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THIS SECTION CONTAINS

THE REQUIREMENTS FOR

QUALIFICATION

AND

CERTIFICATION

OF

PERSONNEL



Magnetic Particle Testing

Process Proofing

ASTM E 1444 - 94a



YES
NO
PERSONNEL QUALIFICATION 5.2







1.0 PERSONNEL ARE QUALIFIED AND CERTIFIED IN ACCORDANCE

        WITH ASNT PERSONNEL QUALIFICATION SNT-TC-1A







1.2 PERSONNEL ARE QUALIFIED AND CERTIFIED IN ACCORDANCE

         WITH MIL-STD-410







1.3 PERSONNEL ARE QUALIFIED AND CERTIFIED IN ACCORDANCE WITH CONTRACT/PURCHASE ORDER REQUIREMENTS







PROCEDURE SPECIFIED:





YES
NO
AGENCY QUALIFICATION 5.3







1.0     AGENCY PERFORMING TEST OR EXAMINATION MEETS AS A

MINIMUM THE REQUIREMENTS OF PRACTICE E 543.







INSERT QUALIFICATION/CERTIFICATION AUDIT PROOFING CHECK SHEET HERE FOR MIL-STD-410 OR OTHER SPECIFIED REQUIREMENT
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THIS SECTION CONTAINS THE 

MINIMUM REQUIREMENTS FOR THE 

WRITTEN PROCEDURE
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YES
NO
WRITTEN PROCEDURE 5.4







1.0 WRITTEN PROCEDURE APPLIES TO GROUP OF PARTS UNDER TEST

OR APPLICABLE PART.







2.0     THE REQUIREMENTS OF THE PROCEDURE MEET THE   

          REQUIREMENTS AND GUIDELINES OF THIS PRACTICE.







COMMENTS:















3.0     PROCEDURE IS CAPABLE OF DETECTING SMALLEST REJECTABLE

DISCONTINUITIES SPECIFIED IN THE ACCEPTANCE REQUIREMENTS







4.0     IS THE PROCEDURE APPROVED BY AN INDIVIDUAL QUALIFIED AND 

         CERTIFIED TO A LEVEL III IN MAGNETIC PARTICLE IAW 5.2.







5.0     PROCEDURES SUBMITTED TO CONTRACTING AGENCY ( WHEN REQUIRED)




AGENCY:                                                               DATE:





YES
NO
ELEMENTS OF THE WRITTEN PRACTICE (MINIMUM EITHER DIRECTLY OR BY REFERENCE)







6.0     PROCEDURE IDENTIFICATION AND DATE WRITTEN (5.4.1.1)







6.1     IDENTIFICATION OF PARTS TO WHICH THE PROCEDURE APPLIES   

         WHICH INCLUDES MATERIAL AND ALLOY (5.4.1.2)







6.2 SEQUENCE OF EXAMINATION AS RELATED TO MANUFACTURING 

PROCESS OPERATION IF APPLICABLE (5.4.1.3)







6.3 IDENTIFICATION OF TEST PARTS USED FOR SYSTEM PERFORMANCE VERIFICATION (SEE 7.1.2 & 7.1.3) (5.4.1.4)







6.4 AREAS OF PART TO BE EXAMINED (INCLUDE AN ILLUSTRATION EITHER SKETCH OR PHOTO) (5.4.1.5)







6.5 PARTS PREPARATION (5.4.1.6)









6.6 DIRECTION(S) FOR POSITIONING ITEM WITH RESPECT TO MAGNETIZING EQUIPMENT. (5.4.1.7)
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YES
NO
WRITTEN PROCEDURE 5.4







6.7     TYPE OF MAGNETIZING CURRENT AND EQUIPMENT USED (5.4.1.8)







6.8     METHOD (HEAD, COIL, PRODS, YOKE, CABLE WRAP, ETC.) (5.4.1.9)







6.9     DIRECTION OF MAGNETIZATION USED, ORDER IN WHICH APPLIED    

         ANY DEMAGNETIZATION PROCEDURE USED BETWEEN SHOTS (5.4.1.10)







6.10 CURRENT LEVEL OR NUMBER OF AMPERE TURNS USED AND

          DURATION OF APPLICATION (5.4.1.11)







6.11 TYPE OF PARTICLE MATERIAL (DRY, WET, VISIBLE, FLUORESCENT ETC.) METHOD, EQUIPMENT AND CONCENTRATION LIMIT (5.4.1.12)







6.12 TYPE OF RECORDS AND METHOD OF MARKING AFTER EXAMINATION (5.4.1.13)







6.13 ACCEPTANCE REQURIEMENTS USED IN EVALUATING INDICATIONS AND DISPOSITION OF PART AFTER EVALUATION (5.1.1.14)







6.14 POSTINSPECTION DEMAGNETIZATION AND CLEANING REQUIREMENTS (5.4.1.15)







PROCEDURE EVALUATED:







DATE PROCEDURE WRITTEN:







WRITTEN BY:







CONTRACTING AGENCY APPROVAL:



(IF APPLICABLE)



DATE:







COMMENTS/RECOMMENDATIONS:
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THIS SECTION CONTAINS THE FOLLOWING:

1. MATERIALS AND TEST REQUIREMENTS

2.        REQUIRED SYSTEM PERFORMANCE VERIFICATION TESTS
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YES
NO
MATERIALS: (5.8)



  1.     SUSPENSION VEHICLE REQUIREMENTS (5.8.3)



          Note:  Suspension vehicle test is not required for Aerosol Can Solution (7.1.4)

          SUSPENSION VEHICLE SHALL BE ONE OF THE FOLLOWING



          1.1     LIGHT PETROLEUM DISTILLATE







                    1.   AMS 2641, TYPE I







                    2.   DOD-F-87935







           1.2     AMS 2641, TY II







                     1.   APPROVED BY CONTRACTING AGENCY



                           AGENCY:___________________________________



                           DATE:______________________________________







           1.3     SUITABLY CONDITIONED WATER CONFORMING TO 5.8.4



                     (SEE #3 FOR WATER BREAK TEST REQUIREMENTS)



                     1.   WETTING AGENT ADDITIVE



                           A.___________________________________________



                           B.___________________________________________







           1.4     FLASH POINT PER 7.4.1 (5.8.3)







                     1.   AMS 2641







                     2.   DOD-F-87935







                     3.   DATES TESTED:______________________________



                           TESTING FACILITY:__________________________



                           RESULTS:___________________________________________
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MATERIALS: CONT.







            1.5    VISCOSITY  (5.8.3)

YES
NO




                     1.   AMS 2641







                     2.   DOD-F-87935







                     3.   DATES TESTED:______________________________







                           TESTING FACILITY:___________________________



                           RESULTS:____________________________________







            1.6     BACKGROUND FLUORESCENCE  (5.8.3)







                      1.   SHALL BE LESS THAN THE LIMITED SPECIFIED IN 



                            DOD-F-87935  







  2.       MAGNETIC PARTICLE MATERIALS (5.8.1)







            2.1     NON-TOXIC, FREE FROM RUST, GREASE, PAINT, DIRT,       



                      OTHER DELETERIOUS MATERIALS







            2.2     DRY PARTICLES (5.8.1)







                      1.   AMS 3040







                      2.   QUALIFIED PRODUCTS LIST







                      3.   TESTED IAW 5.8.1.1







                      4    MEETS REQUIRED INDICATION OF TABLE 2 USING 



                            KETOS RING SHOWN ON PAGE 4, FIGURE 1







                            FWRAC AMPERAGE - MIN. HOLES   TABLE 2



                            FWDC AMPERAGE







                            A.___________________________________







                      5.   PARTICLES ARE TRACEABLE TO CONTAINERS







                      6.   CERTS. AVAILABLE TRACEABLE TO CONTAINER
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MATERIALS: CONT.





YES
NO




           2.3     WET PARTICLES (5.8.2)







                     1.   AMS 3041







                     2.   AMS 3042







                     3.   AMS 3043







                     4.   AMS 3044







                     5.   AMS 3045







                     6.   AMS 3046







                     7.   QUALIFIED PRODUCT LIST






    
                     8.   TRACEABLE CONTAINER TO CONTAINER







                     9.   CERTIFICATIONS ATTEST THAT THE MATERIAL USED IS   



                           EQUAL TO ONE OR MORE AMS’S LISTED ABOVE







                    10.   TESTED IAW PARA 5.8.2.1   







                    11.   PARTICLES MEET REQUIRED INDICATIONS OF TABLE 2



                            PG. 3, USING KETOS RING SHOWN ON PG. 4, FIGURE 1







                            F.W.R.AC AMPERAGE – MIN. HOLES (FWDC AMPERAGE)



 



                            A.________________________________________
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REQUIRED SYSTEM PERFORMANCE VERIFICATION TESTS (7.1)





YES
NO




  3.    WATER BREAK TEST (DAILY) (7.1.4.2) (TABLE 1) (5.8.4)



NOTE: FOR WATER-BASED VEHICLES



          3.1.   CLEAN TEST SPECIMEN SAME AS PART







          3.2.   PART IS FLOODED WITH CONDITIONED WATER







         TEST RESULTS WHEN FLOODING IS STOPPED *



                   1.   CONTINUOUS EVEN FILM



NOTE: IF CONTINUOUS EVEN FILM SUFFICIENT WETTING AGENT IS PRESENT



                   2.   SUSPENSION FILM BREAK



NOTE: IS FILM BREAKS EXPOSING BARE SURFACE, INSUFFICINET WETTING AGENT OR UNCLEAN PART



                        A.   RECLEAN PART







                        B.   ADDITIONAL AGENT REQUIRED







                   3.   DATE OF TEST:_______________________







                   4.   RECORDS REFLECT CONTINUAL DAILY TESTING







         3.3.   REQUIRED pH MEASUREMENTS FOR ADDITIVES (5.8.4)







                  1.   MAXIMUM ALKALINITY, 10.0 pH







                  2.   MINIMUM ACIDITY, 6.0 pH

· NOTE:  SMOOTHER TEST SURFACES GENERALLY REQUIRE  A GREATER PERCENT OF 

WETTING AGENT
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REQUIRED SYSTEM PERFORMANCE VERIFICATION TESTS (7.1)

YES
NO




4.      PARTICLE CONCENTRATION TEST (AT REGULAR INTERVALS, 



         EVERY 8 HOURS, EVERY SHIFT CHANGE, OR WHENEVER BATH IS 



         CHANGE OR ADJUSTED.) (TABLE 1,  7.1.4.1 (1)) (5.8.5)







