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DEC 16 '96 12:35 F R O M  PW PROD INTEG TO 863a3778172 

I \ L  u. . # l I I L , , L ) l  

JT8D WGINB M A L  (PN 773128) 
JRONT COMP W S O R  GROUP - CLWING-01 
- P & r t  Cloaa by SFQP 

Subtank 72-33-36-11-039 
Disk, 5 t h  S t a g e  ( T i W i - 1  

Subtask 72-33-36-11-040 
Disk, 5 t h  Stage ( T i - - )  

Subtarrk 71-33-36-12-003 
Disk. 5th & A g e  ( T i t d u d  

Subtask 72-33-36-12-009 
Disk, 5th Stage ( T i t i a i m )  

Subtask 72-33-37-11-006 
Disk, 6 t h  Stage (Titanium) 

Subtask 7 2-33 -37 -11 -014 
Disk, 6 t h  Stage ( T i t a a i u m )  

Subtask 71-33-37-11-039 
Disk, 6 t h  Stag. ( T i t a d u r n )  

Subtask 71-33-37-11-040 
Disk, 6 t h  Stage ( T i t a d t a d  

Subtask 72-33-37-12-003 
Disk, 6 t h  Stage ( T i t a d t u n )  

Subtaek 72-33-37-12-009 
Disk, 6 t h  Stage (Titanium) 

Subtaek 72-33-61-11-041 

Duct, 1.5 Stage 

Subtask 72-33-70-12-009 
Fairing, Fan E x i t  (Aluminum) 

2 57 

a08 

1 6  

19 

18 

252 

157 

208 

1 6  

19 

209 
Alkaline Method 

1 9  

Subtask 72-33-70-11-041 
Pa i r ing ,  Fan E x i t  (Aluminum) 209 

Alkaline Spray 
or 

wipe nethod 

Subtask 72-33-31-11-006 
Hub, 1st Stage (Ti tan ium)  18 

72-33-00 
EFP: -ALL 

CLEANING-01 
Page 607 
SBP 1 /96  

200 
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D E C  18 '96 12:35 

SPOP 16 

oper . 
No. 

1 

2 

3 

R 
R 

4 

F R O M  PW P R O D  INTEG TO 86303778 1 7 2  P R G E . O 1 6 / 0 2 7  

Pratt & Whitney 
OVERAAUL STANDARD PRM2TICES MANUAL 

CLEANIMG PROCEDURES 

- WET GLASS BEAD BLAST CLEMJIlCG 

Description/Ow ration 

Degrease, i f  necessary, with SPOP 209. 

Mask to prevent damage to identification marking and to 
prevent material entrapment. 

Set machine air preesure at 40 - 50 psi. 

CAUTION: USE GLASS BEADS ON BOT SECTION ~1~ PARTS WITH 
CAUTION. -8 BFADS/PARTICLES THAT GET C A W G E T  
CAN CAUSE DEFERIOIWTSON OF HATERfAL. 

DO NOT DWELL IN ANY Owe hReA W R  mRE THAN TWO 
SECOWM; USE CONTINVWS MOTION. 

Blast w i t h  glaas bead abrasive eolution (SPS 235). as 
necessary, to remove scale. There must always be a 3 - 4 
inch nozzle-to-part distance at a 45 - 60 degree angle to 
the work distance. 

Pressure spray rinse w i t h  c o l d  or hot water.  

Remove masking. 

Blow - ' w i t h  air. 

Apply corrosion inhibitor w i t h  SPOP 5 ,  as necessary. 

W A R N I N G :  REPER TO "€Dl MANUFACl7JRER'S M&TERIAL SAFETY DATA SHEETS 
FOR CONSUMABLE MATERIAL'S IWFORMATION SUCH AS: HAZARDOUS 
INGREDIENTS, PmSICAt/CHEMICAL CHARACTERISTICS, FIRE, 
EXPLOSION, W C T I V I T Y .  HEALTH HAZARD DATA, PRECAUTIONS FOR 
SAFE HANDLING. USE AND CONTROL MEASURES. 

