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HOT WORKS - SCOPE OF WORK 
01 Describe the work to be performed 

• To complete welding, heating, grinding and other associated hot works on WesTrac sites, in accordance with
WesTrac procedures and polices

• All relevant PPE to comply with both Worksafe and WesTrac PPE and safety requirements
• Comply with AS 1674.1 Safety in welding and allied processes – Fire precautions
• All other requirements per the Principal Scope of Works

02 Extra requirements to the Pre-Qualification 

• Pre-start on all welding and heating equipment as per below policies and procedures
• All other requirements per the Principal Scope of Works

03 Other Scopes of Work required or relevant to this task 

• As per the Principal Scope of Works

04 Policies, procedures and inductions that may be relevant to this Scope of Work 
• Daily Welder and Oxy Inspection Checklist (FTT-NAT-HSEQ-0217)
• Engine Driven Welder and Equipment Daily Inspection (FTT-MTT-SER-0005)
• Hand Held Grinder Inspection Checklist (FTT-NAT-HSEQ-0223)
• Hot Work Permit (FTT-NAT-HSEQ-0127)
• Hot Work Procedure (PCD-NAT-HSEQ-0137)
• Steel Dogs Wedges Procedure (PCD-NAT-HSEQ-0902
• SWP - Air Operated Bead Blaster (WIN-NAT-HSEQ-0130)
• SWP - Bearing Heater (WIN-NAT-HSEQ-0147)
• SWP - Bull Hose and Air Lines Operation (WIN-NAT-HSEQ-0155)
• SWP – Component Wash Down (WIN-FPMS-SER-0004)
• SWP - Cut Off Saw (WIN-NAT-HSEQ-0131)
• SWP – Cutting (WIN-FPMS-SER-0023)
• SWP - Drill Press (WIN-NAT-HSEQ-0122)
• SWP - Eddytherm Bearing Heater (WIN-NAT-HSEQ-0161)
• SWP - Edmo Floor Jack (WIN-NAT-HSEQ-0188)
• SWP - Electric Powered Rapid Torc (WIN-NAT-HSEQ-0260)
• SWP – Grinding (WIN-FPMS-SER-0018)
• SWP - Hammer Applications (WIN-NAT-HSEQ-0104)
• SWP – Heating (WIN-FPMS-SER-0020)
• SWP - Heating Element Bag Sealer (WIN-NAT-HSEQ-0112)
• SWP - Hot work on fuel and oil tanks (WIN-NAT-HSEQ-0159)
• SWP – Hydraulic Torque Tooling (WIN-NAT-HSEQ-1007)
• SWP - Magnetic Base Drills (WIN-NAT-HSEQ-0142)
• SWP - Moving and Storage of Gas Bottles (WIN-NAT-HSEQ-0160)
• SWP - Operating Mobile Gantry Crane (WIN-WA-SER-0023)
• SWP - Pedestal and Bench Grinders )WIN-NAT-HSEQ-0018)
• SWP – Pressing Bearings (WIN-NAT-SER-0058)
• SWP - Pressure Cleaner Operation (WIN-NAT-HSEQ-0123)
• SWP - Robowash Operation (WIN-WA-SER-0002)
• SWP - Safe Use of a Belt Sander-Linisher (WIN-NAT-HSEQ-0212)
• SWP - Track Presses (WIN-NAT-HSEQ-0102)
• SWP - Use and Storage Of Angle Grinders (WIN-NAT-HSEQ-0128)
• Thermic Lancing Procedure (PCD-NAT-HSEQ-0170)
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• Torque Marking Procedure (PCD-NAT-SER-0028)
• Welding Pre-Heat Checklist (FTT-GUI-FAB-0016)
• All other requirements per the Principal Scope of Works

05 Describe who supplies the materials 

• The decision as to who is providing hardware and materials is to be clarified at the time the purchase order is
raised, between the contracting company and the requisitioner

• The contracting company is to provide all tools necessary to complete the works
• WesTrac may, at its discretion, provide consumables or tooling that it deems necessary to complete the task

06 Describe how the work will be measured 

• The contracting company will be measured against safety, quality, velocity, cost and people-based metrics.
• The relevant WesTrac department will conduct reviews, feedback sessions and other performance

management tools it deems necessary

07 Describe at what point will the work be accepted 

• The contracting company is to provide WesTrac a Service Entry Sheet, maintenance report, commissioning
report or similar outlining works and testing completed

• The completed works will be tested and verified complete by both the contracting company and WesTrac
• The services as requested in the purchase order will be deemed to be delivered by WesTrac
• Acceptance will also be in accordance with WesTrac’s Terms & Conditions or Standing Offer
• Any large discrepancies in cost to be scrutinised between both parties
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DAILY WELDER AND OXY INSPECTION CHECKLIST  
 
Sheet to be filled out daily at start of every shift 
 


 


Day: Mon Tues Wed Thurs Fri Sat Sun 


Date:        


Welding Machine ID No:         


Wire Feeder ID No:        


 Passed Passed Passed Passed Passed Passed Passed 


Yes No Yes No Yes No Yes No Yes No Yes No Yes No 


Welder Inspection 


Description 


1) Check power supply plug               


2) Check mains supply socket 
and switch 


              


3) Check plug & primary cable 
supply to the welding machine 


              


4) Check welding machine 
case, frame wheels etc. for 
signs of damage 


              


5) Check welding cables               


6) Check welding cable 
connectors 


              


7) Check welding cable 
extension connections 


              


8) Check welding guns and 
gouging hand pieces 


              


9) Check earth clamp               


Carry out any minor repairs if 
able (lugs, liner etc.) 


              


Report any major issues to the 
team leader, tag machine out 
of service and put it in the 
welder repair section. 


              


Oxy Inspection 


Description 


1) Check Gauges for any 
damage 


              


2) Check O rings for damage               


3) Check hoses for any 
damage, fraying       or 
cracking 


              


4) Check all fittings for 
tightness and leaks 


              


5) Ensure flash back arrestors 
are fitted to both ends of the 
hoses* 


              


* Flash back arrestors are mandatory at both ends of the hoses as per the OHS regulation 3.98 


Name: 
 


Signature: 


Notes / Comments:  
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ENGINE DRIVEN WELDER AND EQUIPMENT DAILY 
INSPECTION 
 


Date                             DS  /  NS SMU 
 


Welder Model  ID Number 
 


Wire Feeder Model  ID Number 
 


 


 
 


Weld Generator and Equipment Inspection Passed 


Description Yes No 


Check engine oil, coolant and fuel levels 
  


Check for oil and fuel leaks. 
  


Check electrical MEG test/tag date is current. 
  


Check welding machine case, frame, power sockets etc. for damage 
  


Check condition of welding leads and confirm test/tag dates are current 
  


Check condition of welding cable connectors and confirm tightness 
  


Check condition of wire feeder and confirm test/tag date is current 
  


Check condition of welding handpieces and gouging torch. Confirm test/tag dates are current   
  


Check fire extinguisher is in date and charged 
  


Start Weld Generator and confirm operation 
  


Complete a E-Stop test (machine must stop) 
  


Carry out any minor repairs if able (lugs, liners etc.) on welding lead low voltage output side only,  
Ensure power is turned off at welder before connecting and disconnecting leads   


Report any major issues to the team leader, tag machine/equipment Out of Service and return to 
store as required.   
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Name:               _________________________________ Signed:   _____________________________ 
 
Supervisor:     _________________________________ Signed:   _____________________________ 
 


 
 


Notes/Comments: 


 


 


 


 


 


 


 


Gas Equipment Inspection                                                     Passed 


Description Yes No 


Check condition of gauges and confirm test/tag dates are current 
  


Check condition of hoses and confirm test/tag dates are current. 
  


Check all fittings for tightness and leaks. 
  


Check condition of cutting/heating equipment and confirm test/tag dates are current. 
  


Ensure flash back arrestors are fitted to both ends of the hoses and test/tag dates are current. 
  


Ensure bottles are correctly secured. 
  


Carry out any minor repairs if able (hose fittings). 
  








 


FORM, TOOL, TEMPLATE 


Document Number FTT NAT HSEQ 0223 


Next Review Date 16th September 2022 


 Document Owner  HSE Manager 


  
 


HAND HELD GRINDER INSPECTION CHECKLIST   Page 1 of 1  
Revision: 5.0  Confidential Level: Green  
 


This document cannot be modified without the approval of the Document Owner. 
This is a controlled quality document whilst remaining on the WesTrac Intranet, all other copies are considered uncontrolled and 


therefore may not be the relevant version. 


HANDHELD GRINDER INSPECTION CHECKLIST 
 
This Inspection list is for all hand-held grinders. 
 
All types of grinders used by all WesTrac employees and / or contractors MUST be inspected and documented upon 
this checklist daily before use as documented with WIN-NAT-HSEQ-0128 SWP – Use and Storage of Angle Grinders. 
 


Name  


Date  


Model  


I.D #  


 
 


Visual Inspection Check Points Yes No 


Is the electrical tag current and still attached to grinder ☐ ☐ 


Is there any damage to the electrical cord ☐ ☐ 


Is the guard tight and secure ☐ ☐ 


Does the guard have any visible damage ☐ ☐ 


Is an anti-kickback clutch fitted ☐ ☐ 


Is the grinder free of grease and oil ☐ ☐ 


Is there any visible damage to the grinder body ☐ ☐ 


Two position handles fitted  ☐ ☐ 


Deadman switch fitted ☐ ☐ 


Overload protection ☐ ☐ 


Soft start (restart protection) ☐ ☐ 


Does the RPM on the Disc exceed the RPM rating for 
the grinder? 


☐ ☐ 


 
Grinder to be tagged out of service and returned to the tool store for repair if damage is identified or the above check 
points are marked “No”.  
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HOT WORK PERMIT                               
 


Note: A permit is required for all hot work being performed outside a designated area. 


Ensure fire watch detection and suppression controls are in place during work, and the area is made safe, and 
potential ignition sources have been removed for no less than 30 minutes following the completion of work. This 


permit is issued only for the task specified below and is not transferable between shifts. 


Light weight overalls shall not be worn whilst carrying out any hot work 


HOT WORK IS NOT PERMITTED IN THE OPEN DURING A TOTAL FIRE BAN 


WARNING: Due to the risk of tyre explosion, no hot work is to be conducted on any rim and tyre 
assembly. 


 


Location of Hot Work Area:  


Job Number – (If Applicable)  


Description of Hot Work being performed:   


Period for which permit is valid: 
Time:                   Time: 


Date:                   Date: 


Name(s) of personnel performing work:   


Name of Supervisor in charge of team:   


Has the Leading Hand / Boilermaker(s), been informed? Yes   No    Name: 


CONTROLS LISTED BELOW MUST BE IN PLACE FOR WORK TO PROCEED: 


List the PPE available and utilised for the task by those performing Hot Work. PPE should be approved as per the PPE 
Matrix (FTT-NAT-HSEQ-0045): 


 


Has the Hot Work Permit Tag been placed on the equipment? Yes   No   


Is there a Safe Work Procedure (SWP) available for the task being undertaken? If No, then 


a Job Hazard Analysis (JHA) needs to be completed.  
Yes   No   


Is the equipment/machine protected from any possible damage? Yes   No   


Is the area adequately ventilated? Yes   No   


Has the job been cleared of combustibles / flammables where practical?  
(minimum 15m separation or non-combustible barrier to be provided) 


Yes   No   


Has a designated safety observer (fire watch) been put in place? Yes   No   


Has adequate firefighting equipment (minimum 2 fire extinguishers) been put in place? Yes   No   


Have protective screens been put in place? Yes   No   


Is the floor protected from molten slag and heat sources? Yes   No   


Is barricading and signage erected around the work area? Yes   No   


Is phone or radio communication available (if required)? Yes   No   


Have all unnecessary electrical sources been isolated or disconnected? Yes   No   


Has an emergency action / evacuation route been identified and discussed by the work party? Yes   No   
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Is there access to a safety shower, eyewash, burns kit, first aid trained person and safety data 
sheets? 


Yes   No   


SPECIALISED CONTROLS: 


If welding on diesel or hydraulic tanks or drums:  


Has WIN-NAT-HSEQ-0159 been read and FTT-NAT-SER-0002 completed? 
N/A Yes 


Any automated fire system must be isolated prior to ANY hot work being carried out.  


If isolation is required, please note additional controls used. 
N/A Yes 


 


FIRE WATCH INSPECTION (TO BE COMPLETED POST JOB) 
 


 
What time was the job completed? 
 
 
_____ : ______ Hrs 
 
 
 


Has the job been inspected 3 times after being 
completed?   


Yes      


First post job completion area check. 


TIME -                    Initials -  


Second post job completion area check. 


TIME -                    Initials -  


Third post job completion area check. 


TIME -                    Initials - 


Additional Precautions required for this job: 
 
 
 


 


I have performed all of the above steps and any other precautions required for the task I am to 
perform. 


Team Members: 


 


 


Name: 


Signature:  


Name: 


Signature:  


Name: 


Signature: 


Date: 


 


Date:  


 


Date: 


Area Manager or a Nominated Supervisor Approval: Name: 


Signature: 


Date: 


Job completion sign off 


The task has been safely completed: Yes       No   


Automated fire systems have been rearmed: Yes       No        Not applicable   


Area Manager or a Nominated Supervisor: Name: 


Signature: 


Date: 
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HOT WORK PROCEDURE  
 


1 Purpose 
 


Employers have a duty of care to provide a safe working environment for employees; this procedure governs hot work 
conditions to ensure safe working practices are adhered to at all times. 


 


2 Scope 
 


All WesTrac employees and contractors are covered by this procedure whilst working on WesTrac sites or under 
WesTrac direction. 


 


3 Procedure 
 


Hot work is defined as any task with the potential to create an ignition source, which includes, but is not limited to: 


• Acetylene or gas burning or cutting; 


• Welding; 


• Brazing; 


• Electric arc welding – Mig, Tig or Stick; 


• Use of open flames; 


• Grinding or cutting using handheld angle grinders; 


• Use of engines and other similar appliances which produce sufficient heat to ignite flammable vapours. 


All personnel, including contractors, must be familiar with all instructions and procedures relating to hot work and 
adhere to them at all times. The following requirements must be adhered to at all times: 


• A Risk Assessment must be carried out prior to the commencement of the hot work. The determination of the 
level of risk assessment (Take 5 or JHA) is determined by the Job Hazard Analysis Procedure (PCD-NAT-
HSEQ-0103) and the Hot Work Permit. 


• A Hot Work Permit (FTT-NAT-HSEQ-0127) is required for all hot work being performed outside a designated 
hot work area.  


• A designated Hot Work Area Identification and Design Checklist (FTT-NAT-HSEQ-0273) must be conducted 
for the work area before deeming it a designated Hot Work area. If tasks are changed or location is modified, 
a new Hot Work Area Identification and Design Checklist must be conducted.  


• If gouging is to take place in a non-designated hot work zone, then a fire watchman must be present to act as 
a spotter. 


• A Hot Work Permit Tag is to be attached prior to hot work commencing. 