         4.1   IS IT SPECIFIED IN THE WRITTEN PROCEDURE (5.8.5) 







         4.2   IS IT TESTED IAW 7.1.4.1 (1) SEE BELOW







         4.3   PARTICLE SUSPENSION AGITATED 30 MINUTES BEFORE 



                 SAMPLE IS TAKEN







         4.4   100 ml SAMPLE TAKEN FROM HOSE IN CENTRIFUGE TUBE  



                 (TEST METHOD D 96 CENTRIFUGE TUBE GRADUATED TO 



                  1 ml IN 0.05 ml INCREMENTS) (7.1.4.1(1))







         4.5   SAMPLE DEMAGNETIZED AND ALLOWED TO STAND  



                 UNDISTURBED FOR 60 MIN. FOR PETROLEUM DISTILLATES, OR 



                 30 MIN. SETTLING TIME FOR CONDITIONED WATER 







                         CONTINUED ON NEXT PAGE







                      NOTE:  30 MIN. SETTLING TIME OR OTHER ACCELERATED TEST



                                    MAY BE USED IF THE RESULTS ARE VERIFIED TO GIVE



                                    RESULTS EQUIVALENT TO THE SPECIFIED PROCEDURE







































































Magnetic Particle Testing

Process Proofing

ASTM E 1444 - 94a







REQUIRED SYSTEM PERFORMANCE VERIFICATION TESTS (7.1)





YES
NO




          4.5   FLUORESCENT (5.8.5)   (7.1.4.1 (1))







                  1.   0.1 TO 0.4 ml IN 100 ML BATH SAMPLE WITHIN REQUIRED



                        RANGE







                  2.   OUT OF TOLERANCE







                        1.   PARTICLES/SUSPENSION ADDED.







                        2.   SUSPENSION CONCENTRATION REDETERMINED







                  3.   PARTICLES APPEAR TO BE LOOSE AGGLOMERATES 



                        RATHER THAN A SOLID LAYER, A SECOND SAMPLE 



                        IS REQUIRED



                  



                  4.   IF SECOND SAMPLE APPEARS AGGLOMERATED  ENTIRE 



                        SUSPENSION IS REQUIRED TO BE REPLACED.







                  5.   NOT TO BE USED WITH NONFLUORESCENT PARTICLES            







         4.6    NONFLUORESCENT (5.8.5) 

 





                 NOTE:  NONFLUORESCENT PARTICLES SHALL NOT BE USED                         



                               UNLESS AUTHORIZED BY THE CONTRACTING



                               AGENCY







                  1.   0.1 TO 0.4 ml IN 100 ML BATH SAMPLE WITHIN REQUIRED



                        RANGE







                  2.   OUT OF TOLERANCE







                  3.   PARTICLES/SUSPENSION ADDED







                  4.   SUSPENSION CONCENTRATION REDETERMINED







                  5.   AGENCY: ____________________________________



                                        

  

                         DATE:_______________________________________
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REQUIRED SYSTEM PERFORMANCE VERIFICATION TESTS (7.1)

YES
NO




5.      PARTICLE CONTAMINATION TEST (7.1.4.1 (2))



          AT REGULAR INTERVALS, AT START UP, THEN WEEKLY OR



          WHENEVER BATH IS CHANGED OR ADJUSTED.



           (TABLE 1, 7.1.4.1 (1)  SEE 4.2 - 4.4







         5.1    DATE OF TEST:________________________________       







         5.2    PERFORMED IAW PARA. 7.1.4.1(1)



                  LIQUID IS COMPARABLE TO FLUORESCENCE OF ORIGINAL SOLUTION







                  RESULTS:______________________________________







         5.3    BLACK LIGHT USED FOR FLUORESCENT AND VISIBLE LIGHT    



                  USED FOR BOTH FLUORESCENT AND NONFLUORESCENT



                  BATHS (INDICATIONS NOTED BELOW)







         5.4    STRIATIONS OR BANDS, DIFFERENT COLOR OR



                  APPEARANCE MAY INDICATE CONTAMINATION.  TOTAL



                  VOLUME OF CONTAMINATION, BANDS, STRIATIONS SHALL



                  NOT EXCEED 30% OF VOLUME OF MAGNETIC PARTICLES



                  OR LIQUID IS NOTICEABLY FLUORESCENT BATH MUST



                  BE REPLACED



         



                  1.   DATE REPLACED:________________________________







         5.5    RECORDS INDICATE WEEKLY COMPLIANCE   















Magnetic Particle Testing

Process Proofing

ASTM E 1444 - 94a



REQUIRED SYSTEM PERFORMANCE VERIFICATION TESTS (7.1)





YES
NO
EQUIPMENT: LIGHTING (5.7)







6.       VISIBLE LIGHT (5.7.1)







            6.1   MEASUREMENTS SHALL BE TAKEN DAILY TABLE 1







                    1.   MEASUREMENT OF INTENSITY SHALL BE TAKEN AT THE



                          PARTS SURFACE AND SHALL BE MAINTAINED AT A 



                          MINIMUM OF 100 fc (1000 lx)







                    2.   RECORDS OF RESULTS  REFLECT CORRECT INTERVALS, 



                          READINGS AND ARE  MAINTAINED WITHIN THE



                          DEPARTMENT.







7.       AMBIENT VISIBLE LIGHT (5.7.1.1)        







            7.1   MEASUREMENTS SHALL BE TAKEN DAILY TABLE 1







                    1.   MEASUREMENTS SHALL  BE TAKEN IN A DARKENED AREA



                          AMBIENT VISIBLE LIGHT LEVEL NOT TO EXCEED 2 fc



                          AT THE PARTS SURFACE (NOTE THIS MEASUREMENT SHOULD BE

                               TAKEN PRIOR TO TURNING ON THE BLACK LIGHTS SINCE THEY EMIT

                               VISIBLE WHITE LIGHT.)







                    2.   RECORDS OF RESULTS REFLECT CORRECT INTERVALS, 



                          READINGS AND ARE MAINTAINED WITHIN THE



                          DEPARTMENT







8.       SPECIAL VISIBLE INTERNAL LIGHT SOURCE (5.7.1.2)







            8.1   EXAMINATIONS OF INTERNAL SURFACES MUST HAVE 



                    SUFFICIENT RESOLUTION TO EFFECTIVELY EVALUATE THE



                    REQUIRED DISCONTINUITY.  LIGHT SHALL BE MEASURED AT



                    THE EXPECTED WORKING DISTANCE OF THE EQUIPMENT.







            8.2   LAMPS TOO LARGE TO ILLUMINATE SURFACE WILL REQUIRE



                    SPECIAL LIGHTING.  INTERNAL FEATURES SUCH AS BORES, 



                    HOLES, PASSAGES LESS THAN 0.5 INCHES ( 12.5 mm) NOMINAL



                    DIAMETER SHALL NOT REQUIRE MAGNETIC PARTICLE EXAM-



                    INATION UNLESS SPECIFIED BY THE CONTRACTING AGENCY



                    (5.7.3)







AGENCY:_________________________________________







DATE:____________________________________________
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REQUIRED SYSTEM PERFORMANCE VERIFICATION TESTS (7.1)



EQUIPMENT: LIGHTING (5.7)

YES
NO




9.     BLACK LIGHTS (5.7.2)







          9.1   MEASUREMENTS SHALL BE TAKEN DAILY TABLE 1, AND   

                 AFTER BULB REPLACEMENT 



                



          9.2   LONGER INTERVALS MAY BE USED IF A PLAN JUSTIFYING THIS



                  EXTENSION IS PREPARED BY THE NDT TESTING FACILITY AND



                   APPROVED BY THE CONTRACTING AGENCY.







                   1.   AGENCY: ___________________________________







                         DATE:______________________________________







           9.3   THE MINIMUM ACCEPTABLE INTENSITY MEASURED AT THE 



                   PART BEING EXAMINED SHALL BE 1000 W/cm2 







                    1.   RECORDS OF RESULTS REFLECT CORRECT INTERVALS, 



                          READINGS AND ARE MAINTAINED WITHIN THE



                          DEPARTMENT







            9.4   REFLECTORS SHALL BE CHECKED DAILY FOR CLEANLINESS



                    AND INTEGRITY.  DAMAGED OR DIRTY REFLECTORS OR 



                    FILTERS SHALL BE REPLACED OR CORRECTED







                    1.   RECORDS OF RESULTS REFLECT CORRECT INTERVALS, 



                          READINGS AND ARE MAINTAINED WITHIN THE



                          DEPARTMENT







10.     METERS (5.7)





 

            10.1  SUITABLE ILLUMINANCE METER WITH A PHOTOPIC    



                     SPECTRAL RESPONSE SHALL BE USED (5.7.1)







                     1.  MAKE / MODEL / SERIAL NUMBER:







                                  __________________________________________________________________  







                     2.  DATE CALIBRATED:________________________________





 

                     3.  CALIBRATION LAB:________________________________
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REQUIRED SYSTEM PERFORMANCE VERIFICATION TESTS (7.1)

YES
NO
EQUIPMENT:  







11.  MAGNETIC FIELD INDICATORS (APPENDIX X1, TABLE 1, FIG. 1,2,7)







         11.1   HALL EFFECT PROBE WITH EFFECTIVE PROBE NO LARGER 



                   THAN 0.2 INCH ( 5mm ) BY 0.2 INCH ( 5 mm ) AND A MAXIMUM



                   CENTER LOCATION 5 mm FROM THE PART SURFACE.







                   1.   FREQUENCY RESPONSE 0 TO 300 Hz OR HIGHER







                   2.   DIRECTION AND MAGNITUDE OF THE TANGENTIAL FIELD



                         ON THE PART SURFACE DETERMINED BY TWO MEASURE-



                         MENTS MADE AT RIGHT ANGLES TO EACH OTHER IN SAME



                         SPOT.







                   3.   PROBE LEADS SHOULD BE SHIELDED OR TWISTED TO 



                         PREVENT READING ERRORS FROM VOLTAGE INDUCED



                         DURING LARGE FIELD CHANGES ENCOUNTERED DURING



                         MAGNETIC PARTICLE EXAMINATIONS.







