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—_MAGNETIC PARTICLE TESTING - GENERAL
1. SCOPE

1.1 This specification establishes the minimum re —
quirements for magnetic particle examination used
for the detection of surface or slightly subsur-
face discontinuites in ferromagnetic materials.

1.2 Wet suspensions or dry particles, either fluores-
cent or non-fluorescent,may be used.

1.3 Magnetic slurry/paint and magnetic polymers are
authorized for use to this process specification.

2. COMMUNICATION
2.1 13 Definition

BHEL - Gas Turbines Engineering is the authorized

interface for all communication between BHEL and

the External Supplier. All guestions or requests

for additional information shall be submitted to

Gas Turbines Engineering for clarification. Con-
flicts between applicable Specification and/or

drawings shall be submitted to Gas Turbines Engi-
neering for resolution.

5 o Iat 1 Suppli s finition)

All communication, including gquestiions or
requests for additional information shall be submit-
ted to Materials Engineering.

2.3 Raguests For Deviations

Requests for deviations to the requirements of
this specification shall be submitted as follows:

2.3.1 External Supplier-Gas Turbines Engineering
by Supplier Deviation Request (SDR) .

2.3.2 Internal Supplier- To the appropriate Engineering
personnel by QCR.

Approved : Date
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3. _APPLICABLE DOCUMENTS

3.1 The following documents shall form an integral part of

this specification to the extent specified herein.
Unless other-wise indicated, the latest issue shall
apply.

3.1.1 _American Societvy for Nondestructive Testing

SNT-TC-1A=—Personnel Qualificatipn and Cer-~
tification in Nondestructive Testing

3.1.2 _American Society for Testing and Materials

ASTM A 275/A 275M Standard Test Method for
Magnetic Particle Examina-
tion of Steel Forgings

ASTM E709 Standard Guide for Magnet-
ic particle Examination

ASTM E1316 Standard Terminology for
Nondestructive Examina—
tions

ASTM E1444 Standard Practice for
Magnetic Particle Examina-
tion

4.1 _Personnel

4.1.1 Purchaser- BHEL
4.1.2 _External Supplier - The corporation, company,
partnership, sole proprietorship or indi-
vidual engaged to perform the process

covered kty this specification.

4.1.3 _Internal Supplier- Any BHEL Manufacturing

Department.

4.1.4 _Supplier- As used herein, unless specifically
designated, refers to either an External or
an Internal Supplier.
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4.2 _Specification Deviation Documents
4.2.1 Applicable to External Supplier

4.2.1.1 ier Deviation Request (SDR)-A method for the
documentation, approval and control of a waiver
for materials, processes, or dimensions which
deviate from the Purchase order documents,draw

ings, specifications, engineering instructions,
etc) .

4.2.2 Applicable to Internal Supplier

4.2.2.1 Quality Control Report (QCR)- BHEL Manufacturing

Department non-conformance report initiated
during processing through the factory. Used by
Manufacturing to document non-conformance to

governing documents and request corrective action.

4.3 Technical Terms

None

5. ENGINEERING REOUIREMENTS

5.1 Ac e Reguirements

5.1.1 The acceptance requirements applicable to the
part or group of parts shall be incorporated as
part of the written procedure either specifi-
cally or by reference to other applicable
documents containing the necessary information.

_ COPYRIGHT AND CONFIDENTIAL
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5.1.2 Applicable drawings and/or specifications,etc.,
must specify the acceptance size and
concentration of discontinuities for the compon-
ent, with zoning of unique areas as required by
design requirements, and as determined by Design

It must not be used directly or indirectly in any way detrimental to the interest of the company.,

Engineering.
5.2 Personnel Qualjfication
5.2.1 The tests shall be performed by personnel

qualified and certified through an established
program that reflects the intent of the
recommended guidelines provided in ASNT document
SNT-TC-1A.

caame
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5.2.2 Where requirements of SNT-TC-1A have been modi-
fied to meet the needs of the inspection company,
they shall be specifically detailed in the com-—
pany’'s written practice for gualification and
certification of personnel.

5.3 i Procedure/Meth

5.3.1 Magnetic particle inspection shall be performed in
accordance with a written procedure-/method
applicable to the parts or group of parts under
test.

5.3.2 The procedure/method shall be capable of detecting
the smallest rejectable discontinuities specified
in the acceptance requirements.

5.3.3 All written procedures shall be approved by a
level III individual. This person shall be quali-~
fied and certified in accordance with the local
written practice.