• Ensure no hot work is carried out until all permits have been obtained, completed in full and signed off by the 
supervisor of the area, or his nominated person, in which the hot work is to be conducted. 


Note: *Hot Work Permits are not transferable between shifts or jobs. 
 
3.1 Hazards  
A number of hazards may exist where hot work is being carried out, including; 


• Burns from contact with hot materials, flames, 
tools, or equipment. 


• Explosive gas mixtures 


• Rapid steam expansion 
• Electric shock. • Projectile release 
• Radiant energy from ultraviolet or infra-red 


rays. 
• Explosion due ignition source in-between the 


LEL and UEL 
• Toxic fumes and dusts from burning, cutting, 


grinding and blasting. 
• Slag / Molten metal contact with  fuel sources 


(e.g. plastics / wood / cardboard / gasses)
• Fire and explosion from combustible 


substances 
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WARNING 


 


• Due to the risk of tyre explosion, no hot work is to be conducted on 
any rim and tyre assembly. 


• Due to the risk of rapid steam expansion, water quenching shall only 
be conducted in accordance with the Thermic Lancing Procedure 
(PCD-NAT-HSEQ-0170). 


3.2 Hazardous Areas 
 
The Supervisor and/or Leading Hand must inspect their area of responsibility to identify hazardous areas.  Hazardous 
areas include any area where flammable and/or combustible liquids and flammable gases are stored and/or used, 
such as: 


• Paint, solvent and fuel stores. 


• Storage areas for compressed, flammable gases. 


• Flammable liquid processes (solvent baths). 


• Vessels that contain or have contained flammable or combustible liquid, including fuel tanks. 
 
Hazardous areas shall have intrinsically safe electrical equipment installed (e.g. lights/power outlets) to prevent 
potential ignition or sparks.  
 
3.3 Total Fire Bans (NSW Only) 
 
A total fire ban means no fires out in the open. A total fire ban helps limit the potential of fires developing. During a 
Total Fire Ban you cannot light, maintain or use a fire in the open, or carry out any activity in the open that causes or is 
likely to cause, a fire. When the RFS or DFES declare a Total Fire Ban there can be no hot works, such as welding, 
grinding or gas cutting conducted in the open. All hot work during total fire bans are only permitted to be conducted 
within a designated Hot Work area and shall be risk assessed on the day to ensure sufficient controls are 
implemented to prevent sparks leaving the hot work area. 
 
Hot work permits will not be issued in the event of a Total Fire Ban. 
 
3.4 Fire Bans (WA Only) 
 
The following activities have now been changed to prescribed activities under the WA Bush Fire Regulations 1954 and 
will now NO longer require an exemption to be completed: 
 


• Blasting 


• Fireworks 


• Gas Flaring 


• Hot Work 


• Road Work (Grading and Bituminizing); 


• Off-Road Activity; and 


• Catering Activity 
 
Whilst WesTrac WA no longer require an exemption to undertake tasks associated with “Hot Work” (defined in para 9 
below), an assessment of the task and environment is to be made by the relevant supervisor and team members. 
Changes to the regulations still require notification to DFES and the relevant local government at least 30 minutes 
prior to the activity commencing. This notification must be completed via the online notification system which can be 
found on:  
https://dfes.wa.gov.au/Totalfirebans/#tfb-notification-form 
  



https://dfes.wa.gov.au/Totalfirebans/#tfb-notification-form
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3.5 Designated Hot Work Areas 
 
Certain work areas may be identified and deemed to be permanent or temporary designated hot work areas (areas 
where hot works are constantly being undertaken). In this case it is not always practicable to complete a hot work 
permit every day, therefore the below outlines the process to follow to deem a work area a designated hot work area.    
 


• The Designated Hot Work Area Identification and Design Checklist (FTT-NAT-HSEQ-0273) must be 
completed. 


• The Area Manager is responsible for ensuring that any designated hot work area which is designed for 
continuous work has been done so in accordance with this procedure authorises the Designated Hot Work 
Area Identification and Design Checklist. 


• A copy of the checklist must be held by the area/site. 


 
The following are mandatory when identifying and designing designated hot work areas: 
 


• Inspect the location of work ensure location grounding is level, made of non-combustible material, well-lit and 
well ventilated so as not to contain flammable vapours. 


• Where possible designate an area where noise can be isolated. 


• Where sparks may be projected from the immediate hot work site or where work is being carried out 
precautions should be taken to contain sparks, molten and metal weld spatter. 


• Conduct detailed risk assessment on the work area identifying any hazards such as ignition sources; chemical 
or oil spills, open vented drains, combustibles in the area, location and storage of hazardous goods and 
equipment, enclosed equipment (tanks, pipelines etc), environmental factors such as wind or rain, 
accumulated dust and debris. 


• Ensure adequate fire response controls (fire extinguishers, fire blankets, and hoses) are easily accessible. 


• When the work is suspended for a substantial period of time (overnight) all power and energy sources should 
have the ability to be isolated (switched off), all gas bottles turned off to ensure no gas build up. 


• Ensure there is placarding in place to identify the area as a hot work area.  


• Ensure the area is regularly inspected (workplace inspections).  


If the work environment changes conditions, then a new Designated Hot Work Area Identification and Design 
Checklist (FTT-NAT-HSEQ-0273) must be completed. 
Note –* Once an area is determined to be a designated hot work area, a hot work permit is no longer required. 


3.6 Preparation of Hot Work Areas 


The following applies for preparing areas for hot work: 


• The Supervisor of the area and all persons assigned to undertake the hot work will inspect the work area and 
equipment to ensure it is appropriately prepared in order to eliminate or reduce the occurrence of fire, 
explosion or exposure to toxic gases. 


• Remove flammable materials (wood/paper/cardboard/plastic) and/or combustible liquids or flammable gases 
and relocate at least 15 metres away from the work area.  Where not practicable, make safe or take 
precautionary measures to prevent fire or to be prepared for it. If for some reason this cannot be controlled, 
then any “Hot Work” is to be deferred until another time. 


• Protect surfaces with welding blankets where there is risk of molten metal or slag production. Ensure areas on 
the opposite side of cutting activities are inspected to ensure no flammable materials / substances / gasses 
are present. Communicate monitoring requirements to fire watch personnel to ensure areas where slag / 
molten metal may proceed are monitored.  


Note:* Line of Fire - Welding screens are not suitable under oxy cutting or gouging activities and shall 
be protected with a welder’s blanket to prevent risk of combustion. 
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• Sweep floors and check walls and horizontal surfaces for collection of dusts. If necessary, clean prior to hot 
work commencing. 


• Ensure the work area is adequately vented so as not to contain flammable vapours. 


• Ensure adequate fire protection equipment, such as suitable fire extinguishers, fire blankets and fire hoses are 
available or is within close proximity of the work. 


• Prior to the commencement of any hot work, the tradesperson assigned to conduct the work is to attach a hot 
work permit tag to the job being worked on. If the item being worked on is mobile plant or equipment, the tag 
is to be placed on the master isolation point. If the item being worked on is non – powered, such as framework 
etc., the tag must be placed in a clearly visible location on the work piece.  Refer to photographs below for 
examples. 


 


• If hot work is to be conducted on any plant, equipment or machinery that is powered, then that plant, 
equipment or machinery is to be isolated as per WesTrac’s Tagging and Isolation Procedure prior to any work 
commencing.  


• On completion of the hot work, the person responsible for carrying out the work will inspect the area three 
times, at ten-minute intervals, to ensure it is safe. 


• The area check times are to be added to the hot work permit and initialled. 


When conducting hot work in the open (or outside), consideration shall be given to additional requirements such as 
fire restrictions etc. 
If hot work is to be carried out within a roof space, or any other area that is not normally, or easily accessed and the 
job is going to finish less than one hour before shift end or shift change, then the work is NOT to commence. The job 
will be left until the new shift has begun, so long as the job can again be finalised at least one hour before shift end or 
shift change.  
 
If Hot Work is to be carried out in a confined space it must be carried out in accordance with the Confined Spaces 
Procedure (PCD-NAT-HSEQ-0138). 
 
If you are ever unsure see your Supervisor or Safety Representative. 


4 Responsibilities 
 
The below outlines key accountabilities for different roles in compliance with this procedure: 
 
Area/Branch/Project Manager: 


• Must ensure compliance with this procedure and enforce where required. 


• Provide adequate training to all employees. 
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• Is responsible for approving all designated hot work areas. 


• Must ensure the designated hot work area is reviewed periodically (workplace inspection). 


 
Supervisor/Coordinator: 


• Must ensure compliance with this procedure and enforce where required. 
 
All employees: 


• Must ensure compliance with this procedure.  
 


5 Reporting 
 


Monitoring of compliance and opportunities for improvement will be completed through the Safe Act 
Observation/Interaction tool with assigned KPI’s to all leadership and management positions along with monthly 
workplace inspections and scheduled audit regime. 


Reporting of non-compliance will be captured through the WesTrac Hazard and Incident Reporting system and where 
required investigations will be conducted and corrective actions will be assigned and monitored. 


 


6 Further Information  
 
All employees and contractors who require further information or need clarification of anything contained in this 
Procedure should contact their HSE Advisor or HSE Manager. 


 


7 Accountabilities 


Compliance to Policy   All Employees and Contractors undertaking Hot Work tasks 
 
Implementation & Review   HSE Manager 
 
Approval of Procedure   GM – Safety, Security, Risk 
      
Monitoring  WesTrac Management 
 
Interpretation and Advice  HSE Advisor 
 


8 Related Documents  
 
This Procedure should be read in conjunction with the following internal documents (i.e. internal documents such as 
policies, procedures, forms). 
 


Document Number Title 


PCD-NAT-HSEQ-0103 Job Hazard Analysis (JHA) Procedure 


FTT-NAT-HSEQ-0127 Hot Work Permit 


FTT-NAT-HSEQ-0273 Designated Hot Work Area Identification and Design Checklist 


FTT-NAT-HSEQ-0103 Job Hazard Analysis (JHA) Worksheet 


PCD-NAT-HSEQ-0170 Thermic Lancing Procedure 


 
This Procedure should be read in conjunction with the following legislative or compliance guidelines (if required): 


Title Description  


Welding Processes Code of Practice, Safe Work Australia 


AS 1674.1  Safety in welding and allied processes – Fire precautions 


AS 2865 Confined spaces 
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The following outlines the reporting requirements related to this Procedure: 
 


Reporting Requirement Reporting Body Frequency 


Reporting of non-compliance through WesTrac Hazard 
and Incident Reporting System 


All WesTrac employees 
and Contractors 


As necessary 


Safe Act Observations WesTrac Management Monthly 


Monthly Workplace Inspections WesTrac Management Monthly 


 


9 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Procedure: 
 


Term Definition 


Hot Work Any task with the potential to create an ignition source, which includes, but is not limited 
to: 


• Acetylene or gas burning or cutting 


• Welding 


• Brazing 


• Electric arc welding – mig, tig or stick 


• Use of open flames 


• Grinding or cutting using handheld angle grinders 
Use of engines and other similar appliances which produce sufficient heat to ignite 
flammable vapours 


Open Area External to a designated hot work area, open to environmental impact such as wind / rain / 
excess temperature. 


Closed Area A closed area is protected from environmental elements and prevents impacts of hot work 
spreading resulting in potential spread of fire. Hot work areas are considered ‘closed 
areas. They are to have a minimum of 3 walls, screens to prevent sparks from leaving the 
area, and a minimum of 2m vegetative clearance around the perimeter of the area. 


Flammability Limit Mixtures of dispersed combustible materials (such as gaseous or vaporized fuels, and 
some dusts) and air will burn only if the fuel concentration lies within well-defined lower 
and upper bounds determined experimentally, referred to as flammability limits or 
explosive limits. Combustion can range in violence from deflagration through detonation. 


LEL The Lower Explosive Limit (LEL) is the lowest concentration of gas, fumes or vapours 
required to produce fire in the presence of an ignition source like flame or heat. Also 
known as the Lower Flammable Limit (LFL) 


UEL The Upper Explosive Limit (UEL) is the maximum concentration of gas or vapour in the 
atmosphere that is able to generate a flash or a fire in the presence of an ignition source. 
A gas or vapour that has a higher concentration than the Upper Explosive Limit will not be 
able to burn as it will be too rich. Also known as the Upper Flammable Limit (UFL) 


10 Document Amendment History  
 


Revision Date Description  
Prepared 


By 
Reviewed 


By 
Approved 


By 


1.0 24/05/2013 Document transferred to new template BM MC CG 


2.0 18/11/2013 
Addition of requirement for an initial hot work 
permit for designated areas 


JH GH MC 


3.0 02/10/2014 
Addition of section 3.3 Designated Hot Work 
Areas and revision of the definition of Hot Work 
tasks (removed soldering). 


HM MC BG/GH 


4.0 19/12/2016 Add 3.3 Total Fire Bans AT MMc GH 
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Revision Date Description  
Prepared 


By 
Reviewed 


By 
Approved 


By 


5.0 29/03/2017 Add reference to JHA  CS BG BG/GH 


6.0 20/11/2017 Addition of “No Welding on Rims” Wording EP KB KB 


7.0 02/01/2020 


Minor formatting – whole document 
3.1 Update hazards to include risks of rapid 
steam expansion, lower explosive and upper 
explosive limits and prohibition of water 
quenching 
3.2 Intrinsically safe electrical power points and 
lighting 
3.3 Define where hot work can be conducted 
when a Total Fire Ban has been implemented 
9 Update definitions – Open Area / Closed Area, 
LEL and UEL 


GM NT GH 


8.0 11/06/2020 
Procedure updated to reference Thermic 
Lancing Procedure 


GM NT GH 


9.0 14/7/2020 


Inclusion of the determination of the level of risk 
assessment (Take 5 or JHA) determined by the 
Job Hazard Analysis Procedure (PCD-NAT-
HSEQ-0103) and the Hot Work Permit. 


NG NT KB 


10.0 23/11/20 
Revision to para 3.4 for WA only in relation to 
Fire ban exemptions 


Naren 
Thevar 


Natalia 
Trewin 


Kevin  
Buckley 
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SWP – AIR OPERATED BEAD BLASTER 
 
All employees using an air operated bead blaster or working in the vicinity of an air operated bead blaster must 
comply with this Safe Work Procedure. 
 
DO NOT attempt to operate machine before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 


1 Safety Requirements 
 
A Take 5 MUST be completed before commencing the task. 
 
When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 
 


 
 


2 Life Saving Commitments 
 
The following Life Saving Commitments apply to this task and must be adhered to at all times: 
 


      
 


3 Process 
 


• Check the condition of air operated bead blaster before use.  


• When inserting hands into the rubber gloves make sure that they are in good 
condition before use, with no holes or rips in the gloves, report and replace 
gloves if found to be damaged before use. 


• Open door and check the level of the spheres, amount of spheres should only 
be minimal and be below the grate in the hopper at the base of the unit. 


• Place parts inside Bead Blaster, Close and lock door. 


• NOTE - All parts to be blasted must clean and dry with no oil or water on them. 


• Turn on the switch that operates the fan and internal light. 


• Avoid pointing the blasting gun or blasting spheres towards the inside of 
viewing window as this will cause damage to the viewing window and restrict 
vision when carrying out blasting. 


