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1. Item Name: CARGO HANDLING; REPAIRS TO CARGO BOOMS
2. Scope of Work: 
2.1  Location of Work: Main Deck

2.2  Identification:  Preparer shall identify booms by their sequential number where Number 1 Boom is farthest forward on the starboard side, Number 2 is its opposite number on the port side, Number 3 is the second boom on the starboard side and so on, with all odd numbers to starboard, all even numbers to port.

2.3  Intent: Booms listed in Paragraph 2.2, which are presently bent shall be restored and tested to their rated lift capacity and accepted by the ABS.

3. Work Description:
3.1  Disconnect boom from its fastenings. Remove interferences as required by Reference 5.1. Remove boom from ship and transport to repair facility.

3.2  Identify, layout and remove the defective -- foot, --inch boom section which is located between two points, the first located 

 feet, 

 inches from the heel pin socket’s center, the second located 

 feet, 

 inches from the heel pin socket’s center.

3.3  Fabricate a new cylindrical boom section of 

. 
 PSF ABS steel as indicated in Reference 5.2 to replace the removed defective section. With the repairing boom supported to retain alignment, install new section together with chill rings and reassemble boom by welding.

CHECK POINT – (Weldment Inspection)

3.3.1  Contractor shall present the cleaned, completed boom tube weld joints to COTR for examination before proceeding with repairs.

3.4  Fabricate and install for each boom tube weldment, in two halves, upper and lower, a wrapper plate of 
. 
 PSF ABS grade steel which shall completely encircle the boom at each joint and extend 
 inches beyond either side of each tube weld joint. The wrapper shall be continuous for a distance of 

 inches (one entire diameter) on each side of the tube joint. The final 
 inches (one entire diameter) of wrapper length shall be relieved by cutting its end in a sinuous pattern whose depths (no fewer than four) equal and do not exceed 
 inches (one half of one diameter).

3.5  Wrapper plate welding:

3.5.1  Weld ends of wrapper plate with 100 %, 3/8 inch fillet weld. Radius exposed exterior corners by grinding.

3.5.2  Join longitudinal seams using full fillet welds.

3.5.3  On the two longitudinal axes each located one quarter circumference from the two longitudinal full fillet seams, attach wrapper plate to repairing boom using a series of slot welds each 1 inch by 3 inches at 6 inch intervals. Slot welds shall be not less than 3/8 inch fillet. Radius exposed outer corners by grinding.

3.6  Return boom to ship and reinstall. Restore interferences as required by Reference 5.1.

CHECK POINT – (ABS Proof Test)
3.6.1  Contractor shall rig boom for and prove integrity of his repairs by conducting a long ton proof test in accordance with References 5.3 and 5.4. Test shall be witnessed and accepted by COTR.

3.7  Lower boom to its cradle and secure using its own nylon rods and lashings.

Interference Test

4. Performance Criteria/Deliverables:
4.1  COTR (ABS) examination of boom tube weldments; paragraph 3.3.2.

4.2  COTR (ABS) proof test; paragraph 3.6.1

5. References:
5.1  Specification 017-001.G, Interferences; Remove And Reinstall
5.2  Vendor’s Drawing No. 

 , 

 Ton Boom

5.3  [Spec Preparer shall insert Titles and reference numbers of the appropriate Builder’s cargo gear drawings or bills of material.]

5.4  ABS Register of Cargo Gear.

6. Notes: None
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