                   4.   MEASUREMENTS SHALL BE TAKEN PRIOR TO USE AND 



                         ACCURACY EVERY 6 MONTHS (TABLE 1)







                   5.   MAKE / MODEL / SERIAL NUMBER:



                         _________________________________________________ 



                         



                         DATE CALIBRATED:______________________________







                         CALIBRATION LAB:_______________________________







         11.2   KETOS RING (FIGURE 1) MEASUREMENTS SHALL BE TAKEN



                   DAILY TABLE 1 (5.8.2)







                   1.   SERIAL NUMBER:







         11.3   ARTIFICIAL SHIMS (FIG. 2) MEASUREMENT SHALL BE TAKEN



                   AT REGULAR INTERVALS  IF THIS METHOD IS USED;



                   SEE ARTIFICIAL DISCONTINUITY (6.2.7, TABLE 1)







                   1.  TYPE USED:____________________________







         11.4   PIE-FIELD INDICATOR (FIGURE 7) MEASUREMENT SHALL BE



                   TAKEN AT REGULAR INTERVALS IF THIS METHOD IS USED



                   (7.1.3, TABLE 1)







                  EQUIPMENT IDENTIFICATION:_______________________________
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REQUIRED SYSTEM PERFORMANCE VERIFICATION TESTS (7.1)



EQUIPMENT: 

YES
NO




12.   CURRENT / VOLTMETER (7.1.5)







          12.1   MAKE / MODEL / SERIAL NUMBER:



                    _________________________________________________







          12.2   DATE OF CALIBRATION:__________________________







                    CALIBRATION LAB:_______________________________







13.   EQUIPMENT AMMETER (7.1.5.1, TABLE 1)







          13.1   MEASUREMENTS SHALL BE TAKEN AT 6 MONTH INTERVALS



                    CALIBRATED AMMETER CONNECTED IN SERIES WITH OUT-



                    PUT CIRCUIT.   THREE (3) OUTPUT LEVELS THROUGH USABLE



                    RANGE TAKEN SHALL NOT DEVIATE BY MORE THAN + - 10%



                    OF FULL SCALE FROM CURRENT VALUE ON CALIBRATED



                    AMMETER.  HALF WAVE RECTIFIED AC CURRENT VALUES



                    SHOWN BY THE CALIBRATED DC AMMETER SHALL BE 



                    DOUBLED







          13.2   MAKE / MODEL / SERIAL NUMBER:



                    ___________________________________________________







          13.3   ACCURACY:_______________________________________







          13.4   DATE OF CALIBRATION:___________________________







                    CALIBRATION LAB:_______________________________







           13.5  EQUIPMENT USED:________________________________







                    SERIAL NUMBER / DATE OF CALIBRATION:



                    __________________________________________________







                    CALIBRATION LAB:_______________________________







           13.6  RECORDS OF RESULTS REFLECT CORRECT INTERVALS, 



                    READINGS AND ARE MAINTAINED WITHIN THE



                    DEPARTMENT
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REQUIRED SYSTEM PERFORMANCE VERIFICATION TESTS (7.1)



EQUIPMENT:

YES
NO




14.   EQUIPMENT WITH TIMER CONTROLS (7.1.5.2, TABLE 1)







          14.1   MEASUREMENTS SHALL BE TAKEN AT 6 MONTH INTERVALS



                    TABLE 1, ACCURACY TO WITHIN + - 0.1 SECONDS USING



                    SUITABLE ELECTRONIC TIMER







          14.2   MAKE / MODEL / SERIAL NUMBER OF EQUIPMENT:



                        ________________________________________________







           14.3  DATE OF CALIBRATION:__________________________   







                   EQUIPMENT USED:_______________________________







                   SERIAL NUMBER / DATE OF CALIBRATION:



                    _________________________________________________







           14.4  RECORDS OF RESULTS REFLECT CORRECT INTERVALS, 



                    READINGS AND ARE MAINTAINED WITHIN THE



                    DEPARTMENT







15.    MAGNETIC FIELD QUICK BREAK CHECK: (7.1.5.3)



           TABLE 1







           15.1  MEASUREMENTS SHALL BE TAKEN AT 6 MONTH INTERVALS



                    TABLE 1,  TEST MAY BE PERFORMED USING A OSCILLOSCOPE



                    OR OTHER APPLICABLE METHOD SPECIFIED BY THE EQUIP-



                    MENT MANUFACTURER







           15.2   MAKE / MODEL / SERIAL NUMBER: 



                     ______________________________________________







           15.3   DATE OF CALIBRATION:_______________________







                     EQUIPMENT USED:____________________________







                     SERIAL NUMBER / DATE OF CALIBRATION:



                     _______________________________________________







           15.4  RECORDS OF RESULTS REFLECT CORRECT INTERVALS, 



                    READINGS AND ARE MAINTAINED WITHIN THE



                    DEPARTMENT
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REQUIRED SYSTEM PERFORMANCE VERIFICATION TESTS (7.1)



EQUIPMENT:

YES
NO




16.    DEAD WEIGHT CHECK (YOKES AND PERMANENT MAGNETS) WHEN                



         ALLOWED (7.1.5.4)



           16.1   MAKE / MODEL / SERIAL NUMBER: 



                          _______________________________________________________________







                      DATE OF CALIBRATION:____________________________(7.1.5)







           16.2   MEASUREMENTS SHALL BE TAKEN AT 6 MONTH INTERVALS 



                     TABLE 1. 







           16.3   ALTERNATING CURRENT YOKES SHALL HAVE A LIFTING 



                     FORCE OF AT LEAST 10 lb. (45 N) WITH A 2 TO 4 INCH 



                     (50 TO 100 mm) SPACE BETWEEN LEGS. (7.1.5.4)







           16.4   DIRECT CURRENT YOKES SHALL HAVE A LIFTING FORCE 



                     OF AT LEAST 30 lb. (135 N) WITH A 2 TO 4 INCH (50 TO 100 mm)



                     SPACING BETWEEN LEGS, OR 50 lb. (225 N), WITH 4 TO 6 INCH



                     (100 TO 150 mm) SPACING. (7.1.5.4)







                     DATE OF TEST:___________________________________







                     EQUIPMENT USED:________________________________







                     SERIAL NUMBER / DATE OF CALIBRATION: (7.1.5)







                           __________________________________________________







           16.5  RECORDS OF RESULTS REFLECT CORRECT INTERVALS, 



                    READINGS AND ARE MAINTAINED WITHIN THE



                    DEPARTMENT







17.    ALTERNATING CURRENT DEMAGNETIZING MACHINE



           (6.7.1) (7.1.5)







           17.1   MAKE / MODEL / SERIAL NUMBER:



                          ____________________________________________________



                       IN GOOD WORKING ORDER AND OPERATIONAL
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REQUIRED SYSTEM PERFORMANCE VERIFICATION TESTS (7.1)



EQUIPMENT:





YES
NO
18.    PRODS (6.3.4)







           18.1   MAKE / MODEL / SERIAL NUMBER:







           18.2   IN GOOD WORKING ORDER AND PRODUCES REQUIRED



                     FIELD STRENGTH FOR APPLICATION







19.    COIL (6.3.7)



        



           19.1   NUMBER OF TURNS:______________________







           19.2   AMPERAGE:______________________________
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YES
NO
REQUIRED SYSTEM PERFORMANCE VERIFICATION TESTS (7.1)







20.    TEST PARTS WITH DISCONTINUITIES: (7.1.2)







           20.1   ACTUAL TEST PARTS CONTAINING  DEFECTS OF TYPE,



                     LOCATION, SIZE SPECIFIED IN THE ACCEPTANCE



                     REQUIREMENTS.  IF  CORRECT INDICATIONS CAN BE 



                     PRODUCED AND IDENTIFIED IN THESE PARTS, THE OVERALL



                     SYSTEM AND INSPECTION PROCEDURE IS VERIFIED. TABLE 1







           20.1   INDICATIONS ARE PRODUCED AND VERIFIED







           20.2   AFTER VERIFICATION , PARTS ARE DEMAGNETIZED,    



                     CLEANED AND CHECKED FOR RESIDUAL INDICATIONS  



                     UNDER BLACK LIGHT







           20.3   PARTS SHOW NO INDICATIONS OF RESIDUAL INDICATIONS   







21.    FABRICATED TEST PARTS WITH ARTIFICIAL



         DISCONTINUITIES:  (7.1.3) TABLE 1







           21.1   FABRICATED TEST PART WITH ARTIFICIAL DEFECTS SHALL 



                     BE USED IF ACTUAL PRODUCTION PARTS ARE        

                     UNAVAILABLE.



                     ARTIFICIAL DISCONTINUITIES MAY BE FABRICATED TO

                     MEET NEEDS OR MAY BE COMMERCIALLY AVAILABLE          



                     MAGNETIC FIELD INDICATORS OR SHIMS AS SHOWN IN



                     FIG. 2 AND 7.



                     ALL CONDITIONS IN 7.1.2 SHALL APPLY AND PROPERTIES,



                     FLAW TYPE, AND SURFACE CONDITION SHALL BE LIKE THE



                     PRODUCTION PART.



         



           21.2   DEFECTS FABRICATED TO MEET PARTICULAR NEED







           21.3   COMMERCIALLY AVAILABLE MAGNETIC FIELD INDICATOR



                     USED (FIG. 2 OR 7)







           21.4   KETOS RING USED (FIG. 1)







NOTE:    SAFETY, CALIBRATION, APPLICATION OF THE METHOD AND 



               CERTIFICATION OF PERSONNEL ARE IN ANOTHER SECTION



               OF THIS AUDIT CHECK SHEET

NOTE:  EXAMINATION SHALL BE PERFORMED AFTER THE COMPLETION OF OPERATIONS THAT COULD CAUSE SURFACE OR NEAR SURFACE DEFECTS.  EXAMPLES:  FORGING, HEAT TREATING, PLATING, PASSIVATION, COLD FORMING, WELDING, GRINDING, STRAIGHTENING, MACHINING AND PROOF LOADING.
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THIS SECTION CONTAINS

THE SPECIFIC PRACTICE

APPLICATION OF

MAGNETIC PARTICLE 

ON PRODUCT/PARTS
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YES
NO
PART PREPARATION AND APPLICATION







1.0     LOGS CHECKED FOR THE REQUIRED PERFORMANCE VERIFICATION



          TESTS.  INCLUDES MACHINE SETUP, SAMPLE TAKEN/ CHECKED, LIGHT VERIFICATION, FIELD

               VERIFIDATION ETC. 