NOV 1 5 / 9 5  

STANDARD PRACTICES 

Page 15 
70-21-00 



DEC 1 Q  '96 12:35 F R O M  PW PROD I N T E G  T O  86303778172 PRGE.B17/027 

Pratt & Whitney 
ovl3lu3huL STAMUIU) PRACTICES MANUAL 

"0 PROCEDURES 

R SPOP 18 - ONE-STEP A L W I N E  RUST REMOVER FOR CUZANING TITANXVM PARTS 
ONLY - 

oper. 
No. Description/- at ion 

1 Degrease, i f  necessary, with SPOP 209. 

CAUTION: ALKALINE. BUST REMOVER CLBANIW TAN'KS USED FOR 
TITANIUM MUST BE RESTRICTED M TITANIUN PARTS 
ONLY. 

R 2 Soak i n  one of the alkaline rust remover solutions that 
R follow; use either Method 1 or 2 .  

Parts should be put fully in solution only long 
enough to get optimum results . 

- NOTE: 

R 

R 
R 
R 
R 
R 
R 

R 
1 R 

R 
R 
R 
R 
R 
R 
R 
R 

WARNING 

a. Method 1 (Time: 1 - 4 minutes) 

PS 240 at 180° - 200°F ( 8 2 O  - 93OC) 
SPS 2 at 1800 - 200°F (820 - 93OC) 
SPS 5 at 1800 - 20O0P (82O - 93OC) 
SPS 7 a t  1800 - 200OP (820 - 93OC) 
SPS 12 at 1800 - 200°F (820 - 93OC) 
SPS 22 at 1800 - 200°F (82O - 93OC) 
SPS 25 a t  1800 - 2OOOF (83O - 93OC) 
SPS 52 at 180° - 200°F ( 8 2 O  - 93OC) 
SPS 89 a t  1800 - 200'JP (82O - 93OC) 

SPS 115 a t  1800 - 200OP (82O - 93OC) 
SPS 116 at 180° - 200°F (820  - 93OC) 
SPS 117 at 1800 - 200°F (82" - 93°C) 
SPS 129 at 180° - 200°F (820 - 93OC) 
SPS 141 at 1800 - 200°F (82" - 93OC) 
SPS 142 at 180° - 20OoP ( 8 2 O  - 93OC) 

SPS 91 at 180" - 200°F (820 - 93OC) 

: REPER M TKF, MANUFACTWRBR'S MATERIAL SAFETY DATA SHEETS 
FOR CONSUMABLE MATERIAL'S INFORMATION SUCH A6: HAZARDOUS 

EXPUISION, REACTIVITY, HEALTH HAZARD DATA, PRECAUTIONS FOR 
SAFE HANDLING, USE AND CONTROL MEASURES. 

INGR~DIENTS , PWSICAL/CREMICAL CHARACTERISTICS, FIRE, 

R 
R 
R Nov 15/95 

STANDARD PRACl'ICES 
70-21-00 
Page 16 

f 2 i  



DEC i a  '96 i z : ~  F R O M  P W  PROD I N T E G  TO 863a377817z PAGE.018/827 

Pratt & Whitney 
OVEFXAm STMIDARD PRACl'ICFS MANU& 

R S W P  18  - ONE-STEP ALKALINE RUST REMOVER FOR TITANIUM PARTS 
ONLY (Continued) 

oper. 
No. 

R 

R 
R 
R 
R 
R 
R 
R 
R 
R 
R 
R 
R 

Description/Oper ation 

b. Method 2 (Time: 15 - 30 minutes) 
SPS 158-1 at 1 6 0 O  - 170OF (710 - 77OC) 
SPS 158-2 at 1600 - 170°F 171O - 77OC) 
SPS 158-3 at 130" - 150OF (54O - 66°C) 
SPS 158-4 at 1300  - lSOoP (54O - 66OC) 
SPS 158-5 at 180°  - 2 O O O F  (82" - 93OC) 

SPS 158-7 at 180° - 200°F (82" - 93OC) 
.SPS 158-8 at 180.0 - 2OO0P (82O - 93OC) 
SPS 158-9 at 160° - 17OOP (71O - 77OC) 
SPS 158-10 at 160° - 17OOF (71O - 77OC) 
SPS 158-11 at 1600 - 170OF (71" - 77°C) 
SPS 158-12 at  160" - 170°F (710 - 77OC) 

SPS 158-6 at 180" - 2OOOF (820 - 93OC) 

3 Pressure spray rinse with water over the alkaline solution. 
Dig in cold witer and then pressure spray rinse in cold 
water. 

4 Put part  fully in hot water a t  150° - 200OP (660 - 93OC) 
until the temperature of the part is at the water tempera- 
ture to flash dry. 