• Restrict blasting of the gloves were possible, as this can cause damage to the 
gloves causing the spheres to pass through the gloves and contact the hand. 


• No sealed units to be put into bead blaster, spheres and particles may blow 
holes through sealed areas and enter the unit. 


• To operate the bead blaster, use your leg to push down on the button on the 
floor. 
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• Carry out bead blasting of all parts required, paying attention not to 
damage any critical areas or surfaces. 


• Once blasting is complete, allow dust and particles to settle before 
opening the door to remove parts / components from the bead blaster. 


• After removing parts and blasting is finished, ensure that the door is 
closed and latched, to prevent moisture from entering the cabinet. 


• If finished working with the air operated bead blaster, clean down the 
machine and the work area, ensuring that the machine and work area 
is left in a clean and safe manner. 


• Turn off power when finished. 
 
 
 
 


4 Further Information  
 
All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Supervisor 
 


5 Accountabilities 
  


Compliance to Safe Work Procedure All Employees and Contractors here 
 
Implementation & Review   Area/Branch Manager 
     Supervisor 
 
Approval of Safe Work Procedure HSE Manager 
      
Monitoring  WesTrac Management, Internal Audit, External Audit 
 
Interpretation and Advice  Area/Branch Manager 
 


6 Related Documents  
 
This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


  


 


7 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 


  


 


8 Document Amendment History  
 


Revision Date Description  
Prepared 


By 
Reviewed 


By 
Approved 


By 


5.0 03.06.20 Transferred to new template KH DP NT 
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		 Check the condition of air operated bead blaster before use.

		 When inserting hands into the rubber gloves make sure that they are in good condition before use, with no holes or rips in the gloves, report and replace gloves if found to be damaged before use.

		 Open door and check the level of the spheres, amount of spheres should only be minimal and be below the grate in the hopper at the base of the unit.

		 Place parts inside Bead Blaster, Close and lock door.

		 NOTE - All parts to be blasted must clean and dry with no oil or water on them.

		 Turn on the switch that operates the fan and internal light.

		 Avoid pointing the blasting gun or blasting spheres towards the inside of viewing window as this will cause damage to the viewing window and restrict vision when carrying out blasting.

		 Restrict blasting of the gloves were possible, as this can cause damage to the gloves causing the spheres to pass through the gloves and contact the hand.

		 No sealed units to be put into bead blaster, spheres and particles may blow holes through sealed areas and enter the unit.

		 To operate the bead blaster, use your leg to push down on the button on the floor.

		 Carry out bead blasting of all parts required, paying attention not to damage any critical areas or surfaces.

		 Once blasting is complete, allow dust and particles to settle before opening the door to remove parts / components from the bead blaster.

		 After removing parts and blasting is finished, ensure that the door is closed and latched, to prevent moisture from entering the cabinet.

		 If finished working with the air operated bead blaster, clean down the machine and the work area, ensuring that the machine and work area is left in a clean and safe manner.

		 Turn off power when finished.
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SWP – BEARING HEATER 
 
All employees using a bearing heater or working in the vicinity of a bearing heater must comply with these safe work 
procedures. 
 
DO NOT attempt to operate machine before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 


1 Safety Requirements 
 
A Take 5 MUST be completed before commencing the task. 
 
When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 
 


 
 
Personnel fitted with pacemakers must not operate the heater or stand within 5 Meters proximity to the heater 
when in use. Wrist watches are not to be worn while operating this equipment 
 


2 Life Saving Commitments 
 
The following Life Saving Commitments apply to this task and must be adhered to at all times: 
 


           
 


3 Process 
 
NOTE Intended use of this equipment is for heating bearings only. 
 


• Complete a full visual inspection of bearing heater before use. 


• Do not operate if cord is damaged 


• Do not operate if you have not been shown and correctly understand how to do so. 


• Do not operate heater if damaged in any way. 


• Ensure the core arm is closed before beginning to heat bearing. 


• Check the supply voltage is correct 


• Wear suitable heat resistant gloves supplied when handling heated bearings 


• Use only attachments recommended by manufacture. 


• Do not use this machines for any other purpose other than which it was originally intended. 


• Always unplug the heater from the outlet before cleaning.        
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4 Further Information  
 
All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Branch Manager 
 


5 Accountabilities 
  


Compliance to Safe Work Procedure All Employees and Contractors 
 
Implementation & Review   Area/Branch Managers 
     Supervisor 
 
Approval of Safe Work Procedure HSE Manager 
      
Monitoring  WesTrac Management 
 
Interpretation and Advice  Area/Branch Manager 
 


6 Related Documents  
 
This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


PCD-NAT-HSEQ-0113 Personal Protective Equipment (PPE) Procedure 


  


  


 


7 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 
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8 Document Amendment History  
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SWP – BULL HOSE AND AIR LINE OPERATION 
 
All employees using the high pressure air or working in this area must comply with these safe work procedures. 
 
DO NOT attempt to use high pressure air unless you understand the risks and dangers of high pressure air, and this 
Safe Work Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 


1 Safety Requirements 
 
A Take 5 MUST be completed before commencing the task. 
 
When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 
 


 
 


2 Life Saving Commitments 
 
The following Life Saving Commitments apply to this task and must be adhered to at all times: 
 


         
 


3 Process 
 
1. Before Using 
• Check all lines are in good working condition, without any cuts, splits, bubbles and burns. Repair if required before 


use and/or tag out of service and fill out a request for maintenance form for the repair to be carried out. 


• Check all air hose fittings and couplings for correct operation and connection. 


• Connect the hose to high pressure air supply couplings and check correct connection and safety pins are fitted to 
the bull hose couplings. 


• Clear area of personnel. 


• Turn the air supply on and check for leaks, if leaks are found isolate the supply of air and repair the leak. 


• Squeeze gun, trigger to be sure you have air flow. 
 


2. During Use  
• Put on all required PPE. 


• NEVER direct high pressure compressed air directly onto the skin or clothing. 


• NEVER use high pressure compressed air to blow dust off clothing or to cool down the body. 


• Ensure that you have a firm grip on the operating lever, trigger or the tooling that is to be used.  


• Only direct air towards the items that is required. 


• Always ensure that tooling being used has a safety release valve. 
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3. After Use 
• Turn off air supply if available and vent air hose.  


• Disconnect tooling and return to correct locations. 


• Disconnect bull hose and/or air hose and roll up, and then return to correct location (storage area). 


• Check all lines are in good working condition, without any cuts, splits, bubbles and burns. Repair if required 
before use and/or tag out of service and fill out a request for maintenance form for the repair to be carried out. 


• Clean up and tidy the work area 
 


4 Further Information  
 
All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Supervisor 
 


5 Accountabilities 
  


Compliance to Safe Work Procedure All Employees and Contractors 
 
Implementation & Review   Area/Branch Manager 
     Supervisor 
 
Approval of Safe Work Procedure HSE Manager 
      
Monitoring  WesTrac Management 
 
Interpretation and Advice  Area/Branch Manager 
 


6 Related Documents  
 
This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Saving 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


FTT-GUI-FAB-0006 Fabrication Daily Visual Welder, Grinder, Air Line, and Oxy Inspection. 


  


  


 


7 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 
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SWP – CUT OFF SAW 
 
All employees using a cut off saw or working in the vicinity of a cut off saw must comply with this Safe Work 
Procedure. 
 
DO NOT attempt to operate machine before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 


1 Safety Requirements 
 
A Take 5 MUST be completed before commencing the task. 
 
When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 
 


 
 


1.1 Additional PPE Required 
 


• Sealed safety glasses or sealed mono goggles 


• Dust mask (if applicable) 


• Gloves (only when changing the cutting wheel) 
 


2 Life Saving Commitments 
 
The following Life Saving Commitments apply to this task and must be adhered to at all times: 
 


     
 


3 Process 
 
1) Clamp the material to be cut in the jaws of the holding device, making sure it is secure. 
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2) Make sure there are no flammable sources nearby or where sparks could damage plant (if the cut off saw is to be 
used outside of a designated Hot Work Area a Hot Work Permit must be completed and signed by the area 
supervisor) 


 


 
 


3) With power switched on operate switch at handle and engage the cutting wheel in a down ward motion toward the 
material being cut.  


4) When the wheel is cutting allow it to cut at a steady rate and do not force it through the material.  
5) When the cutting wheel is through the material, release start (on) button and allow handle to return to its starting 


(upward) position.  
6) Allow the cutting wheel to come to a complete stop and release securing vice, being careful not to burn yourself 


on the cut area of material.  
 
WARNING: Ensure the cut material does not fall unexpectedly when the vice is released 


 
WARNING: DO NOT CUT ALUMINIUM AND STEEL WITH THE SAME CUTTING WHEEL 
 
Replacing the Cutting Wheel 


 
1) Turn off 240v power, remove power plug 
2) Isolate the plug in a “Plug Lockout” placing a “Personal Lock and Personal Danger Tag” on the “Plug lock” case 
3) Lock spindle of cutting wheel by engaging the locking mechanism 
4) Undo bolt holding cutting wheel to spindle and remove wheel. NOTE: Make sure the RPM rating of the wheel is 


compatible with the cut off saw 
5) Fit new wheel and fit retaining plate and bolt, release the locking mechanism and turn the wheel by hand to 


ensure it turns freely 
6) Remove “Personal Danger Tag, Lock” and “Plug Lockout Case” 
7) Insert power plug and turn power on 
8) Standing clear of cutting wheel, start saw and make sure there is no excess vibration 
 


4 Further Information  
 
All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Workshop Supervisor 
 


5 Accountabilities 
  


Compliance to Safe Work Procedure All Employees and Contractors here 
 
Implementation & Review   Area/Branch Manager 
     Workshop Supervisor 



http://westracnet/DMS/_layouts/DocIdRedir.aspx?ID=SAUJQW36JXPQ-27-448
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Approval of Safe Work Procedure HSE Manager 
      
Monitoring  WesTrac Management, Internal Audit, External Audit 
 
Interpretation and Advice  Area/Branch Manager 
 


6 Related Documents  
 
This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


FTT-NAT-HSEQ-0127 Hot Work Permit 


  


  


 


7 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 
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SWP – CUTTING 
All employees carrying out heating or working in the vicinity of this task must comply with this Safe Work Procedure. 
 
DO NOT attempt to operate machinery before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 


1 Safety Requirements 


A Take 5 MUST be completed before commencing the task. 
 
A Hot Work Permit (FTT-NAT-HSEQ-0127) must be completed before commencing this task. 
 
If the task deviates from this SWP then a JHA must be completed and signed by a supervisor. 


When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 


 


1.1 Additional PPE Required 


Snood 
Tinted Shield 
Leather apron 
Welding gloves 


2 Life Saving Commitments 


The following Life Saving Commitments apply to this task and must be adhered to at all times: 
 


     
 


 
 


ATTENTION!! 
 
Ensure that the following is performed before and throughout the Work Procedure;  


• You are aware of your surroundings and wearing the correct PPE,  


• The work area is clear of debris and obstructions,  


• The correct tooling and lifting equipment for the task is used, and in the correct manner, 


• All lifting equipment and tools are inspected for damage/wear before use, replace if necessary, 


• A skilled and competent crane/forklift operator and spotter is used to flip/ rotate/ lift and move 
components when required, 


• Excellent communication and observation are used by all personnel involved. 


• Read SDS information for all chemicals involved. 
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3 Process 


Step Process Image 


1.  
Set Up 


• Complete a Hot Work Permit (FTT-NAT-HSEQ-
0127). 


• Set up barricading to ensure all other personnel 
cannot access the area. 


• Ensure the work area is clean and does not 
contain any flammable material. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Clear path 


• Debris – Wear eye protection  


• Loud – Hearing Protection 


• Pinch Points, Cuts and Hand Injuries – Wear 
suitable protective gloves. Keep out of line of 
fire. 


• Strain – Correct posture, Correct tooling 
 


 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 


2.  
Protective Equipment 


• Welding gloves, tinted shield, Snood, Hearing 
protection and a leather apron must be worn 
when heating. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Clear path 
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Step Process Image 


3.  
Inspect Equipment 


• Inspect oxy/acetylene equipment for damage 
and leaks. 


• Check hoses for cracks and excessive wear. 


• Check gauges have been calibrated and are 
withing date. 


• Ensure all tips are clean and in good condition. 


• Report damaged equipment to your supervisor 
and tag ‘Out of Service’. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Clear path 
 


 


4.  
Floor Protection 


• A steel plate or catch tray should be used to 
catch any molten steel. (To protect the floor). 


Potential Safety/Environmental Hazards: 


• Chemical Energy - Be aware of the chemicals 
used and the correct PPE required. Protect 
lifting equipment from chemicals. Be aware of 
the location of the SDS 


• Manual Handling -  


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Debris – Wear eye protection  


• Loud – Hearing Protection 


• Thermal Energy – Heat: Use correct gloves and 
PPE, Use mechanical aids. 


• Slips Trips Falls – Clean workspace, vigilance 


• Burns – Use suitable PPE 
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5.  
Heating 


• Before commencing, ensure the work area is 
clear of debris and personnel. 


• When cutting has been completed, either place 
signage warning that the component is hot or 
place a leather blanket over the hot surface 
until it has cooled. 


Potential Safety/Environmental Hazards: 


• Chemical Energy - Be aware of the chemicals 
used and the correct PPE required. Protect 
lifting equipment from chemicals. Be aware of 
the location of the SDS 


• Manual Handling -  


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Debris – Wear eye protection  


• Loud – Hearing Protection 


• Thermal Energy – Heat: Use correct gloves and 
PPE, Use mechanical aids. 


• Slips Trips Falls – Clean workspace, vigilance 


• Burns – Use suitable PPE 


 


 


 


 


4 Further Information  


All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Workshop Supervisor. 
 
 


 


ATTENTION!! 


Ensure that the following hazard control measures are carried out once the work has been completed: 


• All tools and work equipment are returned to their designated place. Any defects, failures or faults 


are reported to your supervisor and tagged ‘unsuitable for use’ 


• All work surfaces and areas are clean from oil, debris and obstacles.  
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5 Accountabilities  


Compliance to Safe Work Procedure All Employees and Contractors  
 
Implementation & Review   Workshop Supervisor 
     Business Unit Manager 
 
Approval of Safe Work Procedure Business Unit Manager 
      
Monitoring  WesTrac Management, Internal Audit, External Audit 
 
Interpretation and Advice  Workshop Supervisor 


6 Related Documents  


This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


FTT-NAT-HSEQ-0127 Hot Work Permit 


7 Definitions and Abbreviations 


The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 


  


8 Document Amendment History  


Revision Date Description  
Prepared 


By 
Reviewed 


By 
Approved 


By 


1.0 30/07/20 Document created SB CS DR 
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SWP – DRILL PRESS 
 
All employees using a drill press or working in the vicinity of a drill press must comply with this Safe Work Procedure. 
 
DO NOT attempt to operate machine before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 


1 Safety Requirements 


 
A Take 5 MUST be completed before commencing the task. 
 
