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MANUFACTURING DATA REPORT 

JOB NUMBER:  21183 

 

 

 

Client: CQ HOLDINGS 

Purchase Order: N/A 

Description: RH340 BOOM 
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Section 1 

 

WORK INSTRUCTION 

 

  



JN:

Dispatch date to site: As per client PO.

13. Linebore all bush recepticles and replace all bushes. Ex JD Lineboring.

14. Paint - Oyster white, Lifting Points - Red.

Dispatch Method: Freight to site: As per client PO.

Photos: Photos to be taken of all items being dispatched.  Photos need to show condition of all items 

at time of dispatch.  Photos also need to be suitable for use on website, etc (clean background, good 

light, show full job).”

7. Blend all internal bulkhead welds 300mm past any welded intersections. Effective throat thickness 

equivalent to 25mm Corner fillet.

8. Blend all new internal welds welds 300mm past any welded intersections. Effective throat thickness 

equivalent to 25mm Corner fillet.

9. Reinstate Top Chord.

10. Reinstate top torque tube.

12. Stress Relieve complete boom. Ex National Heat 

11. NDT all welds.

6. Reinstate side walls with new GR350PL.

Work Instruction

RH340 Boom Repair 21183

1. Remove and Inspect Top Chord plate. Inspect, prep and make fit for re-instating.

2. Remove side walls extending to either side of bulkhead areas.
3. Remove both transverse bulkheads and replace with new, including bulkhead stiffeners. Note: All 

welds to be blended. Effective throat thickness equivalent to 25mm Corner fillet.

4. Remove and Inspect top ear torque tube. Inspect, prep and make fit for re-instating.

5. Remove and replace top ears and bosses with BIS80 material or equivalent.

X:\Operations\CQFMS\CQ Admin\CQ Jobs\21183 WSHOP - RH340B BOOM REFURB\8. QA\Work Instruction
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Section 2 

 

CLIENT PURCHASE ORDER 
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Section 3 

 

QUALITY CONTROL CHECK SHEET 
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Section 4 

 

DIMENSION CHECK SHEET 
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Section 5 

 

WELDING/PREHEAT RECORDS 
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Section 6 

 

NDT REPORTS 

 

 

 

  



 

 

 

 

 

 

 

N.D.T. TEST REPORT 

 
BA:sk            

12MAY21           

 

 

REPORT NO.: R21-0744  Page 1 of 10 

 

 

CLIENT: CQ Field Mining Services 

 19 Connors Road 

 Paget, Qld 4740 
 

 

CLIENT CONTACT: Mr. B. Sedcole 
 

 

ORDER No.: 38412 

 

 

JOB No.: 21183 
 

 

DESCRIPTION: NDT & Inspection of RH340B Boom 

 at CQ Field Mining Services Workshop, Mackay. 

 

 

TECHNICIAN/S: Mr. B. Anning / Mr. J. Bozier  

 
 

DATE OF TEST: 19MAR21 / 15APR21 

 

 

WORKSHEET REF. No.: MPI 21 - 35413 

 VIS 21 - 6530 

 UT 21 - 0744 
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INSPECTION DATA: 

 

PROCEDURE NO.:   TP-001 / TP-301 / TP-701 / TP-702 / TP-703 

 

AUST. STANDARD: AS 3978-2003 / AS 1171-1998 / AS 2207-2007 / AS/NZS 1554.4 SP  

 

SURFACE CONDITION:  As Welded  

 

SURFACE PREPARATION:  Blended 

 

SURFACE CONDITION:  < 6.3µm Ra, < 3.2µm Ra 

 

ACC/REJ LIMITS: AS/NZS 1554.4 2014 Cat SP Table 6.2 

 AS/NZS 1554.4 2014 Cat SP Table 6.3 

       

MATERIAL SPECIFICATION: Carbon Steel – No Further Specification 

 