: REFER M THE MANUFACXWRER'S MATgRLAL SAPBTY DATA SHEETS 
FOR CONSUMABLE MATERIAL'S INPORMTIOli SIC% a: HAZAPDOUS 
INGREDIENTS. PEYSICAL/cHEMCAL CAARACPWISTICS. FIRE, 
EXPLCSION, REACTIVITY. HEALTH IIAZARD DATA, PRECAUTIONS FOR 
SAFE -LING. USE AND CONTROL p&AsURES. 

R 
R 
R NOV 15/95 

STANDARD PRACTICES 
70-21-00 

/? Page 1 6 ~ / 1 6 ~  

W 



DEC 10 '96 12:36 F R O M  PW PROD INTEG TO 86303778172 PRGE.B19/027 

Pratt & Whitney 
ov&RHAITL STAHDARD PRACTICES MANUAL 

SPOP 19 - DRY PLASTIC BLAST (PRESSURE-TYPE MACHINE OR SUCTION-TYPE 
MACHINE) 

R =E: 

R 
R 
R 
R 

R 
R 

R 
R 

OBer. 
No- 

R 1 
R 
R 
R 2 
R 

3 

WARNING 

  his procedure is for removal of RTV rubber, WIA 60 graphite 
varnish, PWA 474 antigalling compound, and PWA 544 sealant 
from compressor blades, disks, and hubs. Operators wbo use 
S W P  19 to remove antigallant and RTV rubber from titanium 
blades and disks vi11 find the use of SPOP 18 before S W P  19 
will be mors effective. 

Poi the removal of paint and d s h ,  refer to the specific 
repair in Engine Manual and CAWTIOH before Operation blo. 4 - 
The remowil of 1-e pieces of RTV with a razor or Sbarp 
plastic scraper will increase the efficiency of the blasting 
process. 

Generally pressure-type machines are more effective than 
suction-type machines. 

Description/- ation 

Degrease w i t h  S W P  209 to prevent contamination of the 
media. 

Mask, as necessary, so that material will not get caught 
inside the part. Mask plasma coated airseals. 

Set machine air pressure, as follows: 

a. For pressure-tyge machine: 30 - 40 psi. 
b. For suction-type machine: 60 - 80 psi. 

: REFER TO THE MWUFCTURER'S MAT- SAFETY DATA SEEETS 
M R  CONSUMABLE rUTERIAL'S INFORMATION SUCH AS: HXZARDOUS 
INGREDIENTS, PHYSICALJCHEMICAL CHARACTERISTICS, PI=, 
EXPLOSION, REACPIVITY, HEALTI3 HXLARD DATA, PRECAUTIONS FOR 
SAFE HANDLING, US3 AND CONTROL MEASURES. 

NOV 15/93 

STANDARD PRACTICES 
70-21-00 
Page 17 
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Pratt 81 Whitney 
OVERHAUL STANDARJJ PRACTICES HANVAL 

CLEANING PROCEDURES 

S W P  19 - DRY PLASTIC BLAST (PRESSORE-TYPE MACHINE OR SUCTION-TYPE 
XACHINE) (continued) 

Oper . 
NO. ~ e s c r i ~ t i o n / w  atioa 

CAEWION: PLASTIC BLAST WILL DEGRADE THE ANODIZED COATING 
ON ALUMINUM. IF SPOP 19 IS USED Obl ALUM23UU. 
SURFACE "FSATMEM" BY SPOP 42 WILL BE NECESSARY. 

I F  SPOP 19 IS USED ON MAGNESIUM, THE ~ O W i l ' E  
CoBVEBsION COAT= MUST BE REPLACED BY SPOP 41. 

R 4 Blast w i t h  plastic blast media (PMC 3300, 3304, 3306 or 
R SPMC 1671, a8 necessary. There must be a 3 - 4 ipch nozzle- 

to-part distance at a 45 - 60 degree angle to the work 
surf ace. 

5 B l o w  clean w i t h  air. If necessary, clean by SPOP 209 and 
pressure spray rinse uith hot vater to remove any remaining 
plastic media. 

