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PPOOLLIISSHHIINNGG  CCLLAADD  EEXXTTEERRIIOORR  SSKKIINNSS  
  

11  PPUURRPPOOSSEE  &&  AAPPPPLLIICCAATTIIOONN  
1.1 This instruction provides guidance for polishing skins to conform to 
Appearance Control of Clad Aluminum Exterior Skins, D6-9002. 
1.2 It is applicable to skins that require mechanically polished skin 
quality. 

22  RREESSPPOONNSSIIBBIILLIITTIIEESS  
2.1 Polish stamp holders: 

2.1.1 Accept skins (for appearance) that meet the criteria for 
mechanically polished skin quality. 

2.2 Polishers: 
2.2.1 Polish skins in accordance with this instruction and D6-9002. 

33  IINNSSTTRRUUCCTTIIOONN  
3.1 Flow Chart 
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3.2 Personal Protective Equipment 
3.2.1 For all activities except power polishing either clean cotton 
gloves or latex gloves will be worn to protect the finish. 
3.2.2 For mechanical polishing the following PPE is required: 

3.2.2.1 Latex gloves 
3.2.2.2 Dust mask 
3.2.2.3 Safety goggles and face shield 
3.2.2.4 Coveralls 

3.3 Visually inspect parts for defects such as stains and scratches or 
abrasions. 

3.3.1 If scratches or abrasions are detected, they are further 
evaluated to determine if the clad material has been penetrated to 
the core material.  If there is any doubt as to whether the clad has 
been penetrated, a clad penetration test is performed in accordance 
with D6-9002, ¶12. 

3.3.1.1 Solvent clean the area to be tested utilizing a wiper. 
3.3.1.2 Mask off the defect allowing no more than 1/32 inch 
around the periphery of the defect. 
3.3.1.3 Apply clad penetration test solution (potassium nitrate, 
200 grams; sodium hydroxide, 100 grams; water to make 1 liter 
of solution) with the point of a toothpick in the deepest part of the 
defect.  Clad penetration will be indicated by the solution turning 
black.  If no black indication occurs after one minute the clad has 
not been penetrated. 
3.3.1.4 Water rinse the test area thoroughly. 
3.3.1.5 Apply nitric acid solution (1 volume 40º or 42º Baume 
nitric acid to 2 or 3 three volumes of water) to the tested area 
with a cotton swab.  Allow to stand 30 to 60 seconds, then water 
rinse thoroughly. 

3.3.2 If clad has been penetrated repair can only be authorized by 
Boeing MRB, otherwise scrap the part. 

3.4 Generate a Boeing Skin Quality Grid Chart (Figure 1) 
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Figure 1 

3.5 Mount the part to the tool. 
3.6 Hand burnish in accordance with D6-9002, ¶ 8.2.2 b using 
burnishing tools specified in D6-9002.  Burnishing must be performed by 
Boeing certified personnel. 

3.6.1 Using a burnishing tool and lubricant, rub along the sides of 
the defect exerting force to clad toward the center of the damaged 
area. 
3.6.2 When the repaired area has a smooth profile decrease 
pressure to smooth the burnish marks and make the surface as 
inconspicuous as possible. 

3.7 Utilizing a power polisher and polish approved in D6-9002, 
mechanically polish the parts in accordance with D6-9002, ¶8.2.2 c. 

3.7.1 Clean polish residue from buffing media with tool. 
3.7.2 Dress buffing media with polishing compound. 
3.7.3 Hold buffing media parallel to the polishing direction 
3.7.4 Polish as necessary.  Finish polish in the grain direction 
3.7.5 Blend in polish strokes to minimize streaking 
3.7.6 Perform steps 3.7.1 and 3.7.2 as necessary during 
mechanical polish activity. 

3.7.7 If necessary, hand rub with wiper to develop grain pattern 
and blend in with adjacent area. 
3.7.8 Remove polish residue by solvent cleaning with wiper. 

3.8 Inspect parts in accordance with D6-9002 for color, brightness and 
reflectivity.  This inspection is by its nature a subjective determination.  If 
the part passes, affix the POL stamp to the router.  The POL stamp will 
be relied upon by the quality inspector as affirmative evidence that the 
polish criterion has been met. 

3.8.1 Viewing distance for inspection:  A distance of approximately 
three feet will be maintained to visually inspect parts over the entire 
surface. 
3.8.2 Pitting:  Micropitting in slat skins cannot penetrate clad.  
Micropitting in large clusters is not acceptable. 
3.8.3 Clarity:  An employee badge held at a distance of 
approximately 12 inches perpendicular to the part surface will be 
used to determine quality of clarity and reflectivity.  The card print 
shall be legible and relatively undistorted. 
3.8.4 Orbital Marks/Scratches:  When viewed at a distance of 
three feet, parts shall be free of orbital marks and scratches. 
3.8.5 Orange Peel:  Orange peel shall not detract from the overall 
appearance of the skin when at a distance of three feet and shall 
meet clarity and reflectivity requirements stated above. 
3.8.6 Ripples/Dents/Dings/Protrusions/Eyebrows:  These defects 
shall be individually evaluated when located in the immediate vicinity 
of the rivet pattern at E.O.P.  Size of the defect shall be considered.   

3.9 Remove the masking from the part and clean the unpolished side of 
the part. 

44  RREEVVIISSIIOONN  HHIISSTTOORRYY – Authored by Ray Smith, approved 13 Sep 
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