2.0     PARTS SHALL BE DEMAGNETIZED BEFORE EXAMINATION IF 



          PRIOR OPERATIONS HAVE PRODUCED A RESIDUAL MAGNETIC

          FIELD THAT MIGHT INTERFERE WITH EXAMINATION (6.1.1)







3.0     SURFACE INSPECTION:  







          3.1     PART IS SMOOTH, CLEAN, DRY,AND FREE OF OIL, SCALE,



                    MACHINING MARKS, OR OTHER CONTAMINATS THAT MIGHT

                    INTERFERE WITH THE EFFICIENCY OF THE INSPECTION (6.1.2)







          3.2     AIRCRAFT-QUALITY STEEL IS REQUIRED TO BE CLEANED IAW



                    AMS 2300, 2301, OR 2303 FOR THE REQUIRED TYPE OF STEEL

                    BEING INSPECTED.  INSPECTION OF THESE PARTS HAS BEEN

                    PERFORMED IAW THIS REQUIREMENT IF APPLICABLE (5.1.1)







          3.3     MAGNETIC PARTICLE EXAMINATION SHALL NOT BE  



                    PERFORMED WITH COATINGS THAT MIGHT PREVENT 

                    DETECTION OF SURFACE DEFECTS IN FERROMAGNETIC 

                    SUBSTRATE.  COATINGS LIKE PAINT OR CHROME PLATE 

                    GREATER THAN .003 in. (0.08 mm) IN THICKNESS AND

                    FERROMAGNETIC COATINGS LIKE ELECTROPLATED NICKEL

                    GREATER THAN .001 in. (.03 mm) IN THICKNESS.  COATINGS

                    PRESENT. (6.1.3)







          3.4     COATING WERE GREATER THAN ABOVE LIMITS AND



                    REQUIRED DEMONSTRATION THAT MINIMUM REJECTABLE 

                    DISCONTINUITIES COULD BE DETECTED THROUGH THE

                    MAXIMUM COATING THICKNESS (6.1.3)







                          COATING THICKNESS:_______________________________________







          3.5     NONCONDUCTIVE COATINGS WERE REMOVED WHERE 



                    ELECTRICAL CONTACT IS TO BE MADE (6.1.3)







          3.6     HIGH STRESS APPLICATION FOR FINE DEFECTS LIKE GRIND



                    CRACKS AND NONMETALLIC STRINGERS WITH COATINGS IN 

                    PLACE REQUIRE THAT MIN. REJECTABLE  DISCONTINUITIES

                    BE DETECTED.  WAS THIS REQUIRED AND DONE (6.1.3)







3.7     MAGNETIC PARTICLE INSPECTION WAS PERFORMED ON



COATED THAT HAS BEEN APPROVED BY 6.1.3, OR BY THE

                     CONTRACTING AGENCY (5.5)








AGENCY:________________________________DATE:_____________________                                             
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YES
NO
PART PREPARATION AND APPLICATION CONT.







          3.8     HEAT TREATED PARTS WITH TENSIL STRENGTH OF 180 ksi OR



                    HIGHER ARE INSPECTED AFTER THE ELECTROPLATING

                    OPERATION (5.5)



 



4.0     UNLESS OTHERWISE SPECIFIED BY CONTRACTING AGENCY SMALL



          OPENINGS AND OIL HOLES LEADING TO PASSAGES OR CAVITIES  

          THAT ENTRAP OR REMAIN CONTAMINATED WITH INSPECTION 

          MEDIA SHALL BE PLUGGED WITH A NONABRASIVE MATERIAL

          THAT IS EASILY REMOVED AND FOR ENGINE PARTS IS SOLUBLE IN

          OIL.  NONMETALLICS COMPONENTS THAT NEED PROTECTION

          FROM CONTACT WITH THE SUSPENSION SHALL ALSO BE MASKED. 



               (6.1.4)



         CONTRACTING AGENCY: ________________________________________



         DATE:__________________







5.0    CONTRACTORS TECHNIQUE SHEET OR RECORD VALIDATED FOR

         ACCURACY PER THE FOLLOW CALCULATION ON THIS SHEET AND

         KEPT ON FILE IN THE CONTRACT OR IN THE CONTRACTOR FOLDER



          (5.6)



         



NOTE:    
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SECTION 1

WET CONTINUOUS METHOD

FLUORESCENT OR NONFLUORESCENT PARTICLES

6.4.1
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YES
NO
PART PREPARATION AND APPLICATION CONT.







1.0     CONTINUOUS METHOD:



   



          1.1     MAGNETIC CURRENT OR FORCE IS APPLIED SIMUTANEOUSLY



                    WITH OR IMMEDIATELY AFTER DIVERTING SUSPENSION

                    FROM THE PART BY A GENTLE SPRAYING OR FLOWING OVER

                    AREA (6.4.5)







          1.2     DURATION OF AT LEAST ½ SECOND EACH APPLICATION, 



                    MINIMUM OF TWO SHOTS.  (6.4.5)







          1.3     SECOND SHOT SHOULD FOLLOW IN RAPID SUCESSION AND 



                    COME AFTER FLOW OF SUSPENSION IS INTERRUPTED AND

                    BEFORE PART IS EXAMINED FOR INDICATIONS







          1.4     SPECIAL CIRCUMSTANCES; IE. AUTOMATED EQUIPMENT AND/



                    OR CRITICAL PARTS, THE ½ SECOND DURATION AND/OR 2ND 

                    SHOT MAY BE WAIVED PROVIDED DEMONSTRATION OF TEST

                    PROCEDURE CAN DETECT KNOWN DEFECTS IN

                    REPRESENTATIVE TEST PARTS. REF. 5.4







          1.5     CARE TAKEN TO PREVENT DAMAGE FROM OVERHEATING



                    OR OTHER CAUSES







          1.6     CARE IS EXERCISED TO PREVENT HIGH VELOCITY FLOW 



                    OVER CRITICAL SURFACES WHEN WEAK INDICATIONS ON 

                    HIGHLY FINISHED PARTS CAN BE WASHED AWAY EASY
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SECTION 2

CONTINUOUS METHOD

DRY MAGNETIC PARTICLES

APPLICATION

6.4.1

6.3.4

6.4.4



Magnetic Particle Testing

Process Proofing

ASTM E 1444 - 94a





YES
NO
CONTINUOUS METHOD DRY PARTICLES







NOTE:  PRODS SHALL NOT BE USED TO INSPECT AEROSPACE

    COMPONENTS (FLIGHT HARDWARE OR FINISHED SURFACES)   

    WITHOUT SPECIFIC APROVAL OF THE CONTRACTING AGENCY







1.0     MATERIAL THICKNESS OF ¾” (19mm) OR LESS HAVE PROD SPACING



          OF 90 TO 115 A/in (3.5 TO 4.5 A PER mm IS USED 







2.0     MATERIAL THICKNESS OF ¾” (19mm) THICKNESS OR GREATER 



          HAVE A PROD SPACING OF 100 TO 125 A/in. (4.0 TO 5.0 A PER mm IS

          USED







NOTE:  THE EFFECTIVE WIDTH OF FIELD IS ¼ OF THE PROD SPACING ON



              EACH SIDE OF A LINE DRAWN THROUGH THE PROD CENTERS







3.0     PROD SPACING IS NOT LESS THAN 2” (50mm) OR GREATER THAN



          8” (200mm)







4.0     APPLICATION OF PARTICLES







          4.1     PARTICLES WERE APPLIED WHILE THE MAGNETIZING FORCE



                    WAS PRESENT







          4.2     EXCESS PARTICLES WERE BLOWN OFF BY MEANS OF DRY AIR



                    CURRENT WITH SUFFICIENT FORCE, BUT NOT STRONG

                    ENOUGH TO DISTURB PARTICLES HELD BY A LEAKAGE FIELD

                    THAT IS INDUCED BY THE DISCONTINUITY

 





          4.3     THE DURATION OF THE CURRENT APPLIED IS AT LEAST ½ 



                    SECOND AND SHORT OF INDUCING DAMAGE TO THE PART.







          4.4     A LIGHT, UNIFORM DUST-LIKE COATING WAS APPLIED BY



                    USING BLOWERS, SHAKERS WITH COMPRESSED AIR OR



                    HAND POWER







          4.5     CAREFUL OBSERVATION IS REQUIRED DURING APPLICATION    



                    AND REMOVAL OF EXCESS POWDER.







CONTRACTING AGENCY:



DATE APPROVED:



PART NUMBER AND REVISION:
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SECTION 3

THIS SECTION CONTAINS

RESIDUAL MAGNETIZATION METHOD

APPLICATION

6.4.2

AND 

MAGNETIC SLURRY / PAINT 

APPLICATION

6.4.6
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YES
NO
RESIDUAL MAGNETIZATION METHOD 6.4.2







NOTE:  THIS IS NOT AS SENSITIVE AS THE CONTINUOUS METHOD BUT IT



              IS USEFUL IN DETECTING IN-SERVICE INDUCED FATIGUE

              CRACKS ON THE SURFACE OF MATERIALS WITH A HIGH

              RETENTIVITY, OR WHEN PARTS WITH GEOMETRIC CONSTRAINTS

              MAKE CONTINUOUS METHOD UNPRACTICAL.







1.0       THIS METHOD CAN ONLY BE USED WHEN SECIFICALLY APPROVED 



            BY THE CONTRACTING AGENCY OR IF IT HAS BEEN DOCUMENTED 

            THAT IT CAN DETECT DEFECTS OR ARTIFICIAL DEFECTS IN TEST 

            PARTS.  THE TEST PART SHALL BE SAME MATERIAL, PROCESSING  

            AND SIMILAR IN GEOMETRY TO ACTUAL PARTS







           AGENCY:_____________________________________________________





           DATE:_______________________________________________________





           PART NUMBER AND REVISION:________________________________





1.1     ARTIFICIAL DEFECT IN TEST PART







2.0     APPLICATION IS AFTER MAGNETIZING FORCE HAS BEEN STOPPED







MAGNETIC SLURRY / PAINT METHOD 6.4.6





YES
NO
NOTE:   THIS METHOD IS FOR SPECIAL APPLICATIONS, LIKE OVERHEAD

               OR UNDERWATER EXAMINATIONS







1.0     WAS APPLIED WITH A BRUSH, SQUEEZE BOTTLE OR AEROSOL CAN

 

          BEFORE OR SURING THE MAGNETIZATION OPERATION







AGENCY:________________________________________________________



DATE:___________________________________________________________



PART NUMBER AND REVISION:____________________________________



OVERHEAD APPLICATION:________________________________________



UNDERWATER APPLICATION:_____________________________________
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SECTION 4

THIS SECTION CONTAINS

MAGNETIC POLYMER 

APPLICATION

6.4.7

6.4.3
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YES
NO
MAGNETIC POLYMER METHOD 6.4.7