When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 
 


 
 
1.1 Additional PPE Required 
 


 
 
Gloves are only to be used for setting up whilst the drill in stationary 
 


2 Life Saving Commitments 


The following Life Saving Commitments apply to this task and must be adhered to at all times: 
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3 Process 


1 SWITCH the POWER OFF before setting, inspecting, lubricating and cleaning the drill or changing the drill bit. 
2 Do not wear gloves, necktie, necklaces, rings or loose clothing whilst the drill is operating. 
3 Clamp the work piece with clamps or a vice and brace against drill column to prevent material rotation. 
4 Do not hold the work piece with your hands. 
5 Use the recommended speeds for each size drill bit and work piece material. Keep all guards in place and in safe 


working order. 
6  Check functionality and condition of the dead man foot pedal switch ensuring the wires are not exposed from the 


sheathing and operates as expected. 
7 Remove the adjusting key and wrenches. Be in the habit of checking to see that the keys and adjusting wrenches 


are removed from tool before turning it on. 
8 Keep the work area clean. Cluttered work areas and benches invite accidents. 
9 Do not use a drill press in a dangerous environment.  
10 Do not use a drill press in damp or wet locations or expose it to rain.  
11 Keep the work area well illuminated. 
12 Do not force tool, it will do a better and safer job at the feed rate for which it was designed. 
13 Use the right tool and do not use the machine to do a job for which it was not designed to do. 
14 Wear protective clothing and non-slip footwear when operating a drill press.   
15 Wear protective hair covering to contain long hair. 
16 Always wear safety glasses and a face shield or mono goggles when operating a drill press.  
17 Wear a respirator or dust mask if the drilling or cutting operation generates dust or fumes. 
18 Do not overreach and maintain secure footing and balance at all times. 
19 Maintain tools with care and keep tools sharp and clean for best and safest performance. 
20 Disconnect the drill press from the power supply before servicing and when changing drill bits or cutters. 
21 Reduce the risk of unintentional starting by making sure that the switch is in off position before plugging in. 
22 Only use recommended accessories. Consult the owner’s manual for recommended accessories. The use of 


improper accessories may increase the risk of injury to persons. 
23 Never stand on machine, or serious injury could occur. 
24 Check for damaged parts. Before further use of the machine, a guard or other part that is damaged must be 


replaced or repaired. Carefully check to determine that it will operate properly and perform its intended function. 
Check for alignment of moving parts, binding of moving parts, breakage of parts or mountings and any other 
conditions that affect its operation. 


25 Never leave the tool running unattended. Turn the power off and do not leave machine until it comes to a 
complete stop. 


26 Be sure that the drill bit or cutting tool is securely locked in the chuck. 
27 Be sure that the chuck key is removed from the chuck before turning on the power. 
28 Adjust the table or depth stop to avoid drilling into the table. 
29 Shut off the power, remove the drill bit or cutting tool and clean the table before leaving the machine. 
30 Do not operate a drill press until it is completely assembled and installed according to the manufacturer’s 


instructions. 
31 Never place your fingers in a position where they could contact the drill or other cutting tool if the work piece 


should unexpectedly shift. 
32 Never perform any operation by moving the head or table with respect to one another.  
33 Do not switch the machine on or start any operation before checking that the head and table lock handles are 


clamped tight to column and that the head and table support collars are correctly positioned. 
34 Before switching the power on be sure the belt cover is down. 
35 Lockout the motor switch when leaving the drill press.  
36 Do not perform layout, assembly or setup work on the table while the cutting tool is rotating. 
 


4 Further Information  


All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the HSE Manager 
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5 Accountabilities 


Compliance to Safe Work Procedure All Employees and Contractors  
 
Implementation & Review   HSE Manager 
 
Approval of Safe Work Procedure HSE Manager 
      
Monitoring  WesTrac Management, Internal Audit, External Audit 
 
Interpretation and Advice  HSE Advisor  
 


6 Related Documents  


This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


POL-NAT-HSEQ-0100 Life Saving Rules Policy (Commitments) 


  


  


 


7 Definitions and Abbreviations 


 
The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 
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		1 Safety Requirements

		1.1 Additional PPE Required



		2 Life Saving Commitments

		3 Process

		1 SWITCH the POWER OFF before setting, inspecting, lubricating and cleaning the drill or changing the drill bit.

		2 Do not wear gloves, necktie, necklaces, rings or loose clothing whilst the drill is operating.

		3 Clamp the work piece with clamps or a vice and brace against drill column to prevent material rotation.

		4 Do not hold the work piece with your hands.

		5 Use the recommended speeds for each size drill bit and work piece material. Keep all guards in place and in safe working order.

		6  Check functionality and condition of the dead man foot pedal switch ensuring the wires are not exposed from the sheathing and operates as expected.

		7 Remove the adjusting key and wrenches. Be in the habit of checking to see that the keys and adjusting wrenches are removed from tool before turning it on.

		8 Keep the work area clean. Cluttered work areas and benches invite accidents.

		9 Do not use a drill press in a dangerous environment.

		10 Do not use a drill press in damp or wet locations or expose it to rain.

		11 Keep the work area well illuminated.

		12 Do not force tool, it will do a better and safer job at the feed rate for which it was designed.

		13 Use the right tool and do not use the machine to do a job for which it was not designed to do.

		14 Wear protective clothing and non-slip footwear when operating a drill press.

		15 Wear protective hair covering to contain long hair.

		16 Always wear safety glasses and a face shield or mono goggles when operating a drill press.

		17 Wear a respirator or dust mask if the drilling or cutting operation generates dust or fumes.

		18 Do not overreach and maintain secure footing and balance at all times.

		19 Maintain tools with care and keep tools sharp and clean for best and safest performance.

		20 Disconnect the drill press from the power supply before servicing and when changing drill bits or cutters.

		21 Reduce the risk of unintentional starting by making sure that the switch is in off position before plugging in.

		22 Only use recommended accessories. Consult the owner’s manual for recommended accessories. The use of improper accessories may increase the risk of injury to persons.

		23 Never stand on machine, or serious injury could occur.

		24 Check for damaged parts. Before further use of the machine, a guard or other part that is damaged must be replaced or repaired. Carefully check to determine that it will operate properly and perform its intended function. Check for alignment of mov...

		25 Never leave the tool running unattended. Turn the power off and do not leave machine until it comes to a complete stop.

		26 Be sure that the drill bit or cutting tool is securely locked in the chuck.

		27 Be sure that the chuck key is removed from the chuck before turning on the power.

		28 Adjust the table or depth stop to avoid drilling into the table.

		29 Shut off the power, remove the drill bit or cutting tool and clean the table before leaving the machine.

		30 Do not operate a drill press until it is completely assembled and installed according to the manufacturer’s instructions.

		31 Never place your fingers in a position where they could contact the drill or other cutting tool if the work piece should unexpectedly shift.

		32 Never perform any operation by moving the head or table with respect to one another.

		33 Do not switch the machine on or start any operation before checking that the head and table lock handles are clamped tight to column and that the head and table support collars are correctly positioned.

		34 Before switching the power on be sure the belt cover is down.

		35 Lockout the motor switch when leaving the drill press.

		36 Do not perform layout, assembly or setup work on the table while the cutting tool is rotating.
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SWP – EDDYTHERM BEARING HEATER 
 
All employees using the Eddytherm bearing heater must comply with this Safe Work Procedure. 
 
EDDYTHERM is only intended for use as a heating device. It is designed for the inductive heating of components, 
such as ball bearings, for shrink fitting.   
 
DO NOT attempt to operate machine before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 


1 Safety Requirements 
 
A Take 5 MUST be completed before commencing the task. 
 
When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 
 
WARNING: Personnel fitted with pacemakers must not operate the heater or stand within 5 Meters proximity to the 
heater when in use. 
 


 
 


2 Life Saving Commitments 
 
The following Life Saving Commitments apply to this task and must be adhered to at all times: 
 


         
 


3 Process 
 
This work will involve hot components and possible burns from the items been heated. 
 
1. Prestart Inspection 


• Sleeves of overalls must be buttoned down and gloves are to be worn. 


• Select appropriate heater bar size 


• Place bearing on heater cross bar with temp probe on inner race. 


• Key in required process and temperature. Press start. 


• As bearing is heating remain at heater in case bar vibrates and bearing falls.  


• Once heater has finished heating bearing it will beep 3 times. 


• Wearing heat resistant gloves remove temperature probe and the bearing.  


• Turn Bearing heater off after use 
 
2. Operation – Safety Precaution 


• Only erect the device on a level, firm and suitable surface.  
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• The minimum load carrying capacity of the surface must be ensured.  


• Do not move the device while it is loaded.  


• Only operate the device if the mounting columns and crossbars are undamaged.  


• The mounting columns and crossbar must be clean, free of corrosion and level.  


• The maximum weight of the workpiece must be defined.  


• Comply with the material type and processing temperature specifications for the workpiece.  


• Do not store flammable materials in the vicinity of the device.  


• Only operate the device with the voltage and current type specified on the type label. 


• Only connect the device to a properly installed power supply.  


• An overvoltage protection device must be integrated in the power supply.  


• Protect the heater against moisture 


3. Loading/unloading  


• Only load and unload workpieces while wearing heat-resistant work gloves.  


• Use suitable transport equipment and installation tools.  


• Wear protective clothing when loading/unloading the equipment.  


• Only load and unload heavy workpieces using suitable lifting gear.  


• Heavy workpieces may be placed on the crossbar swivel only when its locked in position.  
 


4 Further Information  
 
All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Supervisor. 
 
The allowable operating temperature is between 0°C and 40°C. Higher temperatures may lead to the destruction of 
the components. The device can be used at relative humidity levels of up to 90% and at altitudes up to 3000 m 
 


5 Accountabilities 
  


Compliance to Safe Work Procedure All Employees and Contractors 
 
Implementation & Review   Area/Branch Manager 
     Supervisor 
 
Approval of Safe Work Procedure HSE Manager 
      
Monitoring  WesTrac Management 
 
Interpretation and Advice  Area/Branch Manager 
 


6 Related Documents  
 
This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


PCD-NAT-HSEQ-0113 Personal Protective Equipment (PPE) Procedure 
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7 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 
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SWP –  EDMO FLOOR JACK 
 
All employees using an Edmo Floor Jack must comply with this Safe Work Procedure. 
 
DO NOT attempt to operate machine before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 


1 Safety Requirements 
 
A Take 5 MUST be completed before commencing the task. 
 
When working with this equipment the following Personal Protective Equipment (PPE) SHALL be worn: 


 


 
 


2 Life Saving Commitments 
 
The following Life Saving Commitments apply to this task and must be adhered to at all times: 
 


       
 


3 Process 
 
1. General Safety Guidelines 
 
a) Before jacking any machinery or equipment, it should have the appropriate tags fitted, park brake applied and 


wheels chocked. All weights should be known prior to commencing jacking. 
b) Never work under machinery or equipment that is not blocked or cribbed, never depend on hydraulics for 


supporting raised equipment or loads. 
c) Do not jack without a dolly. 
d) Do not stack extension dollies. 
e) The dolly locates the jack and centralizes the load, the use of packers and blocks will result in off centre loading 


damaging seals, neck rings and outer casings. 
f) Do not drive machinery off the jack when machinery is in a raised position sitting on jack, lower and remove jack 


before driving machinery. 
g) Maximum air pressure 95 psi. 
h) Maximum safe work load, First stage: 55,000kg, Second stage: 25,000kg.  
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2. Jacking Up the Load 
 
a) WARNING: Ensure no part of machine being raised comes into contact with jack positioning arm or control levers. 
b) Ensure that the jack to be used has correct capacity for the job. 
c) Select suitable dolly to suit height and type of lift. 
d) DO NOT JACK WITHOUT CAP OR EXENDED DOLLY. 
e) Ensure vehicle is chocked to stop movement and is on hard flat surface. 
f) Position jack under the load on suitable lift point. 
g) Ensure jack is positioned straight under the load. 
h) Check that the air control valve is closed. 
i) Attach air supply line and fit safety clip. Turn on air supply. 


Jack Positioning 
 Arm 
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j) Check hydraulic control valve is in central (neutral) position. 
k) Open air supply valve.  The pump will cycle with oil circulating back to tank. 
l) To raise load pull hydraulic control valve towards operator – jack begins to rise. 
m) Check the jack is straight and the load is being taken centrally on the dolly and that the jack is correctly positioned 


on the lift point. 
n) Continue to lift to the required height. 
o) Position EDMO Safety Jack Stand under the load with the EDMO Transporter. 
p) Do not remain under vehicle during lifting. 
q) Refer to the Jack Stand Operation Manual for further instruction on this. 


 
3. Lowering the Load 
 
a) WARNING: Ensure no part of machine being lowered comes into contact with jack positioning arm or control 


levers. 
b) Position EDMO Jack as detailed above. 
c) Raise load sufficiently to release Jacking Safety Stand. 
d) Put hydraulic control handle in central position. 
e) Ensure that the jack is holding the load. 
f) Remove EDMO Jacking Safety Stand with the EDMO Transporter. 
g) Push hydraulic control valve away from the operator 
h) Jack will commence to lower. 
i) Turn Off Air Control Valve, Turn Off Air Supply and disconnect airline. 
j) Do not remain under vehicle once removed from stand.  
k) NOTE: LOAD CANNOT BE LOWERED UNLESS AIR SUPPLY IS CONNECTED AND PUMP IS OPERATING 
l) EDMO Jacks are fitted with a special control valve which is fitted to the base of the jack and this valve requires 


hydraulic pressure in order to operate and lower load. Should any pipes or fittings be damaged while load is on 
the jack this valve will prevent the jack from collapsing. As a secondary safety feature there is fitted in the base of 
the jack an automatic Fail Safe Valve, (hydraulic fuse) which will activate if catastrophic damage such as the valve 
being broken off the jack. This valve will also operate is a shock load should occur to the jack.  


m) In the event of this happening, simply jack the load up a small amount and then continue to lower in the normal 
manner. If catastrophic damage has occurred, use another EDMO jack suitable to raise the load and remove the 
jack for repairs. 


n) Use only clean air for pump supply. 
o) DO NOT USE AIR LINE OILERS. 
p) Jack Oil is Hydraulic Oil with equivalent ISO Viscosity Grade 46. 
q) STORE Jack in fully retracted position to protect hard chrome piston rod and to facilitate easy transport. 


 


Safety Clip 
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IMPORTANT: Keep transport wheels inflated to pressure shown on tyre but in no circumstance exceed 30 psi. 
 


4 Further Information  
 
All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Area/Branch Manager 
 


5 Accountabilities 
  


Compliance to Safe Work Procedure All Employees and Contractors 
 
Implementation & Review   Area/Branch Manager 
     Supervisor 
 
Approval of Safe Work Procedure HSE Manager 
      
Monitoring  WesTrac Management 
 
Interpretation and Advice  Area/Branch Manager 
 


6 Related Documents  
 
This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


PCD-NAT-HSEQ-0146 Safety Stands and Jacks Procedure 
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7 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 
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SWP – ELECTRIC POWERED RAPID-TORC TOOLING 
 
All employees using an Electric Powered Rapid-Torc Tool or working in the vicinity of this tool being used must comply 
with this Safe Work Procedure. 
 
