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FLUORESCENT PENETRANT INSPECTION
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3.1 Pengtrant: The penetrant shell be a highly fluorescent liquid| capable of
penkirating fine discontimuities and, unless otherwise permitipd; shall be

#  made up from a water washable base, It shall also be non-toxif amd nom=corro-

3.2 Developer: The developer shall be a highly absorbent, non-fluprescent and
nonktoxic powder, either cepable of being. used dry or suspendef in water.

\ the suspension is used; the powder’shall be thoroughly ed with water
a concentration of not less than 1:1b to 5 gal and a uniform distribution

k. PREPARATION OF PARTS: Parts shall normally be fluorescent pensfrant inspected

prio to all surface treatmants such as plating, ancdizing, dichromating, peen-
rf ace defectso

videfl it is demonstrated that the treatment is of such.a nature| that defects
are phot obscured. Ifmachined surfaces are to be inspected they shall be
@ finighed with a clean cut to prevent flowing or burnishing of the surface layer
or shall bz etched-with a suitable etchant to remove flowed or purnished layers
uhich might mask defects. Parts shall not be etched indiscriminately since
stchliing itself tends to mask surface defects. All parts shall be cleaned and
3 in such a menner as to leave the surface free from grease, oil, soaps,
ellics @nd other substances which would interfere with inspedtion. Vapor de-
gres ing is sultable for this purposeo Th:.s parag)raph sha.'L'L noit be interpreted
as proh ‘ tonal A De PaRb—inspec tions—afver further pro-

cessing or after use of partso

So PROCEDURE ' aftver preparation, the parts shall immediately be subjected o th@
following operations:

5.1 Unlsss other methods of applying penetrant are permitied;, the paris shall be
immersed in the penetrant for a sufficient length of time to allow satisfac-
vory penetration into all discontinuities. The time of immersion will depend
upon the character and fineness of the defecits, the effectiveness of the pene-
tration increasing with the time of immersion.
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5.2 Parts shall be removed from the penetrant and cleaned thoroughly using a medium
which will remove penetrant from the surfaces of parts; washing in water shall

] be used when the penetrant is water washable. When other than water washable
penetrants are used, the penetrant shall be removed with a suitable cleaner.
During cleaning, the parts may be viewed under a suitable "black light" to ensure
complete removal of the penetrant from the surface of the part. Excessive clean-
ing which would remove the penetrant from defects shall be avoided,

5.3 When a wet developer is used, the developer shall be applied to the parts immedi-
ately after washing, by immersing the parts in the tank containing the water-
suspended powder or by spraying or flowing the suspension onto the parts. The
‘suspension shflIl be suitably agitated either during, or immediately priar to,
immersion of parts., Parts shall be removed from the wet developer, .and lexcess
developer shall be allowed to drain off the parts.

5.4 When a dry deyeloper or no developer is used, the above operationm shall e
omitted and the parts dried as in 5.5,
5.5 The parts sh be dried as thoroughly as possible by exposure to clean fair.
may be accomplished by evaporation at room temperature by
Placing the parts in a circulating .warm air oven or .in‘the air stream of| a hot
alr dryer. cessive drying time should be avoided to prevent evaporatibn of

5.6 When a dry deyeloper is used, the developing powder shall be dusted unif brmly
over the parts.

5.7 After sufficidnt time has been allowed to develop indications, parts shall be
examined in a|darkened enclosure under a suitable "black light",

5.8 When greater gensitivity is desired, the parts may be heated to 150-220 F before
immersion in the penetrant and/or before "black light" examination.

5.9 Interpretation of the indications revealed by fluorescent penetrant inspection
and final decision regarding disposition of the parts should be the resppnsi-
bility of only those persons qualified by experience with fluorescent pehetrant
inspection.

5.10 The parts sh 1 e cleaned following the inspection, to remove retained|penetrant
and develgpe i a

corrosion-inhibiting oil.

6. MARKING: Wherever practicable, the characterP or@(P with an F backward) shall
be marked on all parts which have satisfactorily passed the fluorescent penetrant
inspection depending on whether inspection has been made on a 100% or a sampling
basis respectively. Parts too small for letter marking may be marked with a suit-
able maroon dye if 100% inspection has been made or yellow if inspection has been
made on a sampling basis. :
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