NOTE:   POLYMERS, SLURRIES OR PAINTS REQUIRE PROLONGED OR

              REPEATED PERIODS OF MAGNETIZATION DUE TO LOWER

              MAGNETIC PARTICLE MOBILITY IN THE HIGH-VISCOSITY

              VEHICLES.  THIS METHOD IS USED FOR SPECIAL APPLICATIONS 

              LIKE BOLT HOLES THAT CANNOT BE READILY TESTED BY THE

              WET OR DRY METHODS







1.0     POLYMERIZABLE MATERIAL CONTAINING MAGNETIC PARTICLES



          ARE HELD IN CONTACT WITH THE TEST PART DURING THE PERIOD    

          OF ITS CURING







2.0     PART WAS MAGNETIZED TO A SPECIFIC LEVEL WHILE PARTICLES



          WERE MOBILE AND BEFORE CURING TOOK PLACE







          AMPERAGE:_______________________________________________







3.0     MAGNETIZATION WAS FOR PROLONGED OR REPEATED PERIODS



          (6.4.3)



4.0    THIS METHOD IS TO BE USED ONLY WHEN SPECIFICALLY           



         APPROVED BY THE CONTRACTING AGENCY



         AGENCY:_________________________________________________



         DATE:____________________________________________________



         PART NUMBER AND REVISION:____________________________







5.0    INSPECTION PROCESS FOR MAGNETIC RUBBER WAS IAW         



         MIL-I-83387
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SECTION 5

THIS SECTION CONTAINS

THE MAGNETIZING METHODS

6.2

AND

MAGNETIC FIELD STRENGTHS

6.3
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YES
NO
TYPES OF MAGNETIZING CURRENTS 6.2.1







1.0     FULL-WAVE RECTIFIED ALTERNATING CURRENT (3 OR 1 PHASE)







2.0     HALF-WAVE RECTIFIED ALTERNATING CURRENT







3.0     ATERNATING CURRENT







NOTE:     EQUIPMENT USED SHALL FULFILL THE MAGNETIZING AND DEMAGNETIZING 

                 REQUIREMENTS ADEQUATELY OR AS OUTLINED IN THE SPECIFICATION,            

                WITHOUT DAMAGE TO THE PART UNDER TEST. 







NOTE:     ALTERNATING CURRENT IS TO BE USED ONLY FOR THE  DETECTION OF

                 DEFECTS OPEN TO THE SURFACE.







4.0     ALTERNATING CURRENT USED







NOTE:     FULL-WAVE RECTIFIED ALTERNATION  CURRENT HAS DEEPEST PENETRATION

                AND IS USED FOR DEFECTS BELOW THE  SURFACE WHEN USING WET   

                MAGNETIC PARTICLE  METHOD







5.0     FULL-WAVE RECTIFIED ALTERNATING CURRENT USED







NOTE:     HALF-WAVE RECTIFIED ALTERNATING CURRENT IS ADVANTAGEOUS FOR DRY

                 POWDER METHOD DUE TO THE  PULSATING UNIDIRECTIONAL FIELD GIVING

                 INCREASED MOBILITY TO THE PARTICLES







6.0     HALF-WAVE RECTIFIED ALTERNATING CURRENT USED





YES
NO
FIELD DIRECTIONS 6.2.5







1.0 PARTS MAGNETIZED IN AT LEAST TWO DIRECTIONS AT RIGHT 

ANGLES TO EACH OTHER



NOTE:     DUE TO THE PARTS GEOMETRY THIS MAY CONSIST OF  CIRCULAR 

                MAGNETIZATION IN TWO OR MORE DIRECTIONS AND LONGITUDINAL

                MAGNETIZATION OR LONGITUDINAL MAGETIZATION IN TWO OR MORE 

                DIRECTIONS 







2.0     CIRCULAR MAGNETIZATION USE IN TWO OR MORE DIRECTIONS







3.0     CIRCULAR AND LONGITUDINAL USED







    LONGITUDINAL MAGNETIZATION USED IN TWO OR MORE







              DIRECTIONS







NOTE:     EXCEPTIONS NECESSITATED BY THE PART GEONETRY, SIZE OR OTHER   

                 FACTORS REQUIRE SPECIFIC APPROVAL BY THE CONTRACTING AGENCY







              AGENCY: ___________________________________________







              DATE: ______________________________________________                    



              PART NUMBER AND REVISION:_________________________
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YES
NO
PERMANENT MAGNETS  6.2.2







1.0     PERMANENT MAGNETS:  USED ONLY WHEN AUTHORIZED







          1.1     PERMENENT MAGNETS ARE AUTHORIZED







AGENCY:______________________________________________________



DATE:_________________________________________________________



PART NUMBER AND REVISION:__________________________________







2.0     ADEQUATE  MAGNETIC FIELD STRENGTH ESTABLISHED IAW 7.1.5.4



          



            2.1     YOKES AND PERMANENT MAGNETS CHECKED WITH DEAD



          DEAD WEIGHT CHECK AT INTERVALS STATED IN TABLE 1







            2.2    ALTERNATING CURRENT YOKES HAVE A LIFTING FORCE OF 



         AT LEAST10 lb. (45N) WITH A 2 TO 4-in. (50 TO 100mm) SPACING   

         BETWEEN LEGS







2.3     DIRECT CURRENT YOKES SHALL HAVE A LIFTING FORCE OF

AT LEASE 30 lb. (135N) WITH A 2 TO 4 in. (50 – 100-mm) SPACING BETWEEN LEGS, OR 50 lb. (225N) WITH A 4 TO 6-in. (100 – 150-mm) SPACING





YES
NO
YOKES 6.2.3







1.0     ADEQUATE  MAGNETIC FIELD STRENGTH ESTABLISHED IAW 7.1.5.4



          



          1.1   YOKES AND PERMANENT MAGNETS CHECKED WITH DEAD                 



      WEIGHT CHECK AT INTERVALS STATED IN TABLE 1







          1.2    ALTERNATING CURRENT YOKES HAVE A LIFTING FORCE OF



        AT LEAST 10 lb. (45N) WITH A 2 TO 4 in. (50 – 100-mm) SPACING

        BETWEEN 







          1.3    DIRECT CURRENT YOKES SHALL HAVE A LIFTING FORCE OF

 

                    AT LEAST 30 lb. (135N) WITH A 2 TO 4 in. (50 – 100-mm) SPACING

                    BETWEEN LEGS, OR 50 lb. (225N) WITH A 4 TO 6-in. (100 – 150-

                    mm) SPACING
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YES
NO
MULTIDIRECTIONAL MAGNETIZATION 6.2.6 







1.0     MULTIDIRECTIONAL MAGNETIZATION USED TO FULFILL



          REQUIREMENTS OF TWO DIRECTIONS AFTER DEMONSTRATION OF

          ITS EFFECTIVENESS IN ALL CRITICAL AREAS







2.0     ARTIFICIAL SHIMS USED TO ESTABLISH FIELD DIRECTION (FIG. 2)





YES
NO
DIRECT MAGNETIZATION 6.2.7  







1.0     ELECTRICAL CONTACT WAS MADE TO PART USING:







          1.1     HEAD AND TAIL STOCK







NOTE:     PRODS ARE NOT TO BE USED FOR EXAMINING AEROSPACE 

                COMPONENTS (FLIGHT HARDWARE) OR ON FINISHED 

                SURFACES







          1.2     PRODS







          1.3     CLAMPS  







          1.4     MAGNETIC LEECHES





YES
NO
INDIRECT MAGNETIZATION 6.2.8 







1.0     INDIRECT PART MAGNETIZATION IS PERFORMED USING:







          1.1     COIL







          1.2     CABLE  WRAP







          1.3     YOKES







          1.4     FIELD FLOW FIXTURE







          1.5     CENTRAL CONDUCTOR

MAGNETIC PRATICLE TESTING
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YES
NO
INDUCED CURRENT  MAGNETIZATION 6.2.9







1.0     TORODIAL OR CIRCUMFERENTIAL FIELD WAS ACCOMPLISHED BY 



          INDUCTIVELY COUPLING A PART TO AN ELECTRICAL COIL TO

          CREATE A SUITABLE CURRENT FLOW IN THE PART.  REF. FIG. 3







2.0     PART HAS A SHAPE OF A RING AND A L/D RATIO OF LESS THAN 3





YES
NO
FIELD STRENGTH 6.3.1







1.0     MAGNETIC FIELD STRENGTH WAS DETERMINED BY ONE OR A 



          COMBINATION OF THREE FOLLOWING METHODS.







          1.1     A TEST PART HAVING KNOWN OR ARTIFICIAL DEFECTS



                    OF THE TYPE, SIZE, AND LOCATION SPECIFIED IN THE  

                    ACCEPTANCE REQUIREMENTS. (6.3.1.1)







           1.2    HALL EFFECT PROBE GAUSSMETER CAPABLE OF MEASURING                   



          THE PEAK VALUES OF THE TANGENT FIELD ( 6.3.1.2)







           1.3    THE HALL EFFECT PROBE GAUSSMETER, TANGENTIAL-             



FIELD  STRENGTHS, MEASURED ON THE SURFACE WAS    

          IN THE RANGE OF 30 TO 60 G (2.4 TO 4.8 kAm-1) PEAK VALUES.     

          NOTE: IT IS IMPORTANT THAT THIS LEVEL BE PRESENT IN ALL 

          AREAS TO BE INSPECTED ON THE PART. (6.3.2)







1.4     FORMULAS GIVEN IN 6.3.7.1 THROUGH 6.3.7.4. (6.3.1.3)





YES
NO
MAGNETIZATION CURRENT LEVELS 6.3.3







1.0     THE CURRENT VALUES WERE PEAK CURRENT VALUES THAT 



          WERE APPLIED DIRECTLY TO FULL-WAVE RECTIFIED CURRENT.  







2.0     OTHER TYPES OF CURRENT WAS USED, THE OPERATOR’S MANUAL



          OR EQUIPMENT MANUFACTURERS WAS CONSULTED TO     

          DETERMINE WHAT CORRECTION FACTOR, IF ANY WAS USED TO   

          CONVERT THE METER READING TO EQUIVALENT PEAK CURRENTS.







          2.1     CORRECTION FACTOR USED:



Z



          2.2     METER : _______________________________________________



                    METER READING:______________________________________



                    DATE CALIBRATED:____________________________________                     



                    S/N:___________________________________________________
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YES
NO
PROD CURRENT LEVELS 6.3.4







1.0     MATERIAL THICKNESS WAS ¾ in. (19 mm) OR LESS WITH 90 TO 115



          A/in. OF PROD SPACING (3.5 TO 4.5 A/mm) WAS USED.