DO NOT attempt to operate this tooling unless you have been verified as competent to do so, as well as reading and 
understanding the operator manual and this Safe Work Procedure.  
If there is any presence of any oil leaks or mist, DO NOT operate the equipment, tag it out and return to the tool store 
immediately. 
WARNING: Fluid injection can cause very serious injury. If fluid injection is suspected or known to have happened, 
seek urgent medical attention from a professional medical practitioner. Refer to the Fluid Injection First Response 
Procedure (WIN-NAT-HSEQ-0700) included in the kit.  DO NOT delay this treatment. 
WARNING: As this tooling is not intrinsically safe, (flame proof), it MUST NOT be used in an atmosphere where there 
is a risk of fire or explosion. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 


1 Safety Requirements 
 
A Take 5 MUST be completed before commencing the task. 
 
If the task deviates from this SWP then a JHA must be completed and signed by a supervisor 


When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 
 


 
 
1.1 Additional PPE Required 
 
Hexagon Puncture Resistant Gloves with the following part numbers: 
M 239484 
L 239485  
XL 239486 
 


2 Life Saving Rules 
 
The following Life Saving Rules apply to this task and must be adhered to at all times: 
 


                     
 
 
NOTE: Before using this tooling, conduct a visual check of the following: 


• Ensure the unit and attachments are all within the six monthly safety, service and calibration period before 
use. 


• Socket condition (only impact sockets in good working condition are to be used). 


• Condition of electrical cords, connections and switches. 


• Overall condition of pump unit, cylinder and reaction arm. 
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• Check the condition of the hoses and connections. 


• Check the pump unit oil level. 


• Only use hoses, fittings and attachments specifically designed for this tooling – DO NOT improvise or modify 
any part of this tooling. 


• If on initial start-up an oil leak is observed, stop the pump immediately, tag the tooling out of service and 
return to tool store– DO NOT touch the area, or attempt to tighten fittings or couplings whilst they are under 
pressure. 
 


NOTE: The use of the Hydraulic Torque wrench handle is highly encouraged. Ensure that the handle is used if 
possible for the task. If this is not possible, ensure you secure the tooling by holding onto the hosing sheath. Do not 
place your hand on the high torque wrench under load. If you are unsure about using the High Torque wrench at any 
time, please contact your supervisor immediately. 


 
NOTE: This tooling is designed primarily for single person use so that the operator has full control of what is 
happening. If however, the job situation dictates that two people are required then clear and concise communication is 
paramount at all times. DO NOT activate the pump without a clear instruction to do so. 
 
DANGER: If the tool is being used above head height there is a risk of the tool falling when the pressure is released.  
Use a mechanical aid to support the tool and eliminate the risk of injury. 
 


3 Process 
 


Step Tighten Process Image 


 


1 
Install square drive and locking mechanism to suit 
the direction required. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Clear path 


• Slips Trips Falls – Clean workspace, vigilance 


• Pinch points, Cuts. – Gloves, Keep out of line of 


fire. 


• Strain – Correct posture, Correct tooling 
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Step Tighten Process Image 


 


2 
Select and install the appropriate reaction arm. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Clear path 


• Slips Trips Falls – Clean workspace, vigilance 


• Pinch points, Cuts. – Gloves, Keep out of line of 
fire. 


• Strain – Correct posture, Correct tooling 
 
 
 


 


 


3 


Clean all couplings and fittings using contact cleaner 
(included in kit) prior to connecting hose group, 
hydraulic torque wrench and pump unit – ensure all 
coupling threads are fully seated 


Potential Safety/Environmental Hazards: 


• Chemical Energy - Be aware of the chemicals 
used and the correct PPE required. Protect lifting 
equipment from chemicals. Be aware of the 
location of the SDS 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Clear path 


• Slips Trips Falls – Clean workspace, vigilance 


• Pinch points, Cuts. – Gloves, Keep out of line of 


fire. 


• Strain – Correct posture, Correct tooling 
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Step Tighten Process Image 


 


4 


Loosen the lock ring below the “T” handle and turn 
the “T” handle “anti-clockwise” until it turns freely. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Clear path 


• Slips Trips Falls – Clean workspace, vigilance 


• Pinch points, Cuts. – Gloves, Keep out of line of 
fire. 


• Strain – Correct posture, Correct tooling 


 


  


 


5 


Check the chart for the tooling, torque / pressure 
required and set as required. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Clear path 


• Slips Trips Falls – Clean workspace, vigilance 


• Pinch points, Cuts. – Gloves, Keep out of line of 
fire. 


• Strain – Correct posture, Correct tooling 
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Step Tighten Process Image 


 


6 


Start the pump and using the pump controller, 
advance the cylinder. 
Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Clear path 


• Debris – Eye & face protection (goggles and 
Shield) 


• Loud – Hearing Protection 


• Slips Trips Falls – Clean workspace, vigilance 


• Pressure Energy – Ensure connections are 
correctly installed, stay out of line of fire 


• Stored energy – Stay out line of fire 


• Pinch points, Cuts. – Gloves, Keep out of line of 
fire. 


• Strain – Correct posture, Correct tooling 


• Pressurized Items/Fluid Injection – Use extreme 
caution 


 


 


7 


Whilst holding the pump control in the “advanced” 
position, turn the “T” handle “clockwise” and at the 
same time observe the pressure gauge.  
Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Ask for assistance when required 


• Clear path 


• Debris – Eye & face protection (goggles and 
Shield) 


• Loud – Hearing Protection 


• Slips Trips Falls – Clean workspace, vigilance 


• Pressure Energy – Ensure connections are 
correctly installed, stay out of line of fire 


• Stored energy – Stay out line of fire 


• Pinch points, Cuts. – Gloves, Keep out of line of 
fire. 


• Strain – Correct posture, Correct tooling 
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Step Tighten Process Image 


 


8 


When the required pressure is achieved, retract the 
pump controller and let the gauge return to zero. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Ask for assistance when required 


• Clear path 


• Debris – Eye & face protection (goggles and 
Shield) 


• Loud – Hearing Protection 


• Slips Trips Falls – Clean workspace, vigilance 


• Pressure Energy – Ensure connections are 
correctly installed, stay out of line of fire 


• Stored energy – Stay out line of fire 


• Pinch points, Cuts. – Gloves, Keep out of line of 
fire. 


• Strain – Correct posture, Correct tooling 


 


 


 


9 


Tighten the lock ring and restart the pump.  


NOTE: Do not attempt to adjust pressure if the 
cylinder is ‘stroked out’ 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Ask for assistance when required 


• Clear path 


• Debris – Eye & face protection (goggles and 
Shield) 


• Loud – Hearing Protection 


• Slips Trips Falls – Clean workspace, vigilance 


• Pressure Energy – Ensure connections are 
correctly installed, stay out of line of fire 


• Stored energy – Stay out line of fire 


• Pinch points, Cuts. – Gloves, Keep out of line of 
fire. 


• Strain – Correct posture, Correct tooling 
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Step Tighten Process Image 


 


10 


Advance the cylinder again and observe the pressure 
gauge to ensure the selected pressure is achieved.  


NOTE: If the pressure requires adjusting, repeat the 
above procedure. NEVER try to lower the pressure 
whilst the cylinder is under pressure. Switch off and 
reduce the pressure. 


Cycle the cylinder several times to check for correct 
pressure and operation. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Ask for assistance when required 


• Clear path 


• Debris – Eye & face protection (goggles and 
Shield) 


• Loud – Hearing Protection 


• Slips Trips Falls – Clean workspace, vigilance 


• Pressure Energy – Ensure connections are 
correctly installed, stay out of line of fire 


• Stored energy – Stay out line of fire 


• Pinch points, Cuts. – Gloves, Keep out of line of 
fire. 


• Strain – Correct posture, Correct tooling 
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Step Tighten Process Image 
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Place the correct “impact socket” onto the square 
drive and install onto the nut or bolt to be torqued. 
Ensure the socket is fully seated onto the nut or bolt 
head, and that the supplied (included with kit) socket 
retainer is installed. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Ask for assistance when required 


• Clear path 


• Debris – Eye & face protection (goggles and 
Shield) 


• Loud – Hearing Protection 


• Slips Trips Falls – Clean workspace, vigilance 


• Pressure Energy – Ensure connections are 
correctly installed, stay out of line of fire 


• Stored energy – Stay out line of fire 


• Pinch points, Cuts. – Gloves, Keep out of line of 
fire. 


• Strain – Correct posture, Correct tooling 


• Puncture/Hydraulic Injection – Wear Hexagon 
Puncture Resistant Gloves, Face Shield, be 
aware of tooling 
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Step Tighten Process Image 
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Slowly bring the pressure up and ensure that the 
reaction arm and or tooling does not move 
excessively (slight movement may be observed due 
to the forces applied). NOTE: The reaction arm is 
where all of the force is transferred to, it is vitally 
important to ensure that the arm is positioned 
suitably to be able to handle these extreme forces. 
There should also be consideration given to the 
reaction surface and its suitability, as extreme forces 
can damage this reaction point this can cause the 
tooling to become dislodged under force!   


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Ask for assistance when required 


• Clear path 


• Debris – Eye & face protection (goggles and 
Shield) 


• Loud – Hearing Protection 


• Slips Trips Falls – Clean workspace, vigilance 


• Pressure Energy – Ensure connections are 
correctly installed, stay out of line of fire 


• Stored energy – Stay out line of fire 


• Pinch points, Cuts. – Gloves, Keep out of line of 
fire. 


• Strain – Correct posture, Correct tooling 


• Puncture/Hydraulic Injection – Wear Hexagon 
Puncture Resistant Gloves, Face Shield, be 
aware of tooling 
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Step Tighten Process Image 
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Check the positioning of the High Torque wrench and 
only when the tooling is correctly positioned and 
seated should you start to apply full pressure. If at 
any time the tooling or positioning of the reaction arm 
or socket is not correct – STOP, release the pressure 
and restart. NOTE: Just because the pressure is 
achieved, does not indicate that the torque has been 
achieved, it may only be that the cylinder has 
“Stroked Out”. The cylinder may have to be cycled 
multiple times to achieve the torque required. 


Once it has been determined that the torque has 
been reached, cycle the cylinder one more time to 
confirm. The cylinder will no longer “click” 


The cylinder will give an audible “click” as it reaches 
the end of its stroke - cycle again when this is heard 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Ask for assistance when required 


• Clear path 


• Debris – Eye & face protection (goggles and 
Shield) 


• Loud – Hearing Protection 


• Slips Trips Falls – Clean workspace, vigilance 


• Pressure Energy – Ensure connections are 
correctly installed, stay out of line of fire 


• Stored energy – Stay out line of fire 


• Strain – Correct posture, Correct tooling 


• Puncture/Hydraulic Injection – Wear Hexagon 
Puncture Resistant Gloves, Face Shield, be 
aware of tooling 


•  
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Remove the tooling from the torqued bolt. Be mindful 
that the wrench does not fall as you remove it 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Ask for assistance when required 


• Clear path 
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Step Loosen Process Image 


 


1 
Repeat steps I to 10 of the tighten process 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Ask for assistance when required 


• Clear path 


• Debris – Eye & face protection (goggles and 
Shield) 


• Loud – Hearing Protection 


• Slips Trips Falls – Clean workspace, vigilance 


• Pressure Energy – Ensure connections are 
correctly installed, stay out of line of fire 


• Stored energy – Stay out line of fire 


• Strain – Correct posture, Correct tooling 


• Puncture/Hydraulic Injection – Wear Hexagon 
Puncture Resistant Gloves, Face Shield, be 
aware of tooling 


 


 


 


 


 


 


 


 


2 


Adjust the pump to maximum safe working Pounds 
per Square Inch (PSI) (9,000 PSI) 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Ask for assistance when required 


• Clear path 


• Loud – Hearing Protection 


• Slips Trips Falls – Clean workspace, vigilance 


• Pressure Energy – Ensure connections are 
correctly installed, stay out of line of fire 


• Stored energy – Stay out line of fire 


• Strain – Correct posture, Correct tooling 


• Puncture/Hydraulic Injection – Wear Hexagon 
Puncture Resistant Gloves, Face Shield, be 
aware of tooling 
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Step Loosen Process Image 


 


3 


Reverse the drive and reaction arm to loosening 
mode – see instruction manual. 


Place the correct “impact socket” onto the bolt or nut 
to be loosened and position the reaction arm against 
the reaction point. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Ask for assistance when required 


• Clear path 


• Loud – Hearing Protection 


• Slips Trips Falls – Clean workspace, vigilance 


• Pressure Energy – Ensure connections are 
correctly installed, stay out of line of fire 


• Stored energy – Stay out line of fire 


• Strain – Correct posture, Correct tooling 


• Puncture/Hydraulic Injection – Wear Hexagon 
Puncture Resistant Gloves, Face Shield, be 
aware of tooling 
 


 


 


4 


Apply light pressure to the cylinder by quick 
applications of the advance button to seat the 
reaction arm against the reaction point. DO NOT 
apply full pressure at this point. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Ask for assistance when required 


• Clear path 


• Loud – Hearing Protection 


• Slips Trips Falls – Clean workspace, vigilance 


• Pressure Energy – Ensure connections are 
correctly installed, stay out of line of fire 


• Stored energy – Stay out line of fire 


• Strain – Correct posture, Correct tooling 


• Puncture/Hydraulic Injection – Wear Hexagon 
Puncture Resistant Gloves, Face Shield, be 
aware of tooling 
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Step Loosen Process Image 


 


5 


When you are satisfied that the positioning is correct, 
press and hold the pump control to extend the 
cylinder. WARNING: If at any time the tooling or 
positioning of the reaction arm or socket is not 
correct – STOP, release the pressure and restart. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Ask for assistance when required 


• Loud – Hearing Protection 


• Slips Trips Falls – Clean workspace, vigilance 


• Pressure Energy – Ensure connections are 
correctly installed, stay out of line of fire 


• Stored energy – Stay out line of fire 


• Puncture/Hydraulic Injection – Wear Hexagon 
Puncture Resistant Gloves, Face Shield, be 
aware of tooling 
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Observe the pressure and when it reaches maximum 
pressure (9,000 PSI) release the control and repeat 
the procedure. If the cylinder is not “Stroked Out”, the 
pressure will decrease as the cylinder extends and 
bolt or nut loosens. If you are unable to loosen the 
bolt or nut, you may need to select a larger tool.  