5.3.4 External suppliers’ procedures shall be submitted
to the purchaser for approval prior to use.

5.4 he Wri n Procedur
5.4.1 The written procedure/method shall include atleast

the following elements, either directly or by
reference to the applicable document:
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5.4.1.1 Procedure identification and date written.

5.4.1.2 Identification of the part(s) to which the
procedure applies.

5.4.1.3 1Identification of the system performance
verification devices/test parts.

5.4.1.4 Areas of the part to be examined.
5.4.1.5 Part preparation reguired before testing.
5.4.1.6 Directions for positioning the item with

respect to the magnetizing equipment, for
each surface inspected.
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.5

5

.5.

.5.

5.4.1.7 The type of magnetizing current and the
equipment to be used, when work is done with
portable or mobile equipment.

5.4.1.8 Method of establishing the magnetization (head
shot, coil, prods, yoke, cable wrap,
electromagnets, permanent magnet, etc.), for
each surface inspected.

5.4.1.9 Direction of magnetization to be used, the
order in which they are applied, and any
demagnetization procedures to be used between
shots.

5.4.1.10 Estimated current level required.

5.4.1.11 Type of magnetic particle material (dry or
wet,visible or fluorescent, colour of visible
particles, etc.) to be used and the method and
equipment to be used for its application, and
for the case of wet particles, the particle
concentration limits.

5.4.1.12 Acceptance requirements to be used for eval-
uating indications and disposition of parts
after evaluation.

5.4.1.13 Post-inspection demagnetization and cleaning
requirements.

Examination Sequence

1 Magnetic particle inspection shall be performed
after the completion of operations that could
cause surface or near-surface discontinuities.
These operations include,but are not limited
to, forging, heat treating,plating, passivatiown,
cold forming, welding,grinding, straightening,
machining, proof loading, etc.

2 Parts shall be magnetic particle inspected without
coatings unless otherwise approved by the contra-
cting agency or unless they meet the requirements
of paras.6.1.5 or 6.1.6.
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5.6 Eguipment

5.6.1 The types of current used for magnetic particle
examination are full-wave rectified alternating
current (3 or 1 phase), half-wave rectified
alternating current,and alternating current.

5.6.2 The equipment used shall fulfil the magnetizing
and demagnetizing requirements adequately without
damaging the part, and shall include the necessary

features required for safe operation.

5.6.3 visible light shall be used when testing with non-
fluorescent particles. The intensity of the vis-~
ible light at the surface being inspected shall be
100 foot candles, (1000 lux) minimmum. For some
field inspections using non-flourescent particles,
visible light intensities as low as 50 foot can
dles (500 lux) may be used when agreed upon by the

purchaser.

5.6.4 Unless otherwise specified, flourescent magnetic
particle examinations shall be performed in a
darkened area with a maximum ambient visible
light level of 2 foot candles (20 lux) measured

at the part surface.

5.6.5 Minimum acceptable black light intensity is 1000
microwatts/cm2 at the part surface. Black lights
shall be checked at the interval specified herein
and after bulb replacement, for output intensity.
Black light reflectors and filters shall be
checked daily for cleanliness and integrity.
Damaged or dirty reflectors or filters shall be
replaced or otherwise corrected as appropriate.

) COPYRIGHT AND CONFIDENTIAL
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5.6.6 Black Light Intensity Procedure

5.6.6.1 An intensity check is regquired for each black
light used for evaluation.

5.6.6.2 Intensity check shall be accomplished with the
black light in a fixed position pointing down
toward to a flat surface.

lREV]i
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5.6.6.3 The face of the black light filter should be 381lmm
(+/-6mm) from the sensing element of the light
intensity meter.

5.6.6.4 The sensor should be moved around on the flat
surface until the maximum reading on the meter is
obtained. DO NOT move the black light.

5.6.6.5 A Black Light Intensity Log/Record shall be kept
and should include as a minimum the date, iden-
tification of person taking reading, black light
intensity, identification of black light
meter/sensor, and the date the meter and sensor
were last calibrated/certified.

5.7 Materials

5.7.1 Dry and wet particles selected for use must be
capable of demonstrating the sensitivity required
by the acceptance requirements.

5.7.2 Aerosol can suspensions of magnetic particles are
approved for use, providing they meet the require-
ments of para 5.7.1.