TEST LIMITATIONS:  0º, 45º, 60º & 70º Scans Only  

     Some external surfaces painted at time of inspection 

     Drawing not provided 

      

EQUIPMENT:    Ultrasonic  Radiographic  Penetrant 

    MPI  Other – Visual  

 

     Parker B300S Contour Probe AMP-040 

     Castrol Flux Indicator Strip 

     Krautkramer USM 36 Flaw Detector AUT-152 

     Krautkramer MB4S-E 0° Ultrasonic Transducer AUT-116 

     GE RHP 0-3.5 0° Ultrasonic Transducer AUT-086 

     GE MWB 45-4E 45° Ultrasonic Transducer AUT-080 

     GE MWB 60-4E 60° Ultrasonic Transducer AUT-081 

     GE MWB 70-4E 70° Ultrasonic Transducer AUT-082 

     GE MWB 45-2E 45° Ultrasonic Transducer AUT-083 

     GE MWB 60-2E 60° Ultrasonic Transducer AUT-084 

     GE MWB 70-2E 70° Ultrasonic Transducer AUT-085 

     Metric Universal Calibration Block AUT-019 

     Headlamp 

 

MAGNETISATION:  Continuous Method 

 

DEMAGNETISATION:  No 

 

REF. SENSITIVITY:  MPI – 3 Lines Castrol Flux Indicator 

   UT – 2nd BWEFSH / 80% Reference 

 

CONSUMABLES:   Ardrox, Black Magnetic Ink 800/3,   Batch #4960506413 

   Ardrox, White Contrast Paint 8901/W, Batch #4960909564 
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EQUIPMENT CONTINUED: 

 

TEMPERATURE:    10̊ - 14̊  15̊ - 45̊  46̊ - 50̊ 
 

RECORD:   Photograph   

 

LIGHTING:   1200 Lux 

 

% COMPLETION:   100% 

 

ACCESS:    100% 

 

MAGNIFICATION:   Nil  

 

 

ULTRASONIC. INSPECTION DATA: 

 

THICKNESS RANGE:  0 – 90mm  

      

RANGE:   0º Scan: 0 – 200mm 

   45º, 60º & 70º Scan: 0 – 400mm 

 

COUPLANT:   Kerosene 

 

SCAN POSITION:   UM: A 

   

SIZING:   LSE / 6dB / 20dB 

 

TEST ACCURACY:  ± 0.5mm 
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RESULTS OF EXAMINATION 

 

 

INSPECTION OF RH340B BOOM: 

 

Magnetic Particle Inspection:      Worksheet No. 21 - 35413 

Identification Result 

Boom 

Job No. 21183 

100% Inspection of Bore Faces 

100% Inspection of Accessible Needle 

Gunned External Welds 

100% Inspection of New External Welds 

100% Inspection of New Internal Bulk Head 

Welds 

 Nil Cracking / Anomalies Evident 

 Complies with the Requirements of    

AS/NZS 1554.1 2014 Cat SP Table 6.2.2 

Note: Lighting Conditions comply with the Requirements of AS 1171 Section 3.5.2 1998  

Limitation: Drawing not provided 
  

Visual Inspection:   Worksheet No. 21 - 6530 

Identification Result 

Boom 

Job No. 21183 

100% Inspection of Bore Faces 

100% Inspection of Accessible Needle 

Gunned External Welds 

100% Inspection of New External Welds 

100% Inspection of New Internal Bulk Head 

Welds 

100% Inspection of External Surfaces 

 Nil Defects / Anomalies Evident 

 Complies with the Requirements of    

AS/NZS 1554.1 2014 Cat SP Table 6.2.2 

Note – Lighting Conditions comply with the Requirements of AS 3978 Section 6.1 - 2003 

Limitation 1: Some external surfaces painted at time of inspection 

Limitation 2: Drawing not provided 
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RESULTS OF EXAMINATION CONTINUED 

 

 

INSPECTION OF RH340B BOOM: 

