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DI SCLAI MER

The Increnmental Changes published by GE Aviation are considered Instructions for
Conti nued Airworthiness. These Increnental Changes, along with the current Manual

revi sion and published Tenporary Revisions, constitute the latest Instructions for
Conti nued Ai rwort hi ness.
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H GHLI GHTS

H GHLI GHT REFERENCE DESCRI PTI ON OF CHANGE

sk70- 30- 00- 200- 014 Techni cal Change: Changed | nspection Terns section.

TASK 70- 30- 00-200- 001
1. Ceneral .

Engi ne parts are inspected for nany different problens that can occur during their service. The
i nspection nethods used to find and neasure these problens are given in the repair and restoration
manual s that apply to these parts. Usually, methods used as standards throughout the aircraft
i ndustry are not given in this section. Wen special nethods or changes to standard commerci al
processes are required, or when special equipnent is necessary, the procedures are included here.
2. Types of lnspection.
Subt ask 70-30- 00-200- 011

A.  The types of inspection required for mai ntenance and restoration operations can be divided into
the foll owi ng categories:

(1) Visual, including the use of special lights, dental mrrors, borescopes, nmagnifying
gl asses, etc. Refer to TASK 70-31-08-200-801, Visual I|nspection Requirenents of Rotating
Parts.

(2) Dinmensional, including the use of micronmeters, vernier calipers and hei ght gages, dial

i ndi cators, conparators, profiloneters, CMvs, and special purpose gages. Refer to TASK
70- 31- 00- 220- 001, Di nensi onal Inspection, and TASK 70-31-01-220-002, Use Limits for
St andard Measuring Instruments.

(3) Magnetic Particle. Refer to TASK 70-32-01-240-001, Magnetic-Particle Method.

(4) Fluorescent-Penetrant. Refer to TASK 70-32-02-230-001, Fluorescent-Penetrant |nspection,
TASK 70- 32-03-230- 002, Spot-Fl uorescent-Penetrant |nspection.

(5) Radiographic, including the use of gamma- or X-rays to find internal defects. Refer to TASK
70- 32- 05- 260- 001, Radi ographi ¢ I nspection, or nondestructive testing nmanuals, CGEK 28468,
GEK 9294, or CEK 72502.

(6) Utrasonic, to find and neasure defects below the surface by their reflection or their
effect on ultrasonic vibrations. Refer to:

TASK 70-32-06-270-001, U trasonic |Inspection,
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TASK 70- 32-

09-270- 002,

I mersion Utrasonic Inspection of Engi ne Run Hardwar e,

TASK 70-32-13-270-003, U trasonic Inspection of the CF6 Stage 3-9 Hi gh Pressure Conpressor

Rot or Spoo
-364, or
Nondest r uct
Eddy curren
el ectrical
TASK 70- 32-
in I nconel
TASK 70- 32-
Rot ati ng En
TASK 70- 32-
Har dwar e Us
TASK 70- 32-
Har dwar e,
TASK 70- 32-
Conpr essor
GE- FQAP- 357

(7)

3.

(Modul e Level) with Automatic Scanning Fixture and Too

ive Testing Manual s GEK 28468 or GEK 9294.
t,
field generated by a calibrated coi

07- 250- 001,
or Titanium Engi ne Parts,
08- 250- 002, 2 MHz Manual

gi ne Har dwar e,

10- 250- 003, 2 MHz Manual

Eddy Current

Eddy Current

i ng Systems Under Conputer, Nuneric, or

12-250- 005, Eddy Current Inspection of Bores in |Incone
14- 250- 006, Eddy Current

Rot or Spool

and - 354.

Ref erence Publicati ons.

Subt ask 70-30-00-200-012

A. CF6-6 Engine:
(Refer to the L

B. CF6-50 Engine:
(Refer to the L

C. CF6-80 Engine:

(Refer to the L

4. Marking of Parts.

Nondestructi ve Testing Manual

ist of Suppliers in Step 4 of 70-80-00.)
Nondestructive Testing Mnual
ist of Suppliers in Step 4 of 70-80-00.)
Nondestructive Testing Mnual
ist of Suppliers in Step 4 of 70-80-00.)

Subt ask 70- 30- 00-200- 013

A When it
Ref er

5. | nspection Terns.

is necessary to mark an engi ne part,
to TASK 70-16-00- 350- 001

Mar ki ng Practi ces.

Subt ask 70-30- 00- 200- 014

(Modul e Level) with Automatic Scanning Fi xture and Tool

CGEK 28468; GE Aviation Qperations Center
CGEK 9294; GE Aviation Operations Center

GEK 72502; GE Aviation Qperations Center

Kits GE- FQAP-357 and

to find and neasure defects on and below the surface by their effect on an
i nstrument.