6 Remove masking. 

7 Apply corrosion inhibitor w i t h  SPOP 5 ,  as necessary. 

WARNING: REFER TO TRE ~ A C I ' U R E R ' S  MATEFCEAL SAFETY DATA SHEETS 
FOR CoblsUMABLE MhTEXCUL'S INFOWATION SUCH AS: -US 
INGREDIXWS, PHYSICAL/cHEwICAL CHARACPBRISTICS. PIRE, 
EXPLOSION, REACTIVITY, HEAtTH HAZARD DATA, PRECAUTIONS FOR 
SAFE BAMILING. USE MID CONTROL W U ' f Z S .  

Nav 15/95 

STANDARD PRACTICES 
70-21-00 
Page 18 
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Pratt & Whitney 
OVERHAUL STANDARD PRhCl'IcBs M A L  

SWP 208 - DEGRPJLSING OF PARTS BY SOLVENT WIPING 
R 

oper . 
_I No. DescriPtion/ODe ration 

1 FOr Titanium and #on-titanium Parts: 

WARMNC; TRB SOLVENTS THAT POLUX' ARB FLAMMABLE. 

CAUTION: DO NOT IN SOLVE~~TS TBOSE PART Assm- 
BLIBS TEAT CONTAIN NON-MeTAtLIC I3ATERIALS. 

SIZBD CBgESECIlYlW CONTAINS RESIN BINDERS TLUT 
CAN DISSOLVE IN SOLVENTS AND CAUSE CONTAHIU74- 
TION OF BOND SORPACES. USE SOL- DISPENSERS 
TRAT SQUIRT OR POm TO PRavENT REPBATES DIP- 
PING AED, CONTABQNATIQN BY WORK CLOTHS. 

R 

WARNING 

a. w i p e  part w i t h  clean, white, lint-free. unsized cheeese- 
cloth (a 100-11) wet w i t h  one of the solvents that 
follow. see Table 1 for solvents approved for use on 
metallic parts and Table 2 for solvents approved for use 
on non-metallic parts. 

- BCTE: 

b. Airdry. 

aKvpE: 

W e a r  clean cotton gloves to touch clean parts to 
be bonded. 

Do net use compsessed air to dry part before 
adhesive bonding or painting; scue campressed 
air may contain oil vapors. 

C l e a n e r  solvent (pt6c 8904, 9060, SFMC 175 or 1761 
has a lower vapor pressure than XBX (PMC 1820 ox 
9076) or acetone (P&C 9008) .  

R 
R 
R May 15/96 

STANDAFD PRACl'ICBS 

Page 23 
70-21-00 



DEC 16 

R 
R 

R 
R 

R 
R 
R 

R 

R 

R 
R 

R 

R 

R 
R 

R 

R 
R 

R 
R 
R 
R 
R 
R 
R 
R 
R 
R 

R 
R 

R 
R 
R 

' 9 6  12:37 F R O M  PW PROD INTEG T O  86303778172 PQGE.O22/027 

Pratt & Whitney 
OVERHAUL STAND- PRACIICES MANUAL 

CLEANING PRocEDnaEs 

SPOP 208 - DEXRFASIW OF PARTS BY SOLVENT W P n G  (Conthued) 

solvents APP roved for use on Metallics (See NOTE.) 

Flash mint P l a s h  P o i n t  
<140OF (6OOC) 214OOP (60"C)  

PPK: 1820, 8904, c008.  €%C 8910, 8914. 
9060, 9076. +094. 8917, 8920. 

When to use PHC 9016 SPMC 175 ,  or 176 SPMC 156, or 168 

FPI (Local) X X - 
General W i p e  X X X 

me-Adhesive 
Banding X X 

Pre-Brazing X X X 

me-Painting x X - 

Pre-Plasma 
spraying X X 

Pre-Welding X X X 

- KTE: The names of the approved solvents follow; use only as 
indicated.  

WC 1 8 2 0  Methyl Ethyl Ketone 

PMC 8904 cleaner Solvent 
PMC 8910 Dielectr ic  Solvent 
PHC 8914 cleaner solvent 
PMC 8917 Handviping Solvent 
PHC 8920 Dielectric Solvent 
PHC 9 0 0 8  Acetone 
PMC 9016 Isopropyl Alcohol 

- Reagent Grade 

- Reagent Grade 

pwc 9060 C l e a n e r  Solvent 
WC 9076 Methyl Ethyl Ketone 

PMC 9094 Isopropyl Alcohol 

SPMC 156 C l e a n e r  Solvent 
SPPK: 168 C l e a n e r  Solvent 
SpldC 175 C l e a n e r  Solvent 
SPMC 176 C l e a n e r  Solvent 

