











the retardation of hydrogen embrittlement as well as the
retardation of hydrogen assisted cracking. Certainly, it
may be an answer to an age-old problem springmakers
face when plating is required by their customers. «
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PEENSCAN®

PEENSCAN is a process used to measure shot
peening coverage in terms of amount and uniformity,
by either automatic or semi-automatic means of shot
peening.

PEENSCAN process provides quality controlled
peening.

PEENSCAN PROCESS tracer liquids dry into an
elastic film which needs to break-up for removal. The
objective of the PEENSCAN process is to provide a
practical way to measure coverage in terms of amount
and uniformity of fluorescent tracer dye removal.

COVERAGE is defined as a uniform and complete
denting of obliterating of the original surface of the
part or work piece as determined by visual
examination using a ten-power magnifying glass. To
compound the problem, it is extremely difficult if not
impossible, to visibly examine large areas using a
ten-power glass. Fillets, cavities, grooves and holes
are also difficult to inspect because of inacessability of
visual instruments.

Clean bare metal objects appear as a deep purple color
under U.V. light.

Fluorescent tracers are ultra-violet visible compounds,
not as highly sensitive as used in penetrant
inspection, but are more sensitive than color tracers
such as dye-marker blue. Fluorescent visibility under
U.V. light is clearly superior to 10X visual coverage,
and also superior to other natural light ink coatings.

Tracer liquid coating responded to all intensity
changes.

Shot striking elastic tracer film breaks away film in
shot impact area only. Low angle of impingement and
ricochet peening will not remove tracer coating
without increasing peening time.

Tracer remaining on a part shows flat spots and
Incomplete denting of surface. The remains or
absence of tracer liquid viewed after peening by a
U.V. light give evidence as to the degree of removal,
or percentage of coverage applied to the part by shot
peening. '
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