H gh Speed and Sl ow Speed Eddy Current

Refer to:

I nspection of Circular Holes

I nspection of Bores in Titanium All oy

I nspection of Bores in Rotating Engi ne
Robotic Control,

Rot at i ng Engi ne

I nspection of the CF6 Stage 3-9 High Pressure

Kits

( ACQ) .
( ACQ) .

(ACC) .

use only approved marki ng nmet hods and nateri al s.

| A. The terms are used to describe conditions in the table that foll ows.
Term Definition Associ ated Terns
Bi - mont hl 'y Every two nont hs/ 60 days
Bi - weekl y Every two weeks/ 14 days
Blister A raised portion of a surface caused by Bubbl e
separation of the outer layers of the parent Flaking
material or of a coating applied to it. Oxi de formation
Peel i ng
Scal e
Sl ag i nclusion (weld)
Bond (1) The adhesi on of one surface to another, Adhesi on

Bonded Structure

Bondl i ne
Bondl i ne Cracks

Bond Strength

Brinelling

Brittle

with or without the use of an adhesive as a
bondi ng agent. The sticking together of two
or more surfaces with or w thout glue. See
ASTM D 907.

(2) To join together with an adhesive and/ or
by fusing the resins of inpregnated
materi al s.

The structure resulting when a conbi nati on of

parts is assenbled and intimately attached to

each ot her
to the faying surfaces,
curing of the adhesives by pressure,
bot h.

The | ayer of adhesive that attaches two
adherends. See ASTM D 907.

Cracking in the adhesive |ayer as a result of
strain.

The unit | oad applied in tension,
conpression, flexure, peel, inpact, or sheer
required to break an adhesively bonded
assenbly. The failure will occur either
within the adhesive or at the
adhesi ve- adherent interface.

I ndentation of the surface by concentrated
| oads or inpact.

A change in the elasticity or resilience of
the parent material, usually caused by aging,

by applying a structural adhesive
foll owed by the

heat, or

Bonded part

A ue |line
Del am nat e

Bond adhesi on

Peeni ng
Hanmrer i ng

Col d worked hard such as Packi ng
Pre-formed (O R ng)

extrenme cold, chem cal action, or
col d- wor ki ng.
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Buckl e

Bur n

Bur ni shi ng

Burr

Chafi ng
Chatter narks

Chi p

Col d shut

Corr osi on

Cr ack

Crack (fabri-cations)

Crazing

Creep

A | arge-scal e deformati on of the original Bal | ooni ng

contour of a part, usually caused by pressure Bend

or inpact froma foreign object, structural Bul ge

stresses, excessive |localized heating, Crease

hi gh- pressure differentials, or any Curl

combi nati ons of these. Dent (not to be confused with

smal | -area defect in heavy
mat eri al )
Depr essi on

Di stortion

El ongati on

Fol d

I ndent ati on

Ki nk

Protrusi on (holl ow)

Rupture (result of excessive

buckl i ng) Uneven

War page
Wi nkl e

A rapid, destructive, oxidizing action, Burn out (m ssing piece)

usual |y caused by hi gher tenperature than the Erosion

parent nmaterial can w thstand. Change in Corr osi on

col or appearance often indicates this CQuttered

condi tion. Heat - check
Heat deterioration
Hol e (burn)
Over heat ed
Oxi dati on

Smoot hi ng of a netal surface by nechani cal Rub

action, but without a |loss of material. Wear

General ly found on plain bearing surface.

Surface discoloration is sonmetimes visible

around the outer edges. Nornal burnishing

from operational service is not detrinental

if the coverage approximates the carrying

| oad and there is not evidence of burns.

A rough edge or a sharp protrusion on the

edge or surface of the parent materi al

See "@ll" or "Scratch"

Waves or ripples on a nmachined surface, in

the direction of the cut, caused by a | oose

or dull cutting tool, or a tool that is not

rigidy supported.

A breaki ng away of the edge of the parent Br eak

materi al, usually caused by heavy inpact fromNi ck (simlar to "Chip" but no

a foreign object. parent material is renoved).
Not ched spalling (usually a

br oken-away flat surface).

A casting defect resulting fromnetal flow ng Seam
into an area from 2 directions, thereby
form ng a discontinuity at the neeting line.

A mass of small pits which cunul atively Pit
create a large, shallow cavity (usually rough
in the surface of the parent nmaterial).