The cylinder will give an audible “click” as it reaches 
the end of either stroke – stop when this is heard. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Ask for assistance when required 


• Clear path 


• Loud – Hearing Protection 


• Slips Trips Falls – Clean workspace, vigilance 


• Pressure Energy – Ensure connections are 
correctly installed, stay out of line of fire 


• Stored energy – Stay out line of fire 


• Strain – Correct posture, Correct tooling 


• Puncture/Hydraulic Injection – Wear Hexagon 
Puncture Resistant Gloves, Face Shield, be 
aware of tooling 
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If, at the end of use and the unit is turned off, you are 
unable to unscrew the couplings, check the gauge for 
a residual pressure reading, If there is any reading 
on the gauge, press the black button on the side of 
the solenoid and this will release any residual 
pressure stored in the lines or cylinder. You should 
now be able to disconnect the couplings by hand. 
(NOTE: Some of the newer style of pumps have a 
built-in relieve valve) 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Ask for assistance when required 


• Clear path 


• Loud – Hearing Protection 


• Slips Trips Falls – Clean workspace, vigilance 


• Pressure Energy – Ensure connections are 
correctly installed, stay out of line of fire 


• Stored energy – Stay out line of fire 


• Strain – Correct posture, Correct tooling 


• Puncture/Hydraulic Injection – Wear Hexagon 
Puncture Resistant Gloves, Face Shield, be 
aware of tooling 
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Remove the tooling from the torqued bolt. Be mindful 
that the wrench does not fall as you remove it 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use of mechanical aids if possible  


• Ask for assistance when required 


• Clear path 
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ATTENTION!! 


 
Ensure that the following hazard control measures are carried out once the Work Procedure has been 
completed: 


• Install all protective caps and covers. 


• All tools and work equipment cleaned and returned to their designated place. Any defects, failures or 


faults are reported to your supervisor and tagged ‘unsuitable for use’. 


• All work surfaces and areas are clean from oil, debris and obstacles.  


 


4 Further Information  
 
All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Workshop Supervisor. 
 


5 Accountabilities 
  


Compliance to Safe Work Procedure All Employees and Contractors 
 
Implementation & Review   Workshop Supervisor 
      
Approval of Safe Work Procedure GM – Safety, Security, Risk 
      
Monitoring  WesTrac Management, Internal Audit, External Audit 
 
Interpretation and Advice  Workshop Supervisor 
 


6 Related Documents  
 
This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings Rules 
Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


WIN-NAT-HSEQ-0700 Fluid Injection First Response Procedure  


  


  


 


7 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 


PSI Pounds per square inch 
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SWP “ELIMINATING LIVE WORK” – UNISOLATED WORK - OPERATE AUTOMATIC AIR 
CONDITIONING UNIT WORKSHOP 
 
All employees using the Automatic Air Conditioner Unit or working in the vicinity of live equipment when carrying out air conditioner repairs and maintenance must comply with this 
Safe Work Instruction.   
‘Live Work’ is any task (e.g. testing, commissioning or fault finding) where the system is un-isolated and the employee(s) is required to enter the machine footprint. The use of the 
‘Restricted Operation Tag’ is required to be applied for all personnel conducting ‘Live Work”. It is not considered ‘Live Work’ if the task is preformed outside of the machine footprint 
or inside the machine cabin.  
 
DO NOT attempt to operate machine before reading and understanding the operator manual, and this Safe Work Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 
1 Safety Requirements 
 
A Take 5 MUST be completed before commencing the task. 
 
When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 


 
 
2 Life Saving Rules 
The following Life Saving Rules apply to this task and must be adhered to at all times: 
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3 Process 
 


WORK INSTRUCTION PROCESS SUMMARY 


Step # Work Step Description LSR Icon 


1 Prepare safe work area 
   


2 Recover gas from air conditioning system 
 


  


3 Perform repairs to vehicle air conditioning system 
 


  


4 Recharge air conditioning system 
  


 


 
 
 


 
 


1 2 4 
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WORK STEP 1 – PREPARE SAFE WORK AREA 
 


Sub-Step  
(What) 


LSR (if applicable)  
Highlight / Key Point (How) 


Include relevant PPE 
Reason  
(Why)  


Icon Supervisor 
Hold Point 


1.1 Review 
procedures. 


 
☐ Yes Perform Take 5. Review SIS procedure for specific vehicle’s air 


conditioning system specifications. Review R134a refrigerant MSDS. 
Persons are required to understand task 
requirements. 


1.2 Verify 
competency. 


 
☐ Yes 


Only persons who hold a valid ARC license and received on-the-job 
tool familiarisation training is allowed to perform any air conditioning 
work. 


To ensure personnel are suitably qualified and 
competent in the safe operation of equipment. 


1.3 Inspect 
equipment. 


 
☐ Yes Perform condition assessment of Automatic Air Conditioning Unit as 


per equipment pre-use inspection checklist. 
To ensure equipment is safe for use. 


1.4 Drive into 
workshop. 


 
☐ Yes 


Utilise spotter to guide vehicle into workshop. Use horn signals as per 
Mobile Equipment Procedure.  


One (*) short blast before starting engine 
Two (**) short blasts before moving forward 
Three (***) short blasts before reversing. 


To safely move machinery around workshop areas. 


 
 


  


1.1 1.3 1.4 



http://westracnet/DMS/ControlledDocuments/Mobile%20Equipment%20Procedure.docx
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WORK STEP 1 – PREPARE SAFE WORK AREA 


 
Sub-Step  


(What) 


LSR (if applicable)  
Highlight / Key Point (How) 


Include relevant PPE 
Reason  
(Why)  


Icon Supervisor 
Hold Point 


1.5 
Perform 
equipment 
isolation.  ☐ Yes 


Perform positive isolation by turning the “RED” isolator switch to the 
“OFF” position, apply personal lock and danger tag as per Isolation 
and Tagging Procedure. Verify isolation. 


To safeguard persons from inadvertent machine 
operation. 


1.6 Chock wheels.  ☐ Yes Install wheel chocks on “Pos 3” wheel position. Pos 3 is visible to operator. 


1.7 Barricade work 
area. 


 
☐ Yes Install yellow caution tape with information tags around work area as 


per Barricading, Demarcation, Labelling and Signage. 
To warn persons of a hazardous condition that is 
not likely to be life-threatening. 


1.8 Display safety 
signs. 


 ☐ Yes Take care to avoid trip hazards by routing hoses properly. Install 
tripping hazard signs where necessary. 


To warn persons of potential tripping hazard. 


 
 


  
  


1.5 1.6 1.7 1.8 



http://westracnet/DMS/ControlledDocuments/Barricading,%20Demarcation,%20Labelling%20and%20Signage.docx
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WORK STEP 2 – RECOVER GAS FROM AIR CONDITIONING SYSTEM 
 


Sub-Step  
What) 


LSR (if applicable)  
Highlight / Key Point (How) 


Include relevant PPE 
Reason  
(Why)  


Icon Supervisor 
Hold Point 


2.1 
Set up A/C 
equipment. 
 


 
☐ Yes 


Connect 10m Automatic Air Conditioner Unit hoses to rear of vehicle 
compressor high and low ports.  
Red = high pressure. Blue = low pressure. 


Hoses are connected to recover and refill 
refrigerant gas. 10m hoses allows persons to work 
well outside footprint of machine. 


2.2 Remove Scale 
Protective 
Cover 


 
☐ Yes 


Remove scale protective cover and place cylinder directly onto scale 
to measure recovered gas to be re-used. 


Cover protects scale from inadvertent damage 
whilst being transported. 


2.3 Recover Gas 
  ☐ Yes 


Ensure Automatic Air Conditioner Unit valves are fully opened. In 
accordance with Automatic Air Conditioner Unit operator’s manual, 
start unit and select recovery of gas from vehicle air conditioning 
system. 


Gas are recovered to be recycled. 


2.4 Observe Oil 
Drain 


 
☐ Yes Observe waste oil draining into collection bottle and record amount of 


waste oil collected. 
The amount of oil must to be compared to the 
quantity stipulated in equipment SIS specification. 


 
 


 
  


2.1 2.2 2.3 2.4 
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WORK STEP 3 – PERFORM REPAIRS 
 


Sub-Step  
(What) 


LSR (if applicable)  
Highlight / Key Point (How) 


Include relevant PPE 
Reason  
(Why)  


Icon Supervisor 
Hold Point 


3.1 


Perform repairs 
to vehicle air 
conditioning 
system. 


 ☐ Yes 
Once recovery has been finalised, Automatic Air Conditioner Unit will 
prompt “recovery completed”. Repairs and/or component 
replacements can now be conducted to the vehicle’s air conditioning 
system. 


Repairs are performed to eliminate R134a gas 
leakage. 


3.2 Dehydrate and 
leak test air 
conditioning 
system. 


 
☐ Yes 


When repairs are completed, select “evacuate” and the Automatic Air 
Conditioner Unit will dehydrate the vehicle air conditioning system, 
followed by “automated leak test” and prompt “evacuate complete”. 


Dehydrate will remove all moisture from the vehicle 
air conditioning system. 


3.3 Do not top-up 
air conditioning 
systems  ☐ Yes 


‘Topping up’ means adding refrigerant to refrigeration and air 
conditioning systems before checking for, and fixing, any leaks. This is 
not allowed under the Australian codes of practice for handling both 
stationary and automotive refrigerant systems. 


‘Topping up’ leaking systems is harmful to the 
environment. 


 
 


   
 


3.2 
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WORK STEP 4 – RECHARGE AIR CONDITIONING SYSTEM 
 


Sub-Step  
(What) 


LSR (if applicable)  
Highlight / Key Point (How) 


Include relevant PPE 
Reason  
(Why)  


Icon Supervisor 
Hold Point 


4.1 Fill oil injection 
bottle. 


 
☐ Yes Fill oil injection port bottle with correct amount of oil (PAG) as per 


vehicle SIS specifications. 
Lubricating oil at the correct quantity is required for 
compressor longevity. 


4.2 Charge 
system. 


 ☐ Yes 
Select “charge system” and enter amount of gas to be charged in 
accordance with vehicle SIS specifications. Follow screen prompts to 
open and close valves / ports as part of automated system tests.  


System is automated to perform charging and leak 
tests. 


4.3 Start Vehicle 
  ☐ Yes 


When system charging has been completed, Automatic Air 
Conditioner will prompt to start vehicle. Ensure area is safe and 
remove personal danger lock and tag. Horn one (*) short blast before 
starting engine. 


Starting vehicle is part of charging the system as 
the compressor is required to run. 


4.4 Finalise task  
☐ Yes 


System display will prompt when system health has been verified. Fit 
personal lockout tag to isolation switch and disconnect hoses from 
compressor. Cap all charge ports. Clean work area and tooling. 


Good housekeeping 


 
 


   


4.1 4.2 4.3 
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4 Further Information  
 
All employees and contractors who require further information or need clarification of anything contained in this Safe Work Procedure should contact their WesTrac Supervisor. 
 
5 Accountabilities 


  
Compliance to Safe Work Procedure All Employees and Contractors 
 
Implementation & Review   Supervisor 
     HSE Business Partner 
 
Approval of Safe Work Procedure GM – Product Support, Product Sup Reg and Parts - WA 
      
Monitoring  Supervisor 
 
Interpretation and Advice  Supervisor 
 
6 Related Documents  
 
This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings Rules Policy or other internal documents such as policies, 
procedures, forms or further instructions). 
 


Document Number Title 
PCD-NAT-HSEQ-0127 Mobile Equipment Procedure 
PCD-NAT-HSEQ-0125 Isolation and Tagging Procedure 
PCD-NAT-HSEQ-0111 Barricading, Demarcation, Labelling and Signage 
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7 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 
Live Work Any task (e.g. testing, commissioning or fault finding) where the system is un-isolated and the employee(s) is required to enter the 


machine footprint. 
Isolated Disconnected from all possible sources of energy by the opening of switches, closing of valves, withdrawal of circuit breakers, removal 


of fuses, links or connections, chocking, securing, discharging and the like and rendering incapable of being made live or operational 
without premeditated or deliberate operation and locked and verified. 


Isolation Points A switch, a valve or other energy-interrupting device which positively prevents the device from being energised, initiated or reactivated 
and has the capability to be locked in this position using a multi-lock device and related Locks and Tags. 


 
8 Document Amendment History  
 


Revision Date Description  Prepared 
By 


Reviewed 
By 


Approved 
By 


1.0 31/01/2019 Initial Issue OV WA ELW 
Committee RH 
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SWP – GRINDING 
All employees carrying out grinding or working in the vicinity of this task must comply with this Safe Work Procedure. 
 
DO NOT attempt to operate machinery before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 


1 Safety Requirements 


A Take 5 MUST be completed before commencing the task. 
 
A Hot Work Permit (FTT-NAT-HSEQ-0127) must be completed before commencing this task. 
 
If the task deviates from this SWP then a JHA must be completed and signed by a supervisor. 


When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 


 


 


1.1 Additional PPE Required 


Double eye protection 


2 Life Saving Commitments 


The following Life Saving Commitments apply to this task and must be adhered to at all times: 
 


     
 


 
 


ATTENTION!! 
 
Ensure that the following is performed before and throughout the Work Procedure;  


• You are aware of your surroundings and wearing the correct PPE,  


• The work area is clear of debris and obstructions,  


• The correct tooling and lifting equipment for the task is used, and in the correct manner, 


• All lifting equipment and tools are inspected for damage/wear before use, replace if necessary, 


• A skilled and competent crane/forklift operator and spotter is used to flip/ rotate/ lift and move 
components when required, 


• Excellent communication and observation are used by all personnel involved. 


• Read SDS information for all chemicals involved. 
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3 Process 


Step Process Image 


1.  Set Up 


• Complete a Hot Work Permit (FTT-NAT-HSEQ-
0127). 


• Set up barricading to ensure grinding dust and 
sparks are contained and all other personnel 
cannot access the area. 


• Ensure the work area is clean and does not 
contain any flammable material. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Clear path 


• Debris – Wear eye protection  


• Loud – Hearing Protection 


• Pinch Points, Cuts and Hand Injuries – Wear 
suitable protective gloves. Keep out of line of 
fire. 


• Strain – Correct posture, Correct tooling 
 


 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 


2.  Protective Equipment 


• Gloves, Double eye protection, Hearing 
protection and a leather apron must be worn 
when grinding. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Clear path 
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Step Process Image 


3.  Inspect Tooling 


• Check lines or cables for damage, wear and 
fraying. 


• Check discs and grinders for damage and 
excessive wear. 


• Check lock nuts for tightness. 


• Check that tags have not expired. 


• Report damaged equipment to your supervisor 
and tag ‘Out of Service’. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Clear path 
 


 


4.  Use Correct Hardware 


• Use the correct discs, pads and tooling for the 
task. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Debris – Wear eye protection  


• Loud – Hearing Protection 


• Thermal Energy – Heat: Use correct gloves and 
PPE, Use mechanical aids. 


• Slips Trips Falls – Clean workspace, vigilance 


• Rotating Parts - Keep hands, clothing, hair and 
jewelry clear. 


• Pinch Points, Cuts and Hand Injuries – Wear 
suitable protective gloves. Keep out of line of 
fire. 


• Strain – Correct posture, Correct tooling 


• Grinding work – Be aware of rotating parts, use 


correct PPE 
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Step Process Image 


5.  Job Positioning 


• If doing repetitive grinding, ensure good 
ergonomics by setting up a bench or work area. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Debris – Wear eye protection  


• Loud – Hearing Protection 


• Thermal Energy – Heat: Use correct gloves and 
PPE, Use mechanical aids. 


• Slips Trips Falls – Clean workspace, vigilance 


• Rotating Parts - Keep hands, clothing, hair and 
jewelry clear. 


