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:| Corrosionon Aircraft Sheet Metal: Which Type, and How Much to :
8
: Remove
Y z
" Types - 20:1 blend-out - steel fasteners - sealed doubler 3
2
: :
z
g ‘ REFERENCE DRAWING — NOT APPROVED DATA - THE SRM ALWAYS GOVERNS 5
E BLEND-OUT DISH-OUT IN PLAN d
5 SECTION - 20:1 LENGTH TO DEPTH, DEPTH EXAGGERATED MAJOR AXIS ALONG THE MAIN LOAD PATH %
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g REMOVE ALL CORROSION PRODUCTS - FINISH WITH 400 GRIT SPANWISE ON A WING AND A STABILIZER, g
g THEN CHECK D AGAINST THE SRM LIMIT LONGITUDINAL ON A FUSELAGE, VERTICAL ON A FIN .
E B
3 2
F COUNTERSUNK FASTENER DOUBLER OVER A BLENDED AREA 9
3 SECTION - CORROSION STARTS UNDER THE HEAD SECTION - SEALED AGAINST MOISTURE 2
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g CORROSION UNDER THE HEAD STEEL: PULL IT FIRST FILLET BEAD RIVETS SET WET El
>
2 PARTS LIST §
3 ¥ z
E 1 Skin Clean, strip the finish, remove every trace of corrosion product AC 6-113, 6-114. g
é 2 Dish-out Elliptical, faired at 20:1 length to depth, finished with 400 grit AC 6-115, 6-136
s 3 Pit Blend out in critical, highly stressed areas; elsewhere not after blasting AC 6-115 H
; 4 Steel fastener Pull it before blending: steel particles in aluminium corrode again AC 6-115, 6-135 z
= 5 Sealant Fills a blend that could trap water; wet rivets; fillet bead at the edge AC 6-134 g
§ 6 Doubler Alclad, treated and primed before fitting; past the SRM limit ask the maker or a DER AC 6-134 ]
8
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5 NOTES The Aviation Point. g
5 1. Dimensions in inches. Do not scale: the SRM sets the values. 5
z 2. For reference. The applicable manual always governs. F:nir ion 8
= 3. Based on AC 43.13-1B ch. 6. orrosio
E DRAWING O e Soae v o
z REVISIONS TAP-DWG-015 ‘ A NTS 10F1 f
g REV DESCRIPTION DATE APPLIES TO §
First issue 2026-10-30 Aluminium sheet H
§ DO NOT SCALE DRAWING 3
z z
E After AC 43.13-1B paragraphs 6-113 to 6-136. Typical only: the SRM gives the limit for each part. Depth is exaggerated. 5
: Eight types, by how they look E
= g
g Type What you see Remember .
s . " " — " #
E General surface Dulling, then a rough, frosted surface over a wide area Most common. Heat discoloration is not corrosion (6-12) 2
5 Pitting White or grey powder; tiny pits once it is cleaned off Can go deep: damage out of proportion to the surface (6-13) S
c Crevice At joints, joint edges, under foreign material A concentration cell, even between identical metals (6-14) g
g Filiform Worm-like traces under the paint film Humidity 78 to 90 %; polyurethane is susceptible (6-16) B
% Intergranular Nothing at first: the grain boundaries are attacked 2014 and 7075 if badly heat-treated (6-17) )2;
" Exfoliation Surface grains lifted in layers Advanced intergranular; mostly extrusions (6-18) g
E Galvanic Build-up of corrosion where two different metals meet Needs an electrolyte (6-19) z
8 Stress corrosion Cracks under steady or cyclic stress plus a damaging environment Riveting, bolting, over-torque trap stress (6-20) g
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; Key points Step by step z
g
g * Remove all of it. Past the SRM limit: replace, or ask the maker or a DER. 1. Identify the metal; clean; strip the finish. z
E ¢ Blend at 20:1 length to depth, long axis along the load, finish 400 grit. 2. Find the extent; document it. 3
s =
B ¢ Critical areas: blend out every remaining pit. 3. Remove by hand; repeat; stronger method if needed. E
5 ¢ Pull steel fasteners before blending aluminium. 4. Blend 20:1up to 400 grit; clean with dry solvent. §
g
8 ¢ Doubler: alclad, treated, primed holes, sealant, rivets wet. 5. Check depth against the SRM; treat, seal and finish. g
2 i
t SOURCES - AC 43.13-1B with Change 1 — Acceptable Methods, Techniques, and Practices - ;
g FAA-H-8083-31, AMT Handbook — Airframe, Volume 1, Chapter 4 g
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; z
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z SCAN - OPEN THIS GUIDE 2
E theaviationpoint.com/sheet-metal/corrosion/ §
5
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g The Aviation Point - TAP-G-CORROSION Educational reference only, not approved data. Always consult the applicable SRM, AMM, or AC 43.13-1B and your certifying authority. ,
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