 

Ultrasonic Inspection:       Worksheet No. 21 - 0744 

Identification Result 

Boom 

Job No. 21183 

25% Inspection of New Welds 

 Nil Recordable Anomalies Evident 

 Complies with the Requirements of    

AS/NZS 1554.4 2014 Cat SP Table 6.3 

Note – Lighting Conditions comply with the Requirements of AS 3978 Section 6.1 - 2003 

Limitation: Drawing not provided 
 

Technicians         

Ben Anning 

Joshua Bozier 

 

 

    

 

 

 
B. Anning 

Approved Signatory 
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PHOTOGRAPH NO. 1 – GENERAL VIEW OF RH340B BOOM 

 

 

 

PHOTOGRAPH NO. 2 – GENERAL VIEW OF RH340B BOOM 
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PHOTOGRAPH NO. 3 – GENERAL VIEW OFRH340B BOOM 

 

 

 

PHOTOGRAPH NO. 4 – GENERAL VIEW OF RH340B BOOM 

 

 



 

 

 

 

 

Report No. R21-0744 dated 12MAY21      Page 8 of 10 

 

 

 

 

 

PHOTOGRAPH NO. 5 – GENERAL VIEW OF RH340B BOOM 

 

 

 

PHOTOGRAPH NO. 6 – GENERAL VIEW OF RH340B BOOM 
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PHOTOGRAPH NO. 7 – GENERAL VIEW OF  RH340B BOOM 

 

 

 

PHOTOGRAPH NO. 8 – GENERAL VIEW OF RH340B BOOM 

 

 



 

 

 

 

 

Report No. R21-0744 dated 12MAY21      Page 10 of 10 

 

 

 

PHOTOGRAPH NO. 9 – GENERAL VIEW OF  RH340B BOOM 
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Section 7 

 

MACHINING REPORT 

 

  



J.D Lineboring Pty Ltd 
Joshua Wright 

0455250386 
josh@dlineboring.com.au 

157 Jensens Rd, Farleigh, 4741 
                                                                     ABN: 61 614 285 415

QA DOCUMENT: 

Customer: 

Job Description: 

BORE: Specified Size: Bore Position: Actual Size: 

Notes: 
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Section 8 

 

STRESS RELIEVING 

 

 

  



  National Heat Pty. Ltd. 

 

 NHT4114         Page 1 of 3 

 

Heat Treatment Report: 

Report Number: NHT 4114 

Client: CQFMS  

Project: RH340 Boom 

Job Description: PWHT furnace     

PWHT Technician:  Steve Harrison                                                     

Heat Treatment Details: 

 

                                                                                                     

                                                                                                                        

Date.27/03/2021 

Job Location: Workshop Mackay 

Contact: Shannon 

Order No: P38173 

Procedure. HTP007 

Signature:                             

 

Soak Temp: 550°c Soak Period:   2.5hrs. 

 Heat Increase Rate: 50°c Controlled Cooling Rate: 100°c 

Start Temp: 300⁰c Switch Off Temp: 300°c 

Preheat Temp: N/A Insulation Removed At: N/A 

Recorder Number:  166 Chart Speed: 25mm/h 

 

Job method:  

 

 

   

 

 

 

Technical Controller: Steve Harrison                                                Signature:                                    

NOTES 

 This process was monitored using a fully calibrated temperature 

recorder providing a print out graph for quality assurance 

documentation. A copy of these charts will be provided with this 

report. All original charts are held on file at National Heat and are 

available upon request.  



  National Heat Pty. Ltd. 

 

 NHT4114         Page 2 of 3  

Down rate 100⁰c 

per hr max. 

Recorder No 166  

Hold temperature  550⁰c 
for 2.5 hrs. 

Heat up rate 50⁰c per hr. 



  National Heat Pty. Ltd. 