5.7.3 The suspension vehicle for the wet method shall be
a light petroleum distillate or a suitably condi-
tioned water.

5.7.3.1 Petroleum distillates must have a
known/certified flash point, viscosity, and
background fluorescence that meet ASTM-E-1444
requirements.

5.7.3.2 When water is used as a suspension vehicle it
shall be conditioned suitably to provide for
proper wetting, particle dispersion, and
corrosion protection. Proper wetting shall be
determined by a water break test as described
in ASTM-E-1444.

5.7.3.3 Particle Concentration
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5.7.3.3.1 For fluorescent particles, the particle

concentration shall be in the range of 0.1
to 0.4mL in a 100 mL bath sample.

5.7.3.3.2 For non-fluorescent particles, the particle
concentration shall be in the range of 1.2
to 2.4mL per 100mL bath sample.

5.7.3.3.3 Fluorescent and non-fluorescent particles
shall not be used together.

5.7.3.4 oncentrati heck Pro ure

5.7.3.4.1 The bath shall be adequately agitated prior
to taking a sample.

5.7.3.4.2 The centrifuge tube shall be filled from the
applicator used to apply the suspension to
the part being inspected.

5.7.3.4.3 The filled centrifuge tube should be demag-
netized if clumping of particles is noticed.
Particles shall not be pulled to the bottom
of the tube by magnetization.

5.7.3.4.4 Allow a minimum setting time of 60 minutes
for petroleum distillates or a minimum of 30
minutes for conditioned water suspensions
before taking the reading. It is permissible
to begin work while the sgttling test is
being accomplished. If, atﬂ%ime that the
concentration is recorded it is found to be
outside of the acceptable concentration
limits, correct the concentration and
re-inspect any hardware inspected prior to
the correction.
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5.7.3.4.5 As a minimum, the particle concentration
record (using the centrifuge tube) shall
include the date and time of the reading, the
identification of the person taking the

lREVp
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1.

1.

1.

1.

5

reading, the concentration noted, a record of
bath additions or replacement, and any
contaminant conditions noted.

PRACTICE
6.1 Preparation of Parts for Examinatiion

1

The part shall be demagnetized before examination
if prior operations have produced a residual mag—
netic field that may interfere with the examina—
tion.

The surface of the part shall be essentially
smooth, clean,dry, and free of o0il,scale, machining
marks,or other contaminants or conditions that
might interfere with the efficiency of the inspec-—
tion. Where possible,the wet method of testing
shall be used on machined surfaces with a surface
finish of 6.3AA (Arithmetic Average)or smoother.

Cleaning of finished machined components may be
accomplished4 . using detergents, organic cleaners,
solvents, aqueous cleaners, or fine abrasive

wmechanical means. Cleaning solvents shall not have

more than 100 ppm of chlorine, 5000 ppm of sulfur
and no free caustic alkalinity.

As-welded surfaces, following the removal of slag,
shall Dbe considered suitable without grinding,
providing this does not interfere with interpreta-—
tion of test results, and provided the weld contour
blends into the base metal without excessive under
cutting. However,unless other wise specified, the
weld shall be inspected in the final

surface condition and final heat-treated condition.

_ 3 : .
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6.1.5.1 Thin non-conductive coatings such as paint in the
order of 0.02 to 0.05mm will not normally inter-
fere with the formation of indications, but they
must be removed at all points where electrical
contact is to be made for direct magnetization.

6.1.5.2 If a non-conductive coating/plating having a
thickness greater than 0.05mm is left on the area
to be examined, it must Dbe demonstrated that
discontinuities can be detected through the
maximum thickness applied.

6.1.5.3 If the smallest rejectable discontinuities speci-
fied in the applicable acceptance standards cannot
be detected through the non-conductive
coating/plating, the coating/plating must be
removed prior to the magnetic particle inspection.

6.1.6 Conductive Coatings

6.1.6.1 A conductive coating such as chrome plating and
heavy mill scale on wrought products can mask
discontinuities. As with non-conductive coat-
ings, it must be demonstrated that the discon-
tinuities can be detected through the coating.

6.2 Magnetization Methods

6.2.1 Permanent magnets shall not be used unless specif«
ically authorized by the purchaser.

COPYRIGHT AND CONFIDENTIAL
The information on this document it the property of BHARAT HEAVY ELECTRICALS LIMITED,

it must not be used directly or indirectly in any way detrimental to the interest of the eompany.