• Pinch Points, Cuts and Hand Injuries – Wear 
suitable protective gloves. Keep out of line of 
fire. 


• Strain – Correct posture, Correct tooling 


• Grinding work – Be aware of rotating parts, use 


correct PPE 


 


 


 


 
 


 


ATTENTION!! 


 
Ensure that the following hazard control measures are carried out once the Work Procedure has been 
completed: 


• All tools and work equipment are returned to their designated place. Any defects, failures or 


faults are reported to your supervisor and tagged ‘unsuitable for use’ 


• All work surfaces and areas are clean from oil, debris and obstacles.  
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4 Further Information  


All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Workshop Supervisor. 
 
 


5 Accountabilities  


Compliance to Safe Work Procedure All Employees and Contractors  
 
Implementation & Review   Workshop Supervisor 
     Business Unit Manager 
 
Approval of Safe Work Procedure Business Unit Manager 
      
Monitoring  WesTrac Management, Internal Audit, External Audit 
 
Interpretation and Advice  Workshop Supervisor 


6 Related Documents  


This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


FTT-NAT-HSEQ-0127 Hot Work Permit  


7 Definitions and Abbreviations 


The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 


  


8 Document Amendment History  
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SWP – HAMMER APPLICATIONS 
All employees using a hammer/sledgehammer or working in the vicinity of another employee that is using a 
hammer/sledgehammer must comply with this Safe Work Procedures. 
 
DO NOT attempt to use a hammer/sledgehammer to carry out a task before reading this Safe Work Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 


1 Safety Requirements 


A Take 5 MUST be completed before commencing the task. 
 
Hardened steel hammers are prohibited from use for all tasks on WesTrac’s branches or facilities.  
Copper, normalised “soft” steel or dead blow hammers are permitted on WesTrac sites. 
 
When using hammers, the following Personal Protective Equipment (PPE) SHALL be worn: 
 


 
1.1 Additional PPE Required 


• Anti-vibration Gloves (optional)  


2 Life Saving Commitments 


The following Life Saving Commitments apply to this task and must be adhered to at all times: 
 


       


3 Process 


1) Inspection: 


Conduct a pre-use hand tool inspection, prior to use.  


 


The inspection shall include: 


• Ensuring the grip is firmly attached and not slippery. 


• The shank is in good condition with no evidence of structural damage or failure. 


• The head is not mushroomed or splintered and is firmly attached to the shank. 


• If hammer head is mushroomed, dress the hammer head. 


 


During the use of the hammer, you must: 


• Perform a trial swing to ensure no pinch points or line of fire issues may occur. 


• Strike the hammer blow squarely with the striking face parallel to the surface being struck, avoiding glancing 


blows. 


• Ensure you have secure footing and good centre of balance. 


• Avoid awkward positions to prevent strains and other kinds of stress on the body. 







 


SAFE WORK PROCEDURE 


Document Number WIN NAT HSEQ 0104 


Next Review Date 7th September 2022 


 Document Owner  Service Operations Manager 


  
 


SWP – HAMMER APPLICATIONS  Page 2 of 4  
Revision: 7.0  Confidential Level: Green  
 


This form, tool or template cannot be modified without the approval of the Document Owner. 
This is a controlled quality document whilst remaining on the WesTrac Intranet, all other copies are considered 


uncontrolled and therefore may not be the relevant version. 


• Always keep your eye on the centre of the surface to be struck. This is your focus point and by doing so 


reduces the chance of missing. 


• Take regular breaks to stretch and relax from swinging, reducing the chance of fatigue and injury. Consider 


rotating the task between the work group. 


 


Post hammer use: 


• Inspect the hammer for condition and tag out of service if damaged. 


 


2) WesTrac approved Hammer Types and Applications 


 
 


 
 


Image 1. Hardened Steel Gympie / Sledge Hammers 
 


Image 2. Hardened Steel Ball Peen Hammer 


✓ ✓ ✓ ✓ 


Image 4. Dead Blow 
Hammer 


 


Image 5. Copper Hammer Images 3. Normalised ‘Soft’ Hammer 
Copper Sledgehammer: 


• Used for G.E.T (Ground Engaging Tools) 


• Can be used on hard surfaces 


• To be dressed (de-mushroomed) regularly to prevent lacerations. 
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Soft Steel Sledgehammer: 
• Can be used in direct contact with pins and other steel surfaces   


• Hard steel hammers are not permitted.  


• Check head for correct identification “SOFT”. 


 
 
 
 
 
 
 
 
 
 
 
 


 
Plastic Dead Blow Hammer: 


• Used for soft metals and housings 


• Used in delicate applications where you don’t want to mark or score surfaces. 


 
 
 
 
 
 


 
 
 
 
 


 


4 Further Information  


All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Workshop Supervisor. 


5 Accountabilities 


Compliance to Safe Work Procedure All Employees and Contractors 
 
Implementation & Review   Service Operations Manager 
      
Approval of Safe Work Procedure GM – Product Support 
      
Monitoring  WesTrac Management 
 
Interpretation and Advice  HSE Business Partner 
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6 Related Documents  


This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


  


  


 


7 Definitions and Abbreviations 


The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 


  


  


 


8 Document Amendment History  


Revision Date Description  
Prepared 


By 
Reviewed 


By 
Approved 


By 


4.0 13/09/2017 
Photograph under Section 6 – hard steel 
hammer. Change Template. 


JT GH GH 


5.0 18/05/2018 
Removed hardened steel hammers section and 
updated safety requirements on banned items 


CS MB RH 


6.0 30/08/2018 Added the word ‘optional’ to section 1.1 AD AD KH 


7.0 02/09/2020 
Section 3. Process bullet point 4, same section 
bullet point, 10, page 3 second bullet point from 
top od page. 


SB DC NT 


 
 
 
 
 
 





		1 Safety Requirements

		1.1 Additional PPE Required



		2 Life Saving Commitments

		3 Process

		1) Inspection:

		 Take regular breaks to stretch and relax from swinging, reducing the chance of fatigue and injury. Consider rotating the task between the work group.



		Copper Sledgehammer:

		 Used for G.E.T (Ground Engaging Tools)

		 Can be used on hard surfaces

		 To be dressed (de-mushroomed) regularly to prevent lacerations.



		Soft Steel Sledgehammer:

		 Can be used in direct contact with pins and other steel surfaces

		 Hard steel hammers are not permitted.

		 Check head for correct identification “SOFT”.



		Plastic Dead Blow Hammer:

		 Used for soft metals and housings

		 Used in delicate applications where you don’t want to mark or score surfaces.



		4 Further Information

		5 Accountabilities

		6 Related Documents

		7 Definitions and Abbreviations

		8 Document Amendment History
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SWP – HEATING ELEMENT BAG SEALER 
 
All employees using a heating element bag sealer or working in the vicinity of a heating element bag sealer must 
comply with this Safe Work Procedure. 
 
DO NOT attempt to operate machine before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 
A Take 5 MUST be completed before starting this procedure. Ensure Electrical Quarterly Test Tag is current.  
DO NOT place any part of the body or anything other than the correct endless bag between the heating jaws. 
 
If any maintenance is required, the unit must be switched off, unplugged, isolated correctly and allowed to cool down 
before proceeding. 
 
DO NOT place large or excessively heavy items in the bag that may cause the bag to split. 
 


1 Safety Requirements 
 
A Take 5 MUST be completed before commencing the task. 
 
When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 


 
 


2 Life Saving Commitments 
 
The following Life Saving Commitments apply to this task and must be adhered to at all times: 


         
 


3 Process 
 


Floor Mounted Unit 
 


• Switch the unit on and set timer control dial to the desired range.  


• Place one end of the endless bag between the heating jaws. 


• Press down on the foot control pedal and seal the bag. 


• Cut the bag to length using a “Self Retract Safety Knife” and place part in the bag. 


• Place the open end of the bag between the heating jaws and push down on the foot control pedal to seal the 
end of the bag, securing the part inside.   
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Bench Mounted Unit 
 
Switch the unit on and set timer control dial to the desired range.  
Place one end of the endless bag between the heating jaws. 
Close the upper jaw and seal the bag. 
Cut the bag to length using a “Self Retract Safety Knife” and place part in the bag. 
Place the open end of the bag between the heating jaws and close the upper jaw to seal the end of the bag, securing 
the part inside.   


 


 


Heating jaws. 
 
 
Foot Control 
Pedal 


“On / Off” switch. 
 
Timer Control 
Dial. 
 
Circuit Breaker 
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4 Further Information  
 
All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Supervisor 
 


5 Accountabilities 
  


Compliance to Safe Work Procedure All Employees and Contractors here 
 
Implementation & Review   Area/Branch Manager 
     Supervisor 
 
Approval of Safe Work Procedure HSE Manager 
      
Monitoring  WesTrac Management, Internal Audit, External Audit 
 
Interpretation and Advice  Area/Branch Manager 
 
  


Temperature control 
selection. 


Heating elements 


Upper operating jaw 
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6 Related Documents  
 
This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


  


  


  


 


7 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 


  


  


 


8 Document Amendment History  
 


Revision Date Description  
Prepared 


By 
Reviewed 


By 
Approved 


By 


3.0 03.06.20 Transferred to new template KH DP NT 


      


 
 





		1 Safety Requirements

		2 Life Saving Commitments

		3 Process

		Floor Mounted Unit

		 Switch the unit on and set timer control dial to the desired range.

		 Place one end of the endless bag between the heating jaws.

		 Press down on the foot control pedal and seal the bag.

		 Cut the bag to length using a “Self Retract Safety Knife” and place part in the bag.

		 Place the open end of the bag between the heating jaws and push down on the foot control pedal to seal the end of the bag, securing the part inside.

		Bench Mounted Unit



		4 Further Information

		5 Accountabilities

		6 Related Documents

		7 Definitions and Abbreviations

		8 Document Amendment History
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SWP – HEATING 
All employees carrying out heating or working in the vicinity of this task must comply with this Safe Work Procedure. 
 
DO NOT attempt to operate machinery before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 


1 Safety Requirements 


A Take 5 MUST be completed before commencing the task. 
 
A Hot Work Permit (FTT-NAT-HSEQ-0127) must be completed before commencing this task. 
 
If the task deviates from this SWP then a JHA must be completed and signed by a supervisor. 


When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 


 


1.1 Additional PPE Required 


• Snood 


• Tinted Shield 


• Leather apron 


• Welding gloves 


2 Life Saving Commitments 


The following Life Saving Commitments apply to this task and must be adhered to at all times: 
 


     
 


 
 


ATTENTION!! 
Ensure that the following is performed before and throughout the Work Procedure;  


• You are aware of your surroundings and wearing the correct PPE,  


• The work area is clear of debris and obstructions,  


• The correct tooling and lifting equipment for the task is used, and in the correct manner, 


• All lifting equipment and tools are inspected for damage/wear before use, replace if necessary, 


• A skilled and competent crane/forklift operator and spotter is used to flip/ rotate/ lift and move 
components when required, 


• Excellent communication and observation are used by all personnel involved. 


• Read SDS information for all chemicals involved. 
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3 Process 


Step Process Image 


1.  
Set Up 


• Complete a Hot Work Permit (FTT-NAT-HSEQ-
0127). 


• Set up barricading to ensure all other personnel 
cannot access the area. 


• Ensure the work area is clean and does not 
contain any flammable material. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Clear path 


• Debris – Wear eye protection  


• Loud – Hearing Protection 


• Pinch Points, Cuts and Hand Injuries – Wear 
suitable protective gloves. Keep out of line of 
fire. 


• Strain – Correct posture, Correct tooling 
 


 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 


2.  
Protective Equipment 


• Welding gloves, tinted shield, Snood, Hearing 
protection and a leather apron must be worn 
when heating. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Clear path 
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Step Process Image 


3.  
Inspect Equipment 


• Inspect oxy/acetylene equipment for damage 
and leaks. 


• Check hoses for cracks and excessive wear. 


• Check gauges have been calibrated and are 
withing date. 


• Ensure all tips are clean and in good condition. 


• Report damaged equipment to your supervisor 
and tag ‘Out of Service’. 


Potential Safety/Environmental Hazards: 


• Manual Handling -  


• Use correct lifting method 


• Use correct posture 


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Clear path 
 


 


4.  
Heating 


• Before commencing, ensure the work area is 
clear of debris and personnel. 


• When heating has been completed, either place 
signage warning that the component is hot or 
place a leather blanket over the hot surface 
until it has cooled. 


Potential Safety/Environmental Hazards: 


• Chemical Energy - Be aware of the chemicals 
used and the correct PPE required. Protect 
lifting equipment from chemicals. Be aware of 
the location of the SDS 


• Manual Handling -  


• Be aware of trapped hands  


• Use correct gloves 


• Beware of sharp edges 


• Use mechanical aids if possible  


• Sure footing 


• Ask for assistance when required 


• Debris – Wear eye protection  


• Loud – Hearing Protection 


• Thermal Energy – Heat: Use correct gloves and 
PPE, Use mechanical aids. 


• Slips Trips Falls – Clean workspace, vigilance 


• Burns – Use suitable PPE 
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4 Further Information  


All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Workshop Supervisor. 


5 Accountabilities  


Compliance to Safe Work Procedure All Employees and Contractors  
 
Implementation & Review   Workshop Supervisor 
     Business Unit Manager 
 
Approval of Safe Work Procedure Business Unit Manager 
      
Monitoring  WesTrac Management, Internal Audit, External Audit 
 
Interpretation and Advice  Workshop Supervisor 


6 Related Documents  


This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


FTT-NAT-HSEQ-0127 Hot Work Permit  


7 Definitions and Abbreviations 


The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 


  


8 Document Amendment History  


Revision Date Description  
Prepared 


By 
Reviewed 


By 
Approved 


By 


1.0 30/07/20 Document created SB CS DR 


 


 


ATTENTION!! 


Ensure that the following hazard control measures are carried out once the work has 
been completed: 


• All tools and work equipment are returned to their designated place. Any 


defects, failures or faults are reported to your supervisor and tagged ‘unsuitable 


for use’ 


• All work surfaces and areas are clean from oil, debris and obstacles.  





		1 Safety Requirements

		1.1 Additional PPE Required



		2 Life Saving Commitments

		3 Process

		4 Further Information

		5 Accountabilities

		6 Related Documents

		7 Definitions and Abbreviations

		8 Document Amendment History
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SWP – MAGNETIC BASE DRILLS 
 
All employees setting up or operating Magnetic Base Drills or working in the vicinity of a Magnetic Base Drills must 
comply with this Safe Work Procedure. 
 
DO NOT attempt to operate machine before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 


1 Safety Requirements 
 
A Take 5 MUST be completed before commencing the task. 
 
When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 
 


 
 


2 Life Saving Commitments 
 
The following Life Saving Commitments apply to this task and must be adhered to at all times: 
 


         
 


3 Process 
 
Before Starting 
 


• TAKE 5 


• Clear any tripping hazards around the machine or job.  


• Cover or highlight any hazards in your work area that you may strike your head on whilst moving around and 
operating the drill. 


• Check that the job is secure and will not topple when the weight of the magnetic base drill is attached. Make the 
necessary changes. 