A parting, separation, or discontinuity in Br eak

the parent naterial. Col d shut (castings)
Crater (castings)
Fati gue danmage
Fi ssure

A parting of parent nmetal, or of the metal in Fracture
a wel ded zone. Parent netal crack limts I ndi cation
include all cracks in the parent netal beyond Lap (forgings)
the heat-affected zone, as neasured 1/8 inch Rupture
fromthe weld fusion Iine. Wld cracks |imts Seam
include all cracks in the heat-affected zone. Separation
Slit
Tear
A mesh of minute hairline cracks found in
gl azed or baked-on coated surfaces, generally
caused by tenperature change or by
deformation of parent nmetal. Cracks do not
penetrate into parent netal

Gradual continuous distortion or plastic flow
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under constant stress.

Def or nati on Any alteration or change of shape, di nension, Bend
or configuration resulting fromstress or Creep
damage. Di stortion
Del am nati on Separation of the layers of material in a Separ ati on

| ami nate, either locally or covering a wide Split along Bondline
area. Del am nation can occur in the cure or Splintering

in the subsequent life of the material. See

ASTM D 907 and | SO 472.

Deposits A layer of sedinment which can appear to Particle build up
change the contour of the object, but with no
actual danmmge/ deformation to the parent
mat eri al

Dent A compl etely smooth surface depressi on caused Peen
by pressure or inpact froma snooth, rounded
foreign object. The parent material is
di spl aced, but is not separated.

Devi ati on Any condition that causes a part to differ Danmage
fromthe manufacturer's blueprint. Def ect
FI aw

| mperfection
Irregularity

Di sbond An area within a bonded interface between two Debond
adherents in which an adhesion failure or Area of separation between two
separation has occurred. D sbonds may occur | ani nae

at any tine during the life of the structure Nonadhered region
and may arise froma wi de variety of causes.

Di scontinuity An interruption in the normal physical Crack
structure or configuration of a part. Seam
Col d shut
Lap
Distortion Any twi sting, bending or permanent strain Bend
that results in nisalignnent or change of Def ormati on
shape.
Er osi on Gradual wearing away of a surface caused by a

fluid (gas or liquid) flow ng over the
surface. Wear is generally caused by fine
particles of foreign material entrained in
hot engi ne gases flowing at a high velocity.

Fati gue The progressive fracture of a material under Crystallization
cyclic stress |oading. Fretting
Fl aki ng
FI aki ng See "Spalling".
Fray To separate the threads at the end of a piece Unravel ed
of conposite fabric or cloth. Wear
Thr eadbar e
Tattered
Ragged
Fretting Weari ng away by | ow anplitude rubbing agai nst Wear
anot her nmetal (generally associated with Foot prints
press fit or close fitting parts). Gal l'ing
Gl ling A defect caused by the novenment of 2 surfaces Pickup

in contact with each other. In npst cases, an
accunu-1l ation of foreign material is
deposited on the parent materi al

CGouge A wi de, rough scratch or group of scratches,
usually with one or nore sharply incised
corners, and frequently acconpani ed by
deformation or renoval of parent naterial.

Groove A long, narrow, continuous depression caused |f depression is shallow and
by pressure of a noving surface in contact snoot h, see "Wear"; if depression
with the parent material. is sharp, see "Scratch".
Hi gh spots Local distortions. Blister
Buckl e
Bubbl e
Qut - of -round
H gh mnetal Di spl aced netal adjacent to a defect such as Burr

a scratch, nick or gouge, which is raised
above the surroundi ng surface.

Hot Gas Corrosion The corrosion of unprotected netal (with no This kind of corrosion differs
(Sul fida-tion) coating) that has been exposed to hot gases. fromthat normally found on
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| nbal ance

I ncl usi on

I ndi cati on

Looseness

Met al Spl atter

M sal i gnnent

Ni ck

No apparent depth

Noi se

Obstruction

Q| -canni ng (snapping

action)

Par ent net al

Pi ckup

Pi nched

When first exposed, the surface becones rough surfaces attacked only by salt
t he atnosphere. In hot gas

and appears to be pitted and pock- marked.

in

Also, there is a noticeable difference in the corrosion, the hot gases convert

col ors of the exposed and unexposed surfaces.

Further exposure of surface to hot gases

causes it to blister and, in tinme, flake off

in |ayers.

The state of being out-of balance. Unequa
distribution of weight about the axis of

of salt. The netal

rotation, which usually results in vibration.

Foreign material enbedded in netal during
solidification, or forned by subsequent
reaction of the solid netal

The visible evidence that a naterial defect

exi sts, even though the defect itself may not

be visible to the naked eye.

