BAR OR VACUUM TEST TO 0.95 BAR,5.
      AND DYE PENETRATE TEST.

ELEMENT BEADS TO BE SEALED IN PLACE WITH 3M DP190.6.

ITEM NO. PART NUMBER DESCRIPTION QTY.
1 061340 ELEMENT PLATE 1
2 12255160 ELEMENT BENT 3kW TIG 1
3 060957 STAT POCKET 2
4 080105 ELEMENT BEAD 2
5 100176 TAG FEMALE WELD ON 2
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