6.2.2 Yokes shall not be used unless specifically
authorized by the purchaser.

6.2.3 Electromagnets energized by application of mag—
netizing current,either alone or in aiding pairs,
may be used.

6.2.4 Central conductors, cable wraps, direct contact
head shots are authorized for use.

6.2.5 Prods shall not be used unless specifically
authorizad by the purchaser.
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6.2.

6.3

6.

.6 To ensure detection of discontinuities in any
direction, each part surface must be magnetized in
atleast two directions at right angles to each
other.Surfaces or features which have no accept-
ance requiremenk for magnetization in two direc—
tions shall only require magnetization in the -
orientation needed to meet the specified require-
ment.

L7 Multi—directid%l Magnetization may be used to
fulfil the requirements for magnetizati-on in two
directions if it isdemonstrated that it is effec-
tive - in all required areas.

8 Induced Current Magnetization (toroidal or circum—
ferential field) is authorized for use.

:  o1d ]

3.1 The applied magretic field shall have sufficient
strength to produce satisfactory indications, but
it must not be so strong that it causes the mask—
ing of relevant indications. Adequate magnetic
field strength may be determined by one or both of
the following methods:

6.3.1.1 By testing parts having known or artificial
discontinuities of the type, size, and
location specified in the acceptance re-
quirements.

6.3.1.2 By using the formulae given in ASTM-E-1444

or ASTM-E-709.

6.3.2 Direct circular Magnetization

6.3.2.1 Unless otherwise specified, the current
level for head shots should be from 300
to 800 Amperes/inch of part diameter.
The drameter of the part shall be taken
as the greatest distance between any two
points on the outside circumference of
the part.
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6.3.3.2 Higher current levels may be used for

low- permeability alloys.

6.3.3 Central Conductor Circular Magnetization

6.3.3.1 Ceatrally located central conductors are
preferred. See ASTM-E-1444 and/or ASTM-E-
709 for recommended current levels.

6.3.3.2 Offset Central Conductors

6.3.3.2.1 When the central conductor passe
through the inside of the part is placed
against an inside wall, see ASTM-E-1444
or ASTM-E-709 for recommended current
levels.

6.3.3.2.2 The distance along the part inside cir-
cumference that 1is effectively mag-
netized should be taken as four times
the diameter of the central conductor,
unless it can be shown that the magnet-
ic field extends further.

6.3.3.2.3 The entire circumference should be in-
spected by rotating the part on the
conductor, allowing for approximately a
10% overlap of the magnetic field.

COPYRIGHT AND CONFIDENTIAL
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6.3.3.3 Central conductors shall be used to produce
circular magnetic fields for detection of
axially-oriented discontinuities on inside
diameters such as thru-bores, blind bores,

etc.
6.3.4 Longitudinal Magnetization Using Air-Core Coils

6.3.4.1 Low Fill Factor Coils are situations when the
cross-sectional area of the coil is ten or
more times the cross-sectional area ofthe part
being inspected. Current levels recommended
in ASTM-E- 1444 or ASTM-E-709 may be used.

s
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6.3.4.2 Intermediate Fill Factor Coils are situations

when the cross-sectional area of the coil is
between two and ten times the cross-sectional
area of the part being inspected. Current
levels recommended in ASTM-E-1444 or ASTM-E-
709 mayv be used.

6.3.4.3 Cable Wrap or High Fill Factor Coils are
situations when the cross-sectional area of
the coil is less than twice the cross-sec-
tional area of the part being tested. Current
levels recommended in ASTM-E-1444 or ASTM-E-
709 may be used.

6.3.4.4 When longitudinal magnetization is accom=
plished by coils,a high fill factor is pre-
ferred.

6.3.4.5 When length-to-diameter (L/D) ratio is low for
adequate longitudinal magnetization, pole
pieces (pieces of ferromagnetic material with
the same diameter as the part being tested)
should be placed on each end of the part to
increase the L/D ratio, or another technique
should be used.

6.4 Particle Application

6.4.1 Wet Continuous method is required. Dry continu-
ous method may be used with prior approval of
the purchaser.

COPYRIGHT AND CONFIDENTIAL
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6.4.2 Residual method shall only apply to examination
of parts in areas in which,because of geometric
constraints, the continuous method cannot be
used. The residualmethod shall be used only
when specifically approved by the purchaser or
when it has been documented that itcan detect
actual or artificial disconinuities 1in test
parts having the same material and processing
steps, and similar geometry to the actual part.