 

 NHT4114         Page 3 of 3 
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Section 9 

 

FABRICATION DRAWING 
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Section 10 

 

MATERIAL CERTIFICATION 

 

 

 

 

 

 

 

 

 

 

 

 

 

 



  

SIGNATORY 

 

CUSTOMER: SPECIFICATION: 

CHEMICAL ANALYSIS LADLE ANALYSIS - PERCENTAGE OF ELEMENT BY MASS 

  HEAT No   
C P Mn Si S Ni Cr Mo Cu Al Sn Ti B 

 
    

HEAT TREATMENT DETAILS:  

MECHANICAL TESTS TEST METHODS    

PLATE AND ORDER DETAILS 
PLATE SIZE 

mm x mm x m 
WIDTH X THICKNESS X LENGTH 

0.2% PROOF 
STRESS 

MPa 

TENSILE 
STRENGTH 

MPa 

ELON- 
GATION % 

GAUGE 
LENGTH 

(mm) 

PS/TS 
RATIO 

Hardness 
HBW  

10/3000 

CHARPY V-NOTCH IMPACT TEST 

SPEC SIZE 
mm x mm DIR TEMP

°C ENERGY J 
LATERAL 

EXPANSION 
(mm) 

      

NOMINAL STRIKING ENERGY 300J 
NOMINAL IMPACT VELOCITY 5.24 m/s 

 

METRIC/IMPERIAL CONVERSION FACTORS PER ASTM E380 

THIS LABORATORY IS ACCREDITED FOR COMPLIANCE WITH ISO/IEC 17025 - TESTING.  
THIS DOCUMENT SHALL NOT BE REPRODUCED EXCEPT IN FULL. LABORATORY No. 1553. 

NATA ACCREDITED LABORATORY 

BISALLOY STEELS PTY. LTD. 
ABN 27 001 641 292 
18 RESOLUTION DRIVE, UNANDERRA NSW 2526 AUSTRALIA   
PO BOX 1246, UNANDERRA NSW 2526 AUSTRALIA 
TELEPHONE: +61 (02) 4272 0444 
FAX: +61 (02) 4272 0456 

TEST CERTIFICATE 
PAGE: 

PRINT DATE: 

DATE OF MANUFACTURE: 

CERTIFICATE No: 

1inch =   25.44mm 
1ksi =   6.894757 Mpa 
°F =   (°C x 1.8) + 32 
1ft. lbf =   1.355818 Joules 

THE ABOVE CHEMICAL ANALYSES ARE REPRODUCED FROM FEED SUPPLIER NATA OR EQUIVALENT  
INTERNATIONALLY ENDORSED LABORATORIES. 

WE CERTIFY THE ABOVE INFORMATION IS IN ACCORDANCE WITH THE RECORDS 
OF THE COMPANY AND CONFORMS TO THE SPECIFICATION AS STATED. 

FEED SUPPLIER LABORATORY No: 
FEED SUPPLIER CERTIFICATE No: DATED:

1 of 1 

0.93

AS1816.1

0.140 0.0016

201912240000141

CUST O/N:

92-07913

FEED CERTIFICATE No.

0.140

113868

0.0210.037

       

 150   140   161

0.194

PLATE No:

0.990 0.0000.500

CE(IIW) =  0.4851

STRUCTURE 80  (AS3597-2008 GRADE 700)
INFRABUILD STEEL CENTRE

552707

10 x 10

Dake Yu

2485 x 60 x 6.000

FEED LABORATORY No. 13/01/2020

393456

PARRAMATTA  NSW  2124

LOCKED BAG 5044

CNAS No: L3008

MACKAY BRANCH

849

AS1544

258

900°C/WQ / 615°C/QT

22 L

DATED. 

 

787

27/03/2020

-20

12/11/2020

0.0000.660

7506610164 INSTOCK  

ITEM No:

50

AS1391

0.002

N = 0.0023

BATCH No

0.010
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Section 11 

 

PHOTOS 

 
