2.0     MATERIAL THICKNESS WAS GREATER THAN ¾ in. (19mm) AND 100



          TO 125 A/in. OF PROD SPACING (4.0 TO 5.0 A/mm) WAS USED.







3.0     PROD SPACING WAS NOT LESS THAN 2 in. (50mm) OR GREATER 



          THAN 8 in. (200 mm)







          NOTE:   THE EFFECTIVE WIDTH OF THE FIELD WHEN USING PRODS   

                         IS ¼  OF THE PROD SPACING ON EACH SIDE OF THE LINE 

                        THROUGH THE PROD CENTERS.

NOTE:

EYE GLASSES – WHEN USING FLUORESCENT MATERIALS, INSPECTORS SHALL NOT WEAR EYEGLASSES THAT ARE PHOTOCHROMATIC OR THAT HAVE PERMANENTLY DARKENED LENSES.  THIS DOES NOT PROHIBIT EYEGLASSES WITH LENSES TREATED TO ABSORB ULTRAVIOLET LIGHT.

DARK ADAPTATION – WHEN PERFORMING FLUORESCENT MAGNETIC PARTICLE EXAMINATIONS, PERSONNEL MUST WAIT AT LEAST 1 MINUTE AFTER ENTERING A DARKENED AREA FOR ADJUSTMENT TO LOW-LEVEL LIGHT BEFORE PERFORMING THE INSPECTION.
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YES
NO
CIRCULAR DIRECT MAGNETIZATION 6.3.5







1.0     HEAD SHOTS WERE FROM 300 TO 800 A/in. OF PART DIAMETER 



          (12 TO 32 A/mm)







2.0     DIAMETER OF THE PART WAS TAKEN AT THE GREATEST DISTANCE



          BETWEEN ANY TWO POINTS ON THE OUTSIDE CIRCUMFERENCE OF



          THE PART.







3.0     CURRENTS WERE NORMALLY 500 A/in. (20 A PER mm) OR LOWER







4.0     FOR INCLUSTIONS OR LOW PERMEABILITY ALLOWY (i.e.; HARDENED



          STEEL) HIGHER CURRENTS UP TO 800 A/in. WERE USED







5.0     FOR INCLUSTIONS IN PRECIPITATION HARDENING STEELS HIGHER

 

          CURRENTS WERE USED UP TO 1000 A/in. (40 A PER mm)







6.0     1ST SHOT – LOWEST/SMALLEST DIAMETER 



          FIELD DIRECTION:  CIRCULAR DIRECT METHOD







          EQUIPMENT:____________________________________







          PART DIAMETER:________________________________







          AMPERAGE:_____________________________________







6.1     PART INSPECTED, MARKED, NOTED ON TEST SHEET







6.2     2ND SHOT – SECOND DIAMETER 



          FIELD DIRECTION:   CIRCULAR DIRECT METHOD







          EQUIPMENT:___________________________________







          PART DIAMETER:_______________________________







          AMPERAGE:____________________________________







6.3     PART INSPECTED, MARKED, NOTED ON TEST SHEET







6.4     3RD SHOT -  THIRD DIAMETER



          FIELD DIRECTION:_______________________________







          EQUIPMENT:____________________________________







          PART DIAMETER:________________________________







6.5     PART INSPECTED, MARKED NOTED ON TEST SHEET







6.6     DARK ADAPTATION WAS ADHERED TO DURING EXAMINATIONS



          ABOVE.  1 MINUTE MINIMUM

Magnetic Particle Testing

Process Proofing

ASTM E 1444 - 94a





YES
NO
CIRCULAR DIRECT MAGNETIZATION 6.3.5 CONTINUED







6.7     DEMAGNETIZE PART,  MAGNETIC FIELD INDICATOR DID NOT



          DETECT FIELDS GREATER THAN 3 GAUSS (240 Am-1) ANYWHERE ON



          PART (6.7.1.3)







6.8     A/C DEMAGNETIZING, PART IS SUBJECTED TO FIELD WITH A PEAK 



          VALUE GREATER THAN, AND IN NEARLY THE SAME DIRECTION USED



          IN INSPECTION,  A/C CURRENT FIELD IS GRADUALLY DECREASED TO



          ZERO.  (6.7.1.1)







6.8.1  THE PART WAS HELD APPROXIMATELY 1 FT. (30 cm) IN FRONT OF THE



          COIL AND MOVED SLOWLY /  STEADILY THROUGH COIL AT LEAST



          3 FT. (100 cm) BEYOND THE END OF THE COIL



          ROTATE AND TUMBLE COMPLEX PARTS WHILE PASSING THROUGH



          FIELD OF THE COIL(6.7.1.1) 







6.9     D/C DEMAGNETIZING, INITIAL  FIELD SHALL BE HIGHER THAN AND



          NEARLY IN THE SAME DIRECTION USED IN INSPECTION.  REVERSE



          FIELD, DECREASE MAGNITUDE, AND REPEAT UNTIL ACCEPTABLE



          RESIDUAL FIELD IS REACHED. (SEE 6.6 ABOVE) (6.7.1.2)







NOTE:  WHENEVER POSSIBLE CIRCULARLY MAGNETIZED PARTS SHALL BE



              MAGNETIZED IN THE LONGITUDINAL DIRECTION BEFORE BEING



              DEMAGNETIZED.  (6.7.1.3)

COMMENTS:_________________________________________________________________________

_____________________________________________________________________________________

_____________________________________________________________________________________

_____________________________________________________________________________________

_____________________________________________________________________________________

_____________________________________________________________________________________

_____________________________________________________________________________________________________
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YES
NO
CENTRAL CONDUCTOR CIRCULAR MAGNETIZATION 6.3.6







1.0     INSPECTION WAS REQUIRED OF THE INSIDE SURFACES OF THE PART 



          AND A CENTRAL CONDUCTOR BAR USING ALTERNATING CURRENT.







NOTE:     IF ONLY THE INSIDE DIAMETER IS TO BE INSPECTED THAN  THE 



                DIAMETER SHALL BE THE GREATEST DISTANCE BETWEEN TWO 



                POINTS, 180 DEGREES APART ON THE INSIDE CIRCUMFERENCE







2.0      INSIDE DIAMETER DISTANCE BETWEEN TWO POINTS WAS USED







           DIAMETER:_________________________







           AMPERAGE:________________________







3.0      DIAMETER WAS DETERMINED AS FOLLOWS: CENTRALLY 



           LOCATED CONDUCTOR BAR. 6.3.6.1







           3.1     HEAD SHOTS WERE FROM 300 TO 800 A/in. OF PART DIAMETER 



                     (12 TO 32 A/mm)







           3.2     CURRENTS WERE NORMALLY 500 A/in. (20 A PER mm) OR LOWER







           3.3     FOR INCLUSTIONS OR LOW PERMEABILITY ALLOY 



                     (i.e.; HARDENED STEEL) HIGHER CURRENTS UP TO 800 A/in. 



                     WERE USED







           3.4     FOR INCLUSTIONS IN PRECIPITATION HARDENING STEEL

 

                     HIGHER CURRENTS WERE USED UP TO 1000 A/in. (40 A PER mm)







4.0     WHEN USING OFFSET CENTRAL CONDUCTOR 6.3.6.2







           4.1     THE CURRENT WAS FIGURED THE SAME AS THE CENTRALLY



                     LOCATED  CONDUCTOR ABOVE EXCEPT THAT THE OFFSET



                     CENTRAL CONDUCTOR  (PLACED AGAINST THE INSIDE OF THE



                     WALL) IS THE SUM OF THE DIAMETER  OF THE CENTRAL



                     CONDUCTOR AND TWICE THE WALL THICKNESS







SUM OF THE DIAMETER:_______________________________________







WALL THICKNESS:____________________________________________







AMPERAGE:__________________________________________________











TO FIGURE THE FIELD OF INSPECTION, TAKE  THE DIAMETER OF THE C.C. BAR AND 



MULTIPLY IT BY THE CONSTANT OF 4.  ( IE.; A 2” DIA. BAR X 4 = 8” )  REF. FIG. 4 PG. 6



ENTIRE CIRCUMFERENCE MUST BE INSPECTED BY ROTATING WITH 10% OVERLAP



USE r2 (IE.; 3.14 X 1.1252 = 3.97” AREA FOR A HOLE DIAMETER OF 2 ¼ “



Magnetic Particle Testing

Process Proofing

ASTM E 1444 - 94a





YES
NO
OFFSET CENTRAL CONDUCTOR 6.3.6.2 CONTINUED







5.0     1ST SHOT – LOWEST/SMALLEST DIAMETER 



          FIELD DIRECTION:  CIRCULAR DIRECT METHOD







          EQUIPMENT:____________________________________







          PART DIAMETER:________________________________







          AMPERAGE:_____________________________________







5.1     PART INSPECTED, MARKED,  EYE ADAPT., NOTED ON TEST SHEET







5.2     2ND SHOT – SECOND DIAMETER 



          FIELD DIRECTION:   CIRCULAR DIRECT METHOD







          EQUIPMENT:___________________________________







          PART DIAMETER:_______________________________







          AMPERAGE:____________________________________







5.3     PART INSPECTED, MARKED, EYE ADAPT.,  NOTED ON TEST SHEET







5.4     3RD SHOT -  THIRD DIAMETER



          FIELD DIRECTION:_______________________________







          EQUIPMENT:____________________________________







          PART DIAMETER:________________________________







5.5     PART INSPECTED, EYE ADAPT., MARKED NOTED ON TEST SHEET







6.0     DEMAGNETIZE PART,  MAGNETIC FIELD INDICATOR DID NOT



          DETECT FIELDS GREATER THAN 3 GAUSS (240 Am-1) ANYWHERE ON



          PART







6.1     A/C DEMAGNETIZING, PART IS SUBJECTED TO FIELD WITH A PEAK 



          VALUE GREATER THAN, AND IN NEARLY THE SAME DIRECTION USED



          IN INSPECTION,  A/C CURRENT FIELD IS GRADUALLY DECREASED TO



          ZERO.  (6.7.1.1)







6.1.1  THE PART WAS HELD APPROXIMATELY 1 FT. (30 cm) IN FRONT OF THE



          COIL AND MOVED SLOWLY /  STEADILY THROUGH COIL AT LEAST



          3 FT. (100 cm) BEYOND THE END OF THE COIL



          ROTATE AND TUMBLE COMPLEX PARTS WHILE PASSING THROUGH



          FIELD OF THE COIL (6.7.1.1)
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YES
NO
OFFSET CENTRAL CONDUCTOR 6.3.6.2 CONTINUED