6.4.3 Magnetic Polymers may be used with prior appro-—
val of the purchaser.
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6.5 Evaluation

6.5.1 Following magnetization and particle application,
the part shall be examined for indications. All
indications will be identified as relevant or
non- relevant. Relevant indications are due to a
discontinsity in the material. Non-relevant
indications are not due to discontinuity in the
material and thus will not have a detrimental
effect on the function of the part. Relevant
indications will be compared to accept/reject
criteria.

6.5.2 When required, the location of all rejectable
indications shall be marked on the part.

6.5.3 Indications which are not acceptable in accor-
dance with the applicable acceptance standards
require submittal of the appropriate request for
deviation document (SDR or QCR in accordance with
para 2.3.)

ion netj ion an

6.6.1 Unless otherwise specified, all parts shall be
demagnetized, cleaned, and corrosion protected
after examination.
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6.6.2 Demagnetization

6.6.2.1 When using an ac demagnetizing coil, hold the
part approximately 1 foot in front of the coil
and then move it slowly and steadily through
the coil and at least 3 feet beyond the end of
the coil. Repeat as necessary. Rotate and
tumble parts of complex configuration while
passing through the field of the coil. If the
part cannot be moved, move the coil in the same
manner described. Operator shall ensure that
the part is entirely removed from the influence
of the coil before the demagnetizing force is
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6.6.2.2

6.6.2.3

6.6.3.1

6.6.3.2

6.6.3.3

6.6.3.

discontinued, otherwise the demagnetizer may
have the reverse effect of magnetizing the
part. :

When using dc demagneti-zation, the initial
field shall be higher than, and in nearly the
same direction as, the field reached during
inspection. The field shall then be reversed,
decreased in magnitude, and the process
repeated (cycled) until an acceptably low
value of residual field is reached.

Yokes may be used for local demagnetization
by placing the poles on the surface, moving
them around the area, and slowly withdrawing
the yoke while it is still energized.

Unless otherwise specified, acceptable residual
magnetism is +3 Gauss, or less, or +2 divisions,
or less, on the Magnaflux Field Indicator.
Residual magnetic field requirements apply only
to surfaces specifically noted on part drawings,
etc.

WARNING - The sensing element within some
pocket field indicators is not located l6mm
from the outside diameter. (Example:square
meters)

Gauss/Tesla Meters may be used provided the
readings are taken at a distance of 16mm from
the surface being checked for residual field.

One of the following procedures for Checking
Accuracy of Round Pocket Field Indicators is
required:

3.1 Accuracy can be checked by placing in a
Calibrated Field Indicator Tester, i.e., a
fixture containing a permanent magnet of
certified field strength. Reading of
pocket field indicator must be within the
certified range.
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6.6.3.3.2 Accuracy can be checked against a Calibrated
Field Indicator of known accuracy.

6.6.3.3.3 At every use of the Pocket Field Indicator,
the operator must verify that the indica-
tor has returned to "zero". Field indica-
tors which do not return to "zero" or those
with over sensi-tized elements due to being
subjected to a very strong magnetic field
should be scrapped.

6.6.4 Post inspection cleaning must be accom=—
plished to remove magnetic particle resi-—
due.

PROCESS/QUALITY CONTROLS
7.1 System Performance

7.1.1 m Perform ification

7.1.1.1 The overall performance of the magnetic
particle examination system, including
equipment, materials, and the lighting
environment being used, shall be verified
initially and at regular intervals there
after. The interval for system perfor-
mance must be approved by the purchaser.
The system performance check can be accom-
plished using one or more of the follow
ing:

7.1.1.1.1 Using representative test parts con-—
taining known discontinuities of the
type, location, and size specified.

7.1.1.1.2 Using fabricated test parts with
artificial discontinuities. Artifi-—
cial defects may be fabricated to meet
a particular need or may be commer—
cially available magnetic field
indicators (pie gauges, tapered
blocks,quantitative quality indicators
(0QIs)etc) when commercial devices are
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used, their magnetic properties, flaw

types,and surface condition should be

as close as possible to the production
part.

7.1.2 QOther Required Verification Intervals

7.1.2.1 Black light intensity shall be checked at least
once per day.

7.1.2.2 Ambient white light intensity shall be checked at
least once per day.

7.1.2.3 Visible light intensity shall be checked at least
once per day.

7.1.2.4 Wet particle concentration shall be checked at
least every 8 hours or every shift change.

7.1.2.5 Water break test shall be checked at least once
per day.

7.1.2.6. Wet particle contimination shall be checked at
least each time the particle concentration is
checked.

7.1.2.7 Equipment calibration checks shall be conducted
as follows:

7.1.2.7.1 Ammeter accuracy shall be verified at least
once every six months.

COPYRIGHT AND CONFIDENTIAL
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7.1.2.7.2 Timer controls shall be checked at least once
every six months.