Abnormal novenent of a part, or insufficient Backed out

securing of a part.

Excessi ve pl ay
Excessive back-1ash
I nsufficient torque
Shaky

Sl oppy

Unbot t oned

Unpi nned

Unwi r ed

The acci dental splash of nmolten material that Weld splatter

adheres to a surface when cool ed.

A msmatching or nal formation of any part
whi ch either prevents perfect assenbly or

Braze splatter

Eccentric
Qut - of -round

results in faulty operation and/or ultinmate Qut-of-square

failure.

A surface inpression with sharp corners or

M snat ched
Unmat ched

Chi p

bottom usually caused by pressure or inpact Dent

froma sharp-edged object. The parent
material is displaced, but usually none is
separ at ed

Term used to descri be surface defects that

can be seen but not felt with fingernail or

scri berpoint.
An abnormal sound invol ving noving parts,

Not ch

Bunps (sound)

usual ly an increase in volune or a change of Chatters

pi tch.

Prevention of free flow of fluid (air, oil

Clicks

Grates (usually gears)

Gi nds

Huns

Rattl es

Rubs

Scrapes (sound)
Scr eeches
Thunps

Wi st es

d ogged

fuel, water) because of foreign material in Contamn nated

the flowpath or mal formation of the part.

Snappi ng or poppi ng di spl acement of sheet
metal when restrained at its edges |like a
di aphragm wall, or bottom of an oil can

Al material in a single part except the
wel d, braze filler, or heat-affected zone
(within 1/8 inch [3.2 nmm] of the fusion
l'ine).

Transfer of one material into or onto the
surface of another in contact with it,
usually as a result of friction-heating.

Distortion of one or nore surfaces of the
parent material, caused by pressure.

Pl ugged
Restricted

Buckl i ng

Burr

Gl |

Enbednent

I ncl usi on
Pile-up

Pr ot rusi on
Metal l'i zation

Bound
Conpr essed
Fl att ened

sul phur to sulfide in the presence
is attacked by
the resulting deposits.
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Sei zed
Smashed (without separation into
pi eces)
Squashed
Squeezed
Pi nhol es Very small pits or holes caused by the Porosity
evol ution of gas froma netal during Pits
solidification or after chenical treatnent.
Pi t A mnute depression or cavity having no Cor r osi on
sharp, high-stress corners in the surface of Crater
the material. Pits are usually caused by El ectrol ytic
chem cal reaction (rusting, chemcal Cavity
corrosion). I ncl usi on
Perforation
Pi nhol es
Pock- mar ked
Porosity Areas contai ning nunmerous pits or pinholes Pit
Pi nhol es
Rub A surface depression or displacenent caused If inpression is shallow and
by 2 surfaces noving while in contact with snoot h, see "Wear". |f inpression
each other. is sharp, see "Scratch".
Scal e A layer of netallic oxides formed by chenical Burn
action of oxygen on the exposed surface of
the nmetal, usually while hot.
Scoring See "Scratch".
Scrat ch A long, narrow, sharp-cornered inpression Abr asi on
caused by the novenent of a sharp object Chaf e
across the surface of the parent material. Fur r ow
G oove
Score
Sei zure A wel ding or binding of faces which prevent Bound up
further novenent. Frozen
Ti ght
Wedged
Wl ded (wi thout external heating)
Seni - mont hl 'y Twi ce a nmonth at equally spaced intervals
Sem - weekl y Twi ce a week at equally spaced intervals
Sheet - netal dent A snooth, |arge-area depression in the parent Buckle
materi al .
Spal l'i ng Cracking off or flaking off of small FI aki ng
particles of nmetal fromthe surface, usually Fretting
inthin layers or |ocalized spots. Gal l'ing
Tear A crack-like separation caused by too nuch
tensile shear force, usually the result of
abusi ve machi ning or netal -renoval .
Unbal ance The act of putting a bal anced conponent
out - of - bal ance. Usually "I nbal ance" is neant.
Varnish film A hard surface-filmof partially carbonized Banded
hydr o-car bon, such as oil, which is built up Discolored
when the part is heated to or above the Oxi di zed
br eakdown point of the fluid. St ai ned
Wear Rel atively slow renoval of parent material in Abrasion
the process of operation (not always visible Attrition
to the naked eye). Brinnelled
Chaf ed
Chattering
Er osi on
Frayi ng
Fretting
Friction
Gl ling
d azing
G oove
Interference
Oxi dati on
Roughness
Rubbed
Scar f ed
Scuf f ed
Uneven
Weak
I Wat er mar ks A faint residue on a surface which does not
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I effect formor function of a conponent.
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