- Technical  Grade 

- Technical Grade 

WARNING 

Solvents Approved For Use On Metallics 
Table  1 

: REFER TO THE MANUFACTURER'S MATERIAL SAFFZY DATA SEEETS 
FOR CONSUMABLE HiVJZRI~'S INFORM?ATION SUCH AS: HAzAIu)(3oS 
INGREDI-S, PHYSICAL/cHEMCAL CHARACTERISTICS, FIRE, 
EXPLOSION, REACPMTY, HEALTH IUZARD DATA, PRECADTIONS FOR 
SAFE HANDLING, USE AND COHTROL MEASURES. 

May 15/96 

STANDW PRACTICES 
70-21-00 
Page 24 - \  



DEC 18 '96 12:38 F R O M  PW PROD I N T E G  TO 86363778172 PRGE.B23/027 

Pratt & Whitney 
OVERHAUL STANDARD PRACTICES ElAMxAL 

C!LEAMIX PROCEDURES 

S W P  208 - D-ING OF PARTS BY SOLVENT WIPING (Continued) 

R Solvents Approved for 
R Use on Non-Metallicsl 

R 
R 

Flash Poht 
<1400F (60°C) 

B Non-Matallic Part Material PSC 1820. 8904, 9008, 
R 9060, 9076, 9094, 
R Spec. No. Description of Material Wac 9016 SPHC 175, or 176 

R pWA 410 Fiberglass Structures, 
R Laminated woldings 

R Impregnated 

R PWA 446 Polyurethane Resin, Foaming 

R PWA 459 Fabric, Aromatic Polyamide. 
R epoxy Resin Impregnated 

R -tic Polyamide Fabric 

R PWA 411 C l o t h ,  Glass, EPOXY Resin 

R PWA 460 m M t € 2 @  StNCtUBS, 

R - Epoxy Re8h Matrix 

R EWA 479 Molding Compound. Poly- 
R amide, CoraQosite 

R PWA 628 F-, Molded PolY'llrBthane 

R pwA 36013 Plastic Fi lm,  Special 
R Quality FluorohalocaIkQn 

R PWA 36014 Teflon Coating 

X 

X 

x. * 

X 

X 

x. 6 

x, 
x, 

x. 

R # = See NOTB, Table 1. $ - PWA 83-02 

X 

X 

---- 
X 

X 

- M A  83-D4 

R Solvents Approved For Wee On Non-Me a l l i c e  POr 
R G e n e r a l  Wiping, Pre-Painting, Aud he-Adhesive Boadsng 
R Table  2 

WARNING: REFeR TO THE MANUFACTURER'S M&TERIAL SAP= DATA SBBETS 
FOR CONHJMABLE UbTERIAL'S INFORMATION SVCH AS: I W U l W W S  
INGWDIEHTS, PHYSICAL/cHwCAL CFIAFACTBRISTICS, PIRE, 
EXPLOSIOff, ReAcTIzvfTY, H W T B  HAZAILD DATA, PRECADTIONS FOR 
SAFE IUNDLING, USE ?&TD CONTROL MEASURES. 

R 
R 
R May 15/96 

STANDARD PRACTICES 
70-21-00 
Page 24A 



DEC ia 

R 
R 

R 
R 

R 
R 
R 

R 
R 

R 
R 
R 

R 
R 
R 

R 
R 

R 
R 

R 

R 

R 
R 

R 

R 

R 
R 
R 

'96 i z : m  F R O M  P W  P R O D  INTEG T O  ~163a3778172 PnGE.@Z4/027 

Pratt & Whitney 
OVERBAUL STAND- PRACTICES MAtnJAL 

CUUNING PR- 

SPOP 208 - DBGREASLNG OF PARTS BY SOLVENT WIPING (Continuedl 

Ron-Metallic Part Material 

Solvents Approved €or 
Use OD Non-Metdllics# 

Flash Point 
<14O0P (60OC.1 

FW2 1820, 8904, 9008. 
9060, 9076. 9094. 

