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4.4 This section shall not be interpreted as prohibiting additional contrast dye penetrant
inspections after further processing or after use of parts.

5. PROCEDURE: After preparation, the parts shall immediately be subjected to the
following operations:

5.1 The parts shall be immersed in the penetrant, or shall be sprayed or brushed with the
penetrant, and shall be allowed to remain immersed in the penetrant or to stand for a
sufficient length of time to allow satisfactory penetration into all discontinuities This
time shall be not less than 5 minutes. The time of immersion or standing will depend
upon the character and fineness of the discontinuities, the effectiveness of penetration
increasing with time.

5.2 TParts shdll be removed from the penetrant and cleaned thoroughly using a medium
which will remove penetrant from the surfaces of parts; washing with watef shall be
used when the penetrant is water washable. When other than water washallle penetrants
are used,| the penetrant shall be removed with a suitable cledner. Excessjve cleaning
which wollld remove the penetrant from discontinuities shall be avoided.

5.3 The partd shall be dried as thoroughly as possible. .Drying of parts may bg accom~-
plished by evaporation at room temperature or by placing the parts in a dirculating

¢  warm air|oven or in the air stream of a hot air.dfyer. Excessive drying time or tem-

perature should be avoided to prevent evaporation of the penetrant. If heaf is used for
drying palrts, parts shall be cooled to approximately 125 F (52 C) before proceeding

to the opgration of 5.4.

5.4 The developer shall be applied to the dry parts as lightly and as evenly as possible. Wet
developer shall be thoroughly mdixed by agitation immediately prior to its gpplication.
After the|developer has beemapplied, care shall be taken that no indicatior is disturbed
or obliterated in subsequent handling.

5.5 After sufficient time<has been allowed to develop indications, parts shall be examined.

5.6 Interpretation of the indications revealed by this inspection procedure and final dis-
¢  position If théparts shall be the responsibility of only qualified personnel having ex-
perience [ith contrast dye penetrant inspection. Procedure for qualification of per-
sonnel shall be acceptable to purchaser.

5.7 The parts shall be cleaned following the inspection, to remove penetrant and developer.
6. DISPOSITION:
6.1 Parts containing minor discontinuities which would not be considered detrimental to

the part under operating conditions may be approved for acceptance without remedial
operations at the discretion of authorized personnel.
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If a discontinuity should be of such nature and so located that its removal would not ad-
versely affect the serviceability of the part, although local sections might be outside
drawing limits, the correction may be made with the approval of authorized personnel
after due consideration of the stress distribution within the part and the function of the
part itself. If a discontinuity is removed, the spot shall be well blended in such a
manner as to minimize surface flow of the material. Swab etching of the blended area
before reinspection is recommended wherever practicable. Etched surface shall be
polished after reinspection.

Parts having discontinuities which are considered detrimental to strength or service-
ability shall be rejected.

MARKING:

stamping, on all parts which have satisfactorily passed thejgontrast dye penetrant in-
spection, including those parts actually inspected from ajlot accepted gn a sampling basis.

Wherever practicable, the character P shall be marked, by-etching TF impression

Partg accepted on a sampling basis but not actually inspected may be identified by the P
chargcter enclosed in. a circle.

impression stamping or etching is not appropriate because of sige, finish, or

reasdns, or by tagging; when dyeing isdsed, a blue dye shall be used dn all parts actu-
ally ihspected and an orange dye on-parts accepted on a sampling basis|but not actually

Rinsipg in dilute acid [during preparation of parts should be avoided or,| if used, excess
acid on parts shall be’neutralized.

Becayse of differences among penetrants, care must be taken to be suxe that the final
cleanpr, thepenetrant, the penetrant remover, and the developer are guitable for use
with each,other.

Avoid excessive drying time when using heat. It is only necessary to remove all mois-
ture.

Both the penetrant and dry developer should be kept as free from moisture as possible.
Use as thin a coating of developer as is possible. A translucent film is adequate.

Most penetrants, cleaning agents, and developer suspensions are low flash point vehi-
cles; caution should be taken to prevent fires.

All parts susceptible to corrosion should be slushed with a corrosion inhibiting oil.
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