7.1.2.7.3 Quick break circuit shall be checked at least
once every six months.

7.1.2.7.4 Dead weight check shall be performed at least
once every two months.

7.1.2.7.5 Black Light/White Light Intensity Meters (Radi-—
ometer/Photometer) and sensors calibration
shall be performed at least once every six

} months.
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7.1.2.7.6 Pocket Field Indicators must have acuracy
checked weekly in accordance with Para
6.6.2.3.

7.1.2.7.7 Gauss/Tesla Meters shall be calibrated at least
once every six months.

7.1.2.7.8 Calibrated Field Indicators shall be certi-—
fied at least once every six months.

7.1.2.7.9 Calibrated Field Indicator Tester shall be certi-
fied at least once per year.

7.1.2.8 A record of all verifications described in
Para.7.1.2 is required. Records shall be
maintained for the time period specified in
the contract.

7.2 nsi hicle T

7.2.1 Suspension concentration check is not required for
aerosol can solutions.

7.2.2 Wet Particle Concentration, Contamination, and
Water Break Tests shall be performed in accor-
dance with ASTM-E-1444 requirements.

7.3 Egquipment Calibration

7.3.1 Calibration requirements for ammeter accuracy,
timer control accuracy,quick break, and dead
weight checks shall be in accordance with ASTM-E-
1444.

COPYRIGHT AND CONFIDENTIAL
The Information on this document it the property of BHARAT HEAVY ELECTRICALS LIMITED,

It must not be used directly or indirectly in any way detrimental to the interest of the company,

7.3.2 Black Light/White Light Intensity Meters, Pocket
Field Indicators, Gauss/TeslaMeters, Field Indica-
tor Testers, etc., shall be calibrated to the
manufacutrer’s specifications.

|REV9
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7.4 Eye Glasses

When using fluorescent materials, inspectors shall
not wear eye glasses that are photochromic or that
have permanently darkened lenses.

Eye glasses with lenses treated to absorb ultra-
violet light are permitted.

Safety

COPYRIGHT AND CONFIDENTIAL

The safe handling of magnetic particles, oil
vehicles, water baths, and water conditioner
concentrates are governed by the suppliers’ Mate-—
rial Safety Data Sheets.

Magnetizing equipment shall be maintained properly
to prevent personnel hazards from electrical short
circuits.

Cracked or broken ultraviolet filters shall be
replaced immediately. Broken bulbs can continue
to radiate ultraviolet energy and must be replaced
immediately.

ion

Personnel should wait at least 3 minutes after
entering a darkened area for their eyes to adjust
to the low-level lighting before performing
fluorescent magnetic particle examination.

EVALUATION OF INDICATIQNS

The Information on this document it the property of BHARAT HEAVY ELECTRICALS LIMITED,
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‘REVD

All indications in weld craters shall be consid-—
ered relevant and shall be evaluated in accordance
with applicable acceptance standards.

If indications are believed to be non-relevant, at
least 10 perceri of each type of indication shall
be explored by removing the surface roughness or
other condition believed to have caused the type
of indication to determine if actual defects are
present.

IP3A-A G1
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8.3 The absence of indications upon re-testing by
magnetic particle inspection after removal of the
surface roughness, or other condition, shall be
considered to prove that the indications were of o
non-relevant origin.
o'g. 8.4 If a re-test again reveals indications, these and
g a all of the original indications shall be consid-
5% ered to be relevant and shall be evaluated in
a° accordance with applicable acceptance standards.
a2
oo 9. RECORD OF TEST
@ , _ . .
55 9.1 The following information shall be supplied by the
Y E supplier:
W
g s 9.1.1 Supplier name
Jis e
P : [ 9.1.2 Part .dentification
2 =
< 6
E s E 9.1.3 Shop order or purchase order number
Ly E
§ @ 9.1.4 part drawing number
c©
gg; 9.1.5 Final disposition of part
40w
= E_.E 9.1.6 Date of test and name of person performing
5 o> the test
- ’6
f{,':za 9.2 Copies of the magnetic particle test report
8 ¢ £ shall be submitted to the appropriate Engineer—
SB ing group through appropriate channels.
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