Spec. No. Description of Material PbfC 9016 SPMC 175.  or 176 

PWA 36151 Composite Airfoils. Carbon X 
F i b e r  Reinforced 

X 

x. $ t PWA 36408 Fabric, Carbon Fiber and x, s, 
F i b e r g l a s s ,  Polyimide 
Resin Impregnated 

m a  36414 Fabric, Mulrmiaum x. $ 8  

Borosilicate Glass Fiber, 
B p x y  Resin Impregnated 

x. $ t 

pwa 36422 Fabric. Piberglass. EBOw X 
Resin Impregnated 

X 

---- PWA 36426 Molding Compouad, Poly- x. * 

PWh 36442 Fluoroelastomer Sheet x, * 

PWA 36509 Primer, Polyurethane x. * 

etherimide C a s r p o s i t e  

---- 
---- 

PWA 36510 Coating, P o l y u r e t h a n e ,  x, * 
Erosion Resistant 

---- PWA 36516 Fluoroelastomer Coating x. + 

# - See NOTE, Table 1 .  $ = PWh 83-D2 as PWA 83-04 

Solvents Approved For Use On Non-Metallics For 
G e n e r a l  U i p i P g ,  Pre-Painting, And Pre-Adhesive Eonding 

T a b l e  2 (Continued) 

WARNING : REFER To TRB MANUFACTURER'S MATERIAL SAFETY DATA SHEETS 
FOR COHSUHABLE MATERIAL'S INFORMATION Sa AS: 
IXGREDI-, pAySIcAc/cHEMIcAL CXARACl'ERISTfCS, PIRE. 
EXPLOSION, REACl'IVITY, HEALTH AAZARD DATA. PRECAVI'IONS FOR 
SAFB EANDLING. USE AND CONTROL MGASURES. 

STANDARD PRhCTIcES 
70-21-00 
Page 248 

B 
R 
R .Way 15/96 



P A G E . B 2 5 / 0 2 7  JD i c i ~ u  ~ K U I - I  r w  r K u u  I N I ~ C ,  

! 

R 
R 
R 
R 
R 
R 

R 

R 

R 
R 
R 
R 
R 
R 
R 

Pratt & Whitney 
OVxRHAmJ s T A " D  PRAcTICBs MANUAL 

CLEANING PROCEDURES 

S W P  252 - REMOVAL OF VARNISB OR ANTIGALLING COMWUNDS pRoM STEEL OR 
TITANIUM 

Oper - 
No. 

1 

2 

3 

4 

5 

6 

DescriutiodOpe ration 

Degrcaso, i f  necessary, parts with S W P  209. 

Put pares fully in  PS 225 sodium hydroxide solution (11t) 
at 1400 - 180oF (600  - 82OC) for approximately 30 minutes, 
or cleaa titanium parts w i t h  SpoP 18 or steel parts w i t h  
SPOP 203. 

Flush ful ly  w i t h  clean water to remove alkali .  

CAUTION: I M 5 M I O N  IN SPS 38 C€iRWIC ACID SOMlTIObl WILL 
RESULT IN SERIOUS DEGRADATION OF ANY HARDFACIblG 
THAT COULD BE PRESENT ON BLADE SHROUDS. 

Put parts fully in SPs 38 chromic acid solution at 170° - 
180°P (770 - 82OC) for 30 - 40 minutes. 
Put parts fully in cold water. 
cold water rank. 

Put parts fully in hot water at  1500 - 2 O O O F  (660 - 93OC) 
until the temperature of the part is a t  the water tempera- 
ture to flash dry. 

Pressure spray rinse over a 

WARNING: REFER TO THE m A C T l J R J 3 R ' S  UTERIAL SAFEpr DATA SHEETS 
FOR CONSUMABLE MhTKRIAL'S LNFORHATION SUCH AS: HAZARWDS 
INGRDIENTS, PHYSICAL/CHEblIcAL CHARACPERTSTICS, FIRE, 
EXPLOSION, REACTIVITY, BEALTE HA23RD DATA, PRECAFPIONS FOR 
SAFE HANDLING, USE AND CONTROL MEASURES. 

STANDARD PRACTICES 
70-21-00 

uov 15/93 Page 48 
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Pratt & Whitney 
OVXBHAUL STMTDABD PRMlTICaS KWUAL 

SPOP 257 - OF GRAPHITED VARNISH PWA 60 AND ANTI-GALLMG 
COI@OuND PWA 474 PPOM COMPRESSOR BLADE ROOTS, D I S K  A)qD 
m SLOTS 

oper. 
No. Description/Ope ration 

-: 

Method I 

Removal may be accomplished by either Method I or 11. 