6.2     D/C DEMAGNETIZING, INITIAL  FIELD SHALL BE HIGHER THAN AND



          NEARLY IN THE SAME DIRECTION USED IN INSPECTION.  REVERSE



          FIELD, DECREASE MAGNITUDE, AND REPEAT UNTIL ACCEPTABLE



          RESIDUAL FIELD IS REACHED. (SEE 6.6 ABOVE) (6.7.1.2)







NOTE:  WHENEVER POSSIBLE CIRCULARLY MAGNETIZED PARTS SHALL BE



              MAGNETIZED IN THE LONGITUDINAL DIRECTION BEFORE BEING



              DEMAGNETIZED.  (6.7.1.3)

COMMENTS:_________________________________________________________________________

_____________________________________________________________________________________

_____________________________________________________________________________________

_____________________________________________________________________________________

_____________________________________________________________________________________

_____________________________________________________________________________________

WORK SHEET AREA IF NEEDED:
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LONGITUDINAL MAGNEITZATION USING COILS 6.3.7







1.0     LOW- FILL FACTOR COILS 6.3.7.1







CROSS-SECTIONAL AREA OF THE COIL IS TEN OR MORE TIMES THE CROSS-SECTIONAL AREA THE PART





 

          NOTE:     LOW AND INTERMEDIATE FILL FACTOR COILS HAVE AN     



                            EFFECTIVE FIELD THAT EXTENDS ON EITHER SIDE OF THE 



                            COIL APPROXIMATELY EQUAL TO THE RADIUS OF THE 







                            COIL (SEE FIG. 5,  PG. 7)







                    NI =     K      (+ - 10%)                    K = 45,000 AMPERE TURNS



                              L/D                                         L = LENGTH OF THE PART



                                                                             D = DIAMETER OF PART



                                                                             SAME UNIT MEASUREMENT



1.2     PARTS POSITIONED IN CENTER OF COIL 6.3.7.1 (2)       







                    NI =        KR         (+ - 10%)           R = RADIUS OF COIL MM or INCHES



                             (6L/D) – 5                               K = 1690 AMPERE TURNS PER MM



                                                                             K = 43,000 AMPERE TURNS PER IN.



                                                                             L = LENGTH OF PART



                                                                             D = DIAMETER OF PART



                                                                             SAME UNIT MEASUREMENT



1.3     PARTS WITH HOLLOW PORTIONS 6.3.7.4 (5)



REPLACE “D” WITH “Deff” IN THE ABOVE FORMULAS







          Deff  =  2 [ ( At  -  Ah )  /½                    At =   CROSS SECTION AREA OF  



                                                                                      PART



                                                                            Ah =  CROSS SECTION AREA OF



                                                                                     HOLLOW PORTION OF PART







1.4     CYLINDRICAL PARTS 6.3.7.4 (6)



REPLACE “D” WITH “Deff” IN THE ABOVE FORMULAS







          Deff  = [  (OD)2  -  (ID)2  ] ½                     OD = OUTSIDE DIA. OF CYLINDER 



                                                                            ID = INSIDE DIA. OF CYLINDER







2.0     FORMULAS ARE GOOD FOR L/D THAT IS GREATER THAN 2 AND LESS



          THAN 15







          2.1   IF L/D IS LESS THAN 2, CORRECT WITH POLE PIECES OF SAME



                  MATERIAL (FERROMAGNETIC MATERIAL)  THE SAME DIAMETER 



                  AS THE PART PLACED ON  EACH END OF PART







          2.2  IF L/D IS GREATER THAN 15, USE THE VALUE OF 15 FOR L/D
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NO
CABLE WRAP OR HIGH FILL FACTOR COILS  6.3.7.2







CROSS-SECTIONAL AREA OF COIL IS LESS THAN TWICE THE CROSS-SECTIONAL AREA (INCLUDING HOLLOW PORTION) OF PART







NOTE:     THE EFFECTIVE FIELD OF A CABLE WRAP IS 230 mm (9”) ON EITHER



                 SIDE OF THE COIL ( SEE FIG. 6, PG. 7)







                 PARTS LONGHER THAN THESE EFFECTIVE FIELDS DISTANCES



                 REQUIRE REPOSITIONING WITHIN THE COIL,  APPROXIMATELY



                 10% OVERLAP WITH THE ENTIRE LENGTH BEING INSPECTED







1.0     CABLE WRAP OR HIGH FILL FACTOR COILS  6.3.7.2







          CABLE WRAP







          HIGH FILL FACTOR COIL







1.1               NI =     K      (+ - 10%)                    K = 45,000 AMPERE TURNS



                              L/D + 2                                   L = LENGTH OF THE PART



                                                                             D = DIAMETER OF PART



                                                                             SAME UNIT MEASUREMENT



1.2     PARTS WITH HOLLOW PORTIONS 6.3.7.4 (5)



REPLACE “D” WITH “Deff” IN THE ABOVE FORMULAS







          Deff  =  2 [ ( At  -  Ah )  /½                    At =   CROSS SECTION AREA OF  



                                                                                      PART



                                                                            Ah =  CROSS SECTION AREA OF



                                                                                     HOLLOW PORTION OF PART







1.3     CYLINDRICAL PARTS 6.3.7.4 (6)



REPLACE “D” WITH “Deff” IN THE ABOVE FORMULAS







          Deff  = [  (OD)2  -  (ID)2  ] ½                     OD = OUTSIDE DIA. OF CYLINDER 



                                                                            ID = INSIDE DIA. OF CYLINDER







2.0     FORMULAS ARE GOOD FOR L/D THAT IS GREATER THAN 2 AND LESS



          THAN 15







          2.1   IF L/D IS LESS THAN 2, CORRECT WITH POLE PIECES OF MATERIAL



                 (FERROMAGNETIC MATERIAL)  THE SAME DIAMETER AS THE 



                  PART PLACED ON  EACH END OF PART







          2.2  IF L/D IS GREATER THAN 15, USE THE VALUE OF 15 FOR L/D
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YES 
NO
INTERMEDIATE FILL FACTOR COIL  6.3.7.3  (4)







NOTE:     WHEN THE CROSS–SECTIONAL AREA OF THE COIL IS BETWEEN



                 TWO AND TEN TIMES THE CROSS-SECTIONAL AREA OF PART 







NOTE:     THE EFFECTIVE FIELD OF THE INTERMEDIATE FILL FACTOR COIL



                 IS EQUAL TO THE RADIUS OF THE COIL ON BOTH SIDED OF THE



                 COIL







                 PARTS LONGHER THAN THESE EFFECTIVE FIELDS DISTANCES



                 REQUIRE REPOSITIONING WITHIN THE COIL,  APPROXIMATELY



                 10% OVERLAP WITH THE ENTIRE LENGTH BEING INSPECTED



1.0     INTERMEDIATE FILL FACTOR COIL  6.3.7.3  (4)







1.1     NI  =  (NI) h  ( 10 – r   )  +  (NI) l    (  r  -  2  )    



                                        8                               8







     (NI) l  =  VALUE OF NI CALCULATED FOR LOW FILL FACTOR COILS







     (NI) h   =  VALUE OF NI CALCULATED FOR HIGH FILL FACTOR COILS







      r   =  RATIO OF CROSS SECTION AREA OF COIL TO CROSS SECTION AREA



              OF PART







     EX:     COIL OF 10” IN. DIA. AND PART (R0D)  5” IN. DIA.







                      r   =  (  .  52 )  /  (  .  2.52 )  =  4

AREA FOR CALCULATIONS:
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NO
LONGITUDINAL MAGNETIZATION APPLICATION 6.3.7







1.0     PREFORMED COIL / NUMBER OF TURNS:_____________________







2.0     1ST  SHOT – LOWEST / SMALLEST DIAMETER







          2.1     FIELD DIRECTION: LONGITUDINAL







          2.2     EQUIPMENT:







          2.3     AMPERAGE:







          2.4     INDIRECT / INDUCED:







          2.5     DIAMETERS AND LENGTH FIGURED FOR AMPERAGE







          2.6     FORMULA USED:







          2.7     CALCULATIONS VERIFIED:







          2.8     NUMBER OF SHOTS:







                    NOTED ON TEST SHEET AT END TEST







          2.9     PART INSPECTED,  EYE ADAPT., MARKED, NOTED ON TEST SHEET,  



                    RELEVANT OR NON-RELEVANT 







3.0     2ND SHOT – SECOND DIAMETER







          3.1     AMPERAGE:   







          3.2     SAME EQUIPMENT/METHOD/FORMULA USED







          3.3     CALCULATION VERIFIED







          3.4     NUMBER OF SHOTS







          NOTED ON TEST SHEET AT END TEST







          3.5     PART INSPECTED, EYE ADAPT., MARKED, NOTED ON TEST SHEET,  



                    RELEVANT OR NON-RELEVANT 







4.0     3RD  SHOT – SECOND DIAMETER







          4.1     AMPERAGE:   







          4.2     SAME EQUIPMENT/METHOD/FORMULA USED







          4.3     CALCULATION VERIFIED







          4.4     NUMBER OF SHOTS







          NOTED ON TEST SHEET AT END TEST







          4.5     PART INSPECTED, EYE ADAPT.,  MARKED, NOTED ON TEST SHEET,  



                    RELEVANT OR NON-RELEVANT 
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ACCEPTANCE REQUIREMENTS 5.1







1.0      METHOD OF ESTABLISHING ACCEPTANCE REQUIREMENTS IS



           INCORPORATED AS PART OF THE WRITTEN PROCEDURE 



           SPECIFICALLY OR BY REFERENCE







           1.1     ASTM A 456 USED FOR LARGE CRANKSHAFT FORGINGS







           1.2     ASTM A275 TEST METHOD A 27/A, 275/M USED FOR 



                     STEEL FORGINGS







2.0     METHODS FOR CLASSIFYING







          2.1     MIL-STD-2175 OR AMS 5355 USED FOR METAL CASTINGS







          2.2     MIL-STD-1907 USED FOR FERROMAGNETIC FORGINGS, 



                    CASTINGS, EXTRUSIONS AND WELDMENTS







3.0     OTHER: ________________________________________







1.0     RECORD OF INDICATIONS 6.6







          1.0     WHEN REQUIRED BY THE WRITTEN PROCEDURE ALL  



                    REJECTABLE INDICATIONS WERE BE MARKED ON THE PART 



                    AND A PERMANENT RECORD OF THE LOCATION, DIRECTION 



                    AND FREQUENCY WAS COMPLETED BY  ONE OR THE 



                    FOLLOWING METHODS:







                    1.1     WRITTEN DISCRIPTION RECORDING THE LOCATION, 



                              LENGTH, DIRECTION, AND NUMBER IN A SKETCH, OR 



                              TABULAR FORM  6.6.1







                    1.2     ADHESIVE BACKED TRANSPARENT TAPE WAS APPLIED



                              ON THE DRY PARTICLE INDICATIONS AND PLACED ON AN



                              APPROVED FORM ALONG WITH INFORMATION OF 



                              LOCATION ON THE PART  6.6.2







                    1.3     SPRAY-ON STRIPPABLE FILN THAT FIXES THE INDICATION



                              IN PLACE THEN IS PLACED ON AN APPROVED FORM 



                              ALONG WITH INFORMATION OF THE LOCATION ON THE



                              PART  6.6.3







                    1.4     PHOTOGRAPH OR VIDEO RECORDING OF THE INDICATIONS



                              THEMSELVES, THE TAPE, OR STRIPPABLE FILM



                              REPRODUCTION, AND PLACING THE PHOTO ON A 



                              TABULAR FORM WITH INFORMATION GIVING THE 



                              LOCATION ON THE PART 6.6.4
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NO
1.0     POSTINSPECTION DEMAGNETIZATION AND CLEANING 6.7 







          1.1     UNLESS OTHERWISE SPECIFIED BY THE CONTRACTING AGENCY



                    ALL PARTS SHALL BE DEMAGNETIZED, CLEANED AND 



                    CORROSION PROTECTED AFTER EXAMINATION







          1.2     OTHERWISE SPECIFIED







          AGENCY: __________________________________________________







          DATE:______________________________________________________







          PART NUMBER AND REVISION:_______________________________





YES
NO
1.0     DEMAGNETIZATION 6.7.1







          1.1     A/C DEMAGNETIZATION – THE PART WAS SUBJECTED TO A 



                    FIELD WITH A PEAK VALUE GREATER THAN AND NEARLY 



                    IN THE SAME DIRECTION USED IN THE INSPECTION.  A/C 



                    CURRENT FIELD IS GRADUALLY DECREASED TO ZERO   6.7.1.1







          1.2     A/C DEMAGNETIZING COIL – THE PART WAS HELD ABOUT ONE



                    FOOT (30 cm) IN FRONT OF THE COIL AND MOVED SLOWLY AND



                    STEADILY THROUGH THE COIL AT LEAST THREE (3) FEET (90 cm)



                    BEYOND THE END OF THE COIL.     REPEATED AS NECESSARY.



                    COMPLEX CONFIGURATION PARTS WERE ROTATED AND 



                    TUMBLED WHEN PASSING THROUGH THE FIELD OF THE COIL.







          1.3     D/C DEMAGNETIZING – THE INITIAL FIELD WAS HIGHER THAN



                    AND NEARLY IN THE SAME DIRECTION USED IN INSPECTION.



                    THE FIELD WAS REVERSED AND DECREASED IN MAGNITUDE



                    AND REPEATED AS NECESSARY UNTIL AN ACCEPTABLE 



                    RESIDUAL FIELD WAS REACHED.  6.7.1.2







          1.4     THE DEMAGNETIZED PART, WHEN CHECKED WITH A FIELD      



                    INDICATOR DID NOT SHOW A FIELD GREATER THAN 3 GAUSS



                    (240 Am-1) ANYWHERE ON THE PART   6.7.1.3







NOTE:      WHENEVER POSSIBLE CIRCULARLY MAGNETIZED PARTS SHALL 



                  BE MAGNETIZED IN THE LONGITUDINAL DIRECTION BEFORE 



                  BEING DEMAGNETIZED
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    POSTINSPECTION DEMAGNETIZATION AND CLEANING 6.7 (CONT.)







2.0     POSTINSPECTION CLEANING 6.7.2







          2.1     CLEANING SHALL BE DONE WITH:







                   2.1.1     SUITABLE SOLVENT







                   SOLVENT:_________________________________________







                   2.1.2     AIR BLOWER







                   2.1.3     OTHER MEANS:______________________________







          2.2    ALL PLUGS, MASKING ETC. WAS REMOVED WITH CARE THAT  



                   COULD AFFECT THE PARTS INTENDED USE







          2.3     COOLANT HOLES, CREVICES, PASSAGE WAYS, ETC., WERE 



                    INSPECTED FOR RESIDUE TO ENSURE REMOVAL







          2.4     PARTS WERE PROTECTED FROM POSSIBLE CORROSION OR



                    DAMAGE DURING CLEANING







          2.5     AIRCRAFT QUALITY STEEL CLEANLINESS WAS PROCESSED IAW



                    AMS 2300, AMS 2301, OR AMS 2303.   THE PARTS FABRACATED 

  

                    FROM THIS MATERIAL SHALL BE IAW THE REQUIREMENTS OF



                    ASTM E 1444.







3.0     ALL PARTS HAD CORROSION PROTECTION APPLIED AFTER FINAL



          INSPECTION.     6.7.2







          3.1     PREVENTATIVE USED:_________________________________







          3.2     BATCH OR LOT NUMBER:______________________________







          3.3     DATE OF MFG. OR CURE DATE:_________________________







          3.4     MANUFACTURER:_____________________________________
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MARKING OF INSPECTED PARTS 7.2







1.0     PARTS ACCEPTED USING MAGNETIC PARTICLE WERE MARKED PER:







          1.1     APPLICABLE DRAWING







          DRAWING NUMBER AND REV.:_____________________________







          1.2     PURCHASE ORDER:







          P.O. NUMBER:_________________________________







          1.3     CONTRACT







           CONTRACT NUMBER:___________________________________







          1.4     SPECIFIED IN ASTM E 1444





YES
NO
2.0     MARKING WAS APPLIED TO THE PART IN A MANNER AND LOCATION



          NOT HARMFUL TO THE PART  7.2







          2.1     IT WILL BE VISIBLE AFTER ASSEMBLE







          2.2     SUBSEQUENT HANDLING WILL NOT OBLITERATE OR SMEAR IT







          2.3     IF SUBSEQUENT PROCESSING WILL REMOVE THE ID., IT WAS



                    AFFIXED TO THE RECORD ACCOMPANYING THE FINISHED 



                    PART(S) OR ASSEMBLY(S)







          2.4     BOLTS / NUTS OR OTHER FASTENER PRODUCTS WERE 



                    IDENTIFIED AS HAVING MET, THE REQUIREMENTS OF 



                    MAGNETIC PARTICLE INSPECTION BY CONSPICUOUSLY



                    MARKING EACH PACKAGE.







          2.5     MARKING WAS OTHERWISE  SPECIFIED BY THE 



                    CONTRACTING AGENCY







                    AGENCY:______________________________________________







                    DATE:_________________________________________________







                    PART NUMBER AND REV.:_______________________________
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MARKING OF INSPECTED PARTS  7.2 CONTINUED







3.0     METHOD OF MARKING







          3.1     WHEN PERMITTED OR REQUIRED BY THE APPLICABLE 



                    WRITTEN PROCEDURE, DETAIL SPECIFICATION, OR



                    DRAWING USE:







                    3.1.1     IMPRESSION STAMPING WHEN NATURE OF PART ALLOW







                    3.1.2     LASER MARKING







                    3.1.3     VIBRO ENGRAVING







          3.2     THE IMPRESION STAMP WAS LOCATED ONLY IN AN AREA



                    PROVIDED ADJACENT TO THE PART NUMBER OR INSPECTOR’S



                    STAMP







          3.3     PARTS THAT WERE 100% INSPECTED WERE MARKED WITH THE



                    LETTER “M”  WITH A CIRCLE AROUND IT  7.2.5.1







          3.4     LOT INSPECTED PARTS WHICH WERE INSPECTED BY MEANS OF



                    A SAMPLING PROCEDURE, WERE MARKED WITH THE 



                    LETTER “M” ONLY 7.2.5.2







          3.5     OTHERWISE SPECIFIED  OR PROHIBITED BY THE C.A. 7.2.1 & 7.2.2







                    AGENCY:____________________________________







                    DATE:_______________________________________







                    PART NUMBER AND REV.:_______________________________







4.0     ETCHING 7.2.2  (SEE 3.5 ABOVE)







          4.1     PARTS WERE ETCHED USING ETCHING FLUID OR OTHER 



                    MEANS AND METHOD OF APPLICATION WAS ACCEPTABLE 



                     TO THE CONTRACTING AGENCY







                    AGENCY:____________________________________







                    DATE:___________________________







                    PART NUMBER AND REV.:___________________________







          4.2     PROCESS AND LOCATION WILL NOT ADVERSELY EFFECT THE



                    FUNCTION OF THE PART







          4.3     PARTS THAT WERE 100% INSPECTED WERE MARKED WITH THE



                    LETTER “M”  WITH A CIRCLE AROUND IT  7.2.5.1







          4.4     LOT INSPECTED PARTS WHICH WERE INSPECTED BY MEANS 



                    OF A SAMPLING PROCEDURE, WERE MARKED WITH 



                    THE LETTER “M” ONLY 7.2.5.2
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MARKING OF INSPECTED PARTS 7.2 CONTINUED







5.0     DYEING 7.2.3







          5.1     STAMPING, VIBRO ENGRAVING, AND ETCHING WAS NOT



                    PERMISSIBLE 







          AGENCY:____________________________________________







          DATE:_______________________________________________







          PART NUMBER AND REV.:_____________________________







          5.2     PARTS WERE 100% INSPECTED AND EACH PART WAS MARKED



                    WITH ACCEPTABLE DYE, PREDOMINATELY BLUE PER



                    FED-STD-595.







                    5.2.1     INDICATED BY TWO ADJACENT BLUE DOTS







                   5.2.2     OTHER SUITABLE MEANS:___________________________







          5.3     LOT INSPECTED PARTS WHICH WERE INSPECTED BY SAMPLING



                    WERE MARKED WITH ACCEPTABLE DYE PREDOMINANTLY 



                    ORANGE PER FED-STD-595.







                    5.3.1     INDICATED BY:____________________________________







                    5.3.2     OTHER SUITABLE MEANS:__________________________







6.0     OTHER IDENTIFICATION  7.2.4







          6.1     OTHER MEANS OF IDENTIFICATION WAS USED FOR PARTS WITH



                    CONSTRAINTS NOT ALLOWING STAMPING, LASER MARKING, 



                    VIBRO ENGRAVING OR ETCHING: (GROUND/POLISHED BALLS,



                    ROLLERS, PINS OR BUSHINGS) 







          6.2     TAGGING WAS USED







          6.3     OTHER MEANS:__________________________________________
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