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INTROBUCTION

This Engineering Standard Practice (ESP) states the guide Tines
under which the following non-distructive inspection methods shall
be specified.

Uitrasonic inspection

Magnetic Particles Inspection

Fluoresent Penetrant inspection
lectrical Conductivity I(nspection

This ESP shall apply to all drawings for the DHC-8 and subsequent
aircraft and all new drawings for DHC-7 and previous alrcrafe

APPLICABILITY

The non-destructive inspection methods stated in the ESP shall
apply to parts made from wrought raw material such as sheet, plate
bar, rod, extrusions, tubing and forgings {hand and closed dia),

Non-destructive inspection for welded assemblies, and castings is
covered by the class of weld or class of casting that is specified

Ultrasonic inspection is used to detect discontinuities in ferrous

and non-ferrous metal forms, having flat or curved surfaces such
as plate, bar, rod, extrusions, hand forgings and curtain areas
of die forgings.

Magnetic Particle inspection is suitable for parts made from

magrnetic ferrous allioys such as 4130 and 4340 Tow alloy steels and
heat treatable stainless steels such as “31, 17-4PH, 17-7PH and
Custom 455,

Flucrescent Penetrant inspection is suitable for use on parts made

from high strength aluminum ailoys, copper alloys and nonemagnetic
stainless steels such as 301, 303Se, 30L, 32V and 347,

Electrical Conductivity inspection is suitable for use 35 an

¢ for aluminum alloy

s
indicator of heat treat condltion or tempe
raw material, forgings or machined parts.
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Continyed '
al ULTRASONIC INSPECT TO QCb/&/C8

b} When the discontinuizy class for a certain thickness of material
to be inspected is NOT the same class as stated in Table &,
then the drawing note is

ULTRASOHIC INSPECT 7O QCb/G/CE, CLASS

“Note: Tablie | of this document contains the same information
2% Table |t of QCo/6/C8,

¥

Magnetic Particle inspection - ai] form

MAGNETIC PARTICLE INSPECT 10 PPS 20.01

Fluorescent Penetrant inspection

Die Forgings
VENDOR FLUORESCENT PENETRANT INSPECT TO MiL-i-58686

FLUURESCENT PENETRANT IMSPELCT TG PPS 20.03

Electrical Conductivity fnspection

3

fe Forgings

VENDOR ELECTRICAL CONDUCTIVITY TEST TO MIL-STD~1537

WHEH 7O SPECIFY NON-DESTRUCTIVE INSPECTION

Ultrasonic Inspection shall be specified when all of the following
3 conditions apply.

a raw material {plate, bar, hand forgings die forgings and
s 3ing
Blob' ends of stepped extrnsssﬂm} having section thicknesses
of 1.0 inch and grester.
b} rew material is aluminum alloy 7458, 7075 or 7175,

ior aircrafe strucrural
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c} when raw material is used to machina p
components such as:

~wing and stzbilizer 59&?3 end 5par £aps.,
~all forgings used for primary structure parts.
-wing pick-up fuseiage frames.
~flight compariment windshizld frames
“engine mount attachment fittings.
~nacelle attachment fittings.
&=

.
«f§€gh* control surface ac
~wing box bulkheads,
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range of 125-145 KS1 and higher.
~Engine mounts and attachments fittings.
-Cargo tie down and safety belt attachment fittings.
“Wing, fin, stabilizer and nacelle attachment fittings.
~Landing gear attachment fittings.
-~Flight control actuator attachment fittings.
~Steel forgings
=Other prime structural atrachment points and parts.

%

Fluorescent Penetrant Inspection shali be specified for:

-Hagneformed tube assembllies

~All aluminum alloy parts made from ultrasonic inspected material.
-Engine mounts and attachment fittings.

-Wing, fin, stabilizer and nacelle attachment fittings,

=Flight control actuator attachment fitftings.

~Landing gear attachment fittings.

~Machined, window and windshiald frames,

-Atuminum alloy forgings before and after machining.

-All hinge fittings

~Gther prime siructusl attachment points and parts,

Electrical Conductivity Inspection shall be spegifisd for:

~Hand and die forgings which are to be received from

the vendor in the final heat treat tempar and which have
# section thickness of 2.0 inches and greater.
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