1 A. Clean titanium parts d t h  SPOP 18. 

8. Clean steel parts, including nickel-cadmium plated, 
with SPOP 203. 

CAUTION: PARTS MUST BE DRY TO AVOID CONTAMIJ!IATION OF THE 
STRTPPI6K: SOLUTION WITH WATER. 

2 Rinse in hot water. D r y  thoroughly, using air blast if 
necessary. 

CAUTION: AREAS QN PARTS WITH PWA 46 TUNGSTEN CARBIDE, W 
MOLYBDELPOM CCWEWGS, OR Aw OTHER PLASMA SPRAYED/ 
APPLIED COATINGS SHOULD BE PRoTEcIgD AGAINST 
CONTACT WITH SPMC 6 8 .  

3 Imerse in Spm3 68 stripping bath for 15 minutes. 
must be immersed completely vithin the lower phase of the 
two-layered liquid. 

CAUTION: AVOID "TMIXATING STRIPPING SOLDTION WITH WATER. 

Parts 

TITAWIUM PARTS MUST BE PROCESSED SEPARATELY. 

4 R e m o v e  parts from stripping bath and spray rinse with water. 
Brush w i t h  a nylon or campico brush as required to remove 
residual antigallant. 

again operation No. 2, 3, and 4. as necessary. Do not 
exceed 60 minutes total hersion time. 

5 Inspect parts. If antigallant removal is not complete, do 

WARNING: REPER To THB HUUE'ACKRER'S IdAPERuLL SAFETY DATA SHEETS 
FOR CONSUMABLE WATERULL'S INFORMATION SUCH AS: RAzNux)uS 
INGREDIENTS, PHYSICAL/(IAEMCAL CRARACTGRISTICS, FIRE. 
ExpLOSIObl, REACTMTY, HEALTH HAZARD DATA, PRECAUTIONS FOR 
SAPE HANDLING. USE AND CONTROL MEASURES. 

R 
R 
R O c t  1/91 

STAND- PRAWICBS 
70-21-00 
Page 51 
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R 

R 

R 

R 

R 
R 
R 
R 
R 

Pratt & Whitney 
OvBIahuL SrANDARD PRACTICES MANUAL 

"DE PROCEDUECES 

SWP 257 - REMOVAL OF G R A P X I T ~  v"Isa  PWA 60 ANL) ANTI-GALLING 
COMWUND PWA 474  FROM COMPRESSOR BLADE ROOTS. D I S K  AND 
HW SLOTS (Continued) 

oper . - NO. Description/Operation 

6 Final rinse in hot water. and air dry. 

Method I1 

1 A.  clean titanium parts vith SPOP 18. 

E. clean steel parts, including nickel-cadmium coated 
parts, with SPOP 203. 

2 CAUTION: TITANIUM PARTS MUST BE PROCESSED SEPARATELY. 

I T  IS IMPORTANT To PWT PARTS PiTLLY IN THE SOLDTIObl 
AT LEAST "0 IN- BELOW TRE BOTl'QM OF THE SEAL. 

REF= TO SPS 103 FOR S W  -CE 
INSTRUCTIONS. 

Put parts fully in SPMC 103 stripper for one to three hours 
at 140° - 15O0P (60"  - 6 6 0 0 .  

3 Remove parts from stripping solution and permit excess 

4 Dip in a cold water tanlc: then, pressure spray rinse with 
cold water. B r u s h  w i t h  nylon or tampico brush. as 
necessary, to remove remaining antigallant. 

not exceed six hours total time fully in the solution. 

until the temperature of the part is at the water tempera- 
tu re  to flash dry. 

solution to drain back into the tank. 

5 If antigallant is raining, do Operations 2 - 4 again. Do 

6 Put parts fully in hot water at lSOo - 200°F (66" - 93°C) 

7 Apply corrosion inhibitor w i t h  SPOP 5, as necessary. 

WlrRNING: REFW TO THE M?.NWFAClWRER'S MATERIAL SWETY DATA SHEETS 
FOR CONSUMABLE MATERIAL'S INFORMATION SUCH AS: HMARDOUS 
INGREDIENTS, PHYSICAL/CFiE@UCAL CHARACI'ERISTICS. FIFtE, 
EXF'MSION, FSACTIVITY, HEALTH HAZARD DATA, PRECAUTIONS FOR 
SAFE MNDLING,  USE 4NI) CONTROL MEASURES. 
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