• When you operate the magnetic base drill at heights a safety harness must be worn, except for when you are 
standing on an approved platform. 


• Protect yourself from exposure to the elements when working outside, i.e. wear a hat, apply sunscreen etc. 
 
Setting up the Magnetic Based Drill 


 


• CARRY OUT a J.S.A or read the associated prepared JHA if you have never done this type of job or used these 
type drills.  


• ALWAYS wear the stated P.P.E. 


• Place the power extension lead from the power point to the drill in a way so it is not a tripping hazard or crosses 
over access ways that vehicles use. 
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• Place the magnetic base drilling unit in a position that maximises your access around it to prevent bad posture 
and restricted movement if possible. 


• Use a crane when lifting the magnetic base drill to heights. Maintain the load till the drill is fastened to the job.  


• In the event of a power failure or disruption. The magnetic base will loose power and become unsecured. If you 
are using the drill in a horizontal position it will fall. In this case attach a rope, sling or chain to the drill to prevent it 
from falling or apply extra clamping methods to the base. 


• Seek assistance if require loading the boring assembly if no crane is available. 
 
Operating the Magnetic Base Drill 


 


• ALWAYS wear the stated P.P.E. 


• DO NOT wear loose items of clothing that become entangled. 


• DO NOT stand or let anyone work directly under the drill unit assembly when it is mounted at heights. 


• Use and securely fasten the appropriate tooling. 


• BE AWARE. Keep hands and body parts clear from rotating parts and swarf.  


• If possible use the appropriate speeds and feed that give proper chip formation thereby preventing stringy type 
swarf. 


• Use the appropriate speeds that do not exceed the tooling application. 


• Do not use blunt or defecting drills. 


• Consider drilling a smaller pilot hole first if a much large hole is required. 


• Avoid applying to much feed force, take it easy let the drill do the work. 


• NEVER leave the magnetic base drill unattended whilst in progress. 


• BE AWARE that burn and eye injuries exist from hot swarf that can fly of the job when machining.  


• Try not leaning over the drill while it is in motion if possible. 
 
Operating the Magnetic Base Drill (Continued)  


 


• BE AWARE some magnetic base drills will rotate immediately upon pressing the start button (there is no clutch 
mechanism).  


• Keep your surrounding environment tidy to prevent and minimize tripping hazards. 


• ALWAYS wear a face shield using air blasters. 


• DO NOT use your hands to remove swarf when drill is operating. 


• It is a dangerous practice to have loose items and tooling around the magnetic base drill whilst it is operating. 


• BE AWARE there are associated risks wearing gloves, filing sharp corners and burrs, long hair and facial hair. 
Apply the necessary precautions. 


 
Job Removal and Clean up  


 


• ALWAYS wear the stated P.P.E. 


• Wear gloves cleaning sharp and hot swarf that can litter the vicinity. 


• Ensure that speeds and feeds are disengaged when switching the unit off. 


• You MUST USE a face shield when using an air blaster to clean the machine down. 


• Seek assistance if required when offloading the assembly. 


• Clean up any swarf that remains on or around the work site. 


• Put away all instruments and tools used. 
 


4 Further Information  
 
All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Supervisor 
  







 


SAFE WORK PROCEDURE 


Document Number WIN NAT HSEQ 0142 


Next Review Date 10th June 2022 


 Document Owner  HSE Manager 


  
 


SWP – MAGNETIC BASE DRILLS  Page 3 of 3  
Revision: 3.0  Confidential Level: Green  
 


This form, tool or template cannot be modified without the approval of the Document Owner. 
This is a controlled quality document whilst remaining on the WesTrac Intranet, all other copies are considered uncontrolled and 


therefore may not be the relevant version. 


5 Accountabilities 
  


Compliance to Safe Work Procedure All Employees and Contractors here 
 
Implementation & Review   Area/Branch Manager 
     Supervisor 
 
Approval of Safe Work Procedure HSE Manager 
      
Monitoring  WesTrac Management, Internal Audit, External Audit 
 
Interpretation and Advice  Area/Branch Manager 
 


6 Related Documents  
 
This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


  


  


  


 


7 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 


  


  


 


8 Document Amendment History  
 


Revision Date Description  
Prepared 


By 
Reviewed 


By 
Approved 


By 


3.0 03.06.20 Transferred to new template KH DP NT 
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SWP – MOVING AND STORAGE OF GAS BOTTLES 
 
All employees moving or storing gas bottles or working in the vicinity of someone moving or storing gas bottles must 
comply with this Safe Work Procedure. 
 
DO NOT attempt to operate machine before reading and understanding the operator manual, and this Safe Work 
Procedure. 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 


1 Safety Requirements 
 
A Take 5 MUST be completed before commencing the task. 
 
When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 
 


 
 


2 Life Saving Rules 
 
The following Life Saving Rules apply to this task and must be adhered to at all times: 
 


                     
 


3 Process 
 


1) Types Of Gas On Site 
• Oxygen  


• Acetylene 


• Nitrogen 


• Liquid Petroleum Gas (LPG) 


• Argo Shield 
 


2) Storage And Shop Use  
• All gas bottles must be stored in a caged area and chained up individually to prevent falling regardless of 


whether the bottle is full or empty, refer to Image 1.  


• Ensure bottles are stored in the correct location paying attention to full and empty areas.  
o Refer to Image 2 and 3.  


• If nitrogen bottle has been used but not empty, make note of bottle pressure and write pressure on side of 
bottle with date. 


• When moving bottles through yard ensure bottle is secure when on sack trolley, this can be done through 
the use of chains that are connected to the trolley, which is located in the welding area. Refer to Image 4.  


• Ensure all regulators, gauges and fittings are removed from any bottle before its return to the gas shed 
and ensure taps are in off position and secure. 


• When chaining bottles up in shed, wrap chain around cylinder around the top half of the cylinder. (not the 
plastic tap guard) refer to image 5 and 6. 
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1.  


 
 GAS SHED – Image 2 


 
 CORRECTLY LABELLED GAS SHED WITH SDS   
ATTACHED – Image 3 


 
 INCORRECT CHAINING – Image 5 


 
 


 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
                 SACK TROLLEY – Image 4 


   CORRECT CHAINING – Image 6 
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3) Field Service  
 


• When transporting bottle in a service vehicle, use an oxy acetylene frame or brace located in the gas bottle 
shed. 


• D size units or lower should be sourced where possible for all field service units and mobile works. Refer 
Image 7 


• They must be stored appropriately according to their DG requirements mentioned in their SDS. 


• Never store pressure vessels in a closed cab/vehicle 


• Periodically tests for leaks and damage 


• Always properly maintain equipment 


• Carry fire fighting equipment in the vehicle 


• Park vehicles in shade where possible 


• Secure cylinders in an upright position where possible 


• Avoid careless handling/dropping or allow heavy objects to hit the cylinders  


• DO NOT smoke or use naked flames or non-flameproof electrics near a vehicle carrying gas 
 
 


 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
  SECURE CYLINDERS WHEN IN TRANSIT – Image 8 
 
 
 


FIELD SERVICE UNITS SHOULD USE SIZE D  
CYLINDERS OR SMALLER – Image 7 
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4 Further Information  
 
All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Workshop Supervisor. 


 
5 Accountabilities 


 
Compliance to Safe Work Procedure All Employees and Contractors 
 
Implementation & Review   GM – Safety, Security, Risk 
     Area Manager 
 
Approval of Safe Work Procedure GM – Safety, Security, Risk 
      
Monitoring  WesTrac Management, Internal Audit, External Audit 
 
Interpretation and Advice  Workshop Supervisor 
 


6 Related Documents  
 
This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings Rules 
Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


  


 


7 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 


SDS Safety Data Sheet 


DG Dangerous Goods 


 


8 Document Amendment History  
 


Revision Date Description  
Prepared 


By 
Reviewed 


By 
Approved 


By 


1.0 10/09/2013 Procedure created and issued for approval   BM 


2.0 03/10/2013 Reviewed and Updated   BM 


3.0 17/03/2014 Reviewed and Updated   BM 


4.0 21/12/2015 Reviewed and Updated   BMc/GH 


5.0 21/12/2017 Transferred to new template RC KH KB 
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SWP – OPERATING OVERHEAD CRANE (OHC) 
 
All employees using an OHC or working in the vicinity of an OHC must comply with these safe work procedures. 
 
DO NOT attempt to operate machine before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 


1 Safety Requirements 


A Take 5 MUST be completed before starting this procedure. 
 
When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 


 


 
 


2 Life Saving Commitments 


 
The following Life Saving Rules apply to this task and must be adhered to at all times: 
 


           
 
Training & Competency 


• Operators must hold a WesTrac VOIP pass-out for OHC or equivalent national unit of competency  


• Only trained and competent dogman or riggers are permitted to sling or rig a load. 
 


3 Process 


1) Do not operate a crane unless you are competent to do so.  If you are not confident to operate, seek assistance 
from an experienced person 


2) Use a lifting chain or sling with a SWL exceeding that of the load required to be lifted 
3) Check lifting equipment for its coloured inspection tag. If there is no tag (or it is out of date) a qualified dogman or 


equivalent can inspect the lifting gear prior to the lift. If the dogman considers the lifting gear to be fit for purpose 
than it may be used. This does not remove the requirement for lifting gear to be inspected quarterly and 
registered. 


4) Inspect lifting chains or slings for any damage prior to use. If visibly damaged, the lifting chain or sling must be 
tagged “Out of service” and removed from work area and taken to the appropriate location for repair 


5) Do not drag a lifting chain or sling across the floor 
6) Travel Direction - Ensure there are no encumbrances that the crane can run into during operation i.e. raised 


dump body, another overhead crane, etc. 
7) An Information Tag is to be placed on the control pedestal as a warning to others if you have a raised a dump 


body or other item that could be struck by the crane during operation 
8) Ensure lifting chains do not strike any obstacles or personnel while the crane is being operated 
9) Do not allow the chains to swing while the crane is traveling without a load 
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10) Do keep eye contact with the load at all times. Where this is not possible a spotter shall be used to direct the 
crane operator. 


11) Do not work or walk under a suspended load 
12) Utilise a spotter, to help steady the load and /or assist in positioning the load 
13) Warn people if the crane you are going to operate will be required to travel over people or near where they are 


working 
14) Do not travel carrying a load over other personal under any circumstances 
15) When traveling with a load, always travel at slow speed to minimize the swing of the load when the travel of the 


crane comes to a stop. 
16) Duel lifts are not permitted unless a qualified Intermediate Rigger is present and controlling the lift 
17) Do not allow the pedestal control to swing away as it may strike/hit other items causing damage to the controls 
18) Damage to the crane must be reported and an “Out of Service” tag applied immediately.  Only suitably qualified 


personal are permitted to undertake repairs to the overhead crane - refer to Cranes, Lifting and Equipment (PCD-
NAT-HSEQ-0136) 


19) When the crane is not in use, ensure people cannot walk into suspended chains 
20) Training on slinging and lifting is a recommended. 
21) Dual hook cranes, only one hook is allowed to have lifting chains on it whilst to crane is in moving motion. The 


only time that a dual lift crane can have lifting chains on both hooks is whilst conducting a dual lift. 
 


4 Further Information  


All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the HSEQ Business Partner 
 


5 Accountabilities 


Compliance to Safe Work Procedure All Employees and Contractors 
 
Implementation & Review   Westrac Management 
 
Approval of Safe Work Procedure HSE Business Partner 
      
Monitoring  Westrac Management 
 
Interpretation and Advice  HSE Advisor 
 


6 Related Documents  


This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


PCD-NAT-HSEQ-0136  Cranes, Lifting and Equipment 


FTT-NAT-HSEQ-0242 Mobile Crane Daily Inspection Checklist 


PCD-NAT-HSEQ-0162 Minimum Test Inspection and Tagging Requirements Procedure 


 


7 Definitions and Abbreviations 


The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 


  


  


 
 
 



http://westracnet/DMS/_layouts/DocIdRedir.aspx?ID=SAUJQW36JXPQ-27-528
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8 Document Amendment History  


 


Revision Date Description  
Prepared 


By 
Reviewed 


By 
Approved 


By 


4.0 02/09/19 
Amended policy to allow Dogman to inspect 
lifting gear as per qualifications. 


NG NT NT 
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SWP - PEDESTAL AND BENCH GRINDERS 


All employees using a Pedestal or Bench Grinder or working in the vicinity of a Pedestal or Bench Grinder must 
comply with this safe work procedure. 
 
DO NOT attempt to operate machine before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 


1 Safety Requirements 
 
A Take 5 MUST be completed before commencing the task. 
 
When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 


 


 
 
You must wear a face shield over your sealed safety glasses or sealed mono goggles for protection against flying or 
airborne particles 
 
Additional PPE which may be required: 
 


 
 


2 Life Saving Commitments 
 
The following Life Saving Commitments apply to this task and must be adhered to at all times: 
 


                
 


3 Process 
 
The Area Supervisor is accountable for the safe operation of machinery and must ensure equipment is not operated 
without guards in place, in good condition and properly secured. Foot pedal style Deadman switches must be fitted to 
all bench grinders. 
 
All employees are accountable for ensuring they are familiar and understand this Procedure before operating 
machinery or equipment.  
 
To allow maintenance, only a licenced electrician may perform electrical maintenance on the machine. 
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1. Purpose 


• Provide a Safe Work Procedure (SWP) for all personnel using a pedestal or bench grinder. 


• Provide a safe working area for personnel in the vicinity of operation. 


• Ensure equipment and property is protected from any possible damage. 


• Provide maintenance techniques and instruction. 
 
2. Scope 


• This SWP is applicable but not limited to the steps and instructions listed in this document. 
 
3. Precautions 


• DO NOT use this machine if you do not understand its safe use and operation. 


• Only grind ferrous materials. 


• DO NOT grind on the side of the wheel. 


• DO NOT grind near FLAMMABLE materials or substances. 


• DO NOT use a wheel that has been dropped. 


• DO NOT use a wheel that does not fit the spindle correctly. 


• DO NOT use if excess vibration present, inspect for balance problems. 


• DO NOT leave grinding wheels standing in liquids. This could cause balance problems. 


• Replace wheel that have been contaminated with non-ferrous material. 


• Only one person may operate the machine at any one time. 


• A Take 5 must be completed before operating a pedestal or bench grinder. 


• A Take 5 must be completed before maintenance work or adjustments to a pedestal or bench grinder. 


• All maintenance work or adjustments must be done with isolation in place. 


• Isolation of machine must be tested for DEAD prior to maintenance or wheel replacement. 


4. Maintenance 


• Isolate the machine prior to performing maintenance. 


• Only a licenced electrician may perform electrical maintenance on the machine. 
 
5. Pre-Start Operational Safety Checks 


• Ensure the machine has a current electrical tag. 


• Ensure Deadman foot pedal is fitted, functional and condition inspected ensuring the wires are not exposed 
from the sheathing and operates as expected. 


• Ensure the machine is the right size for the job at hand. 


• Ensure the machine is firmly mounted to the bench or pedestal. 


• Ensure trip or slip hazards a not present in the work area. 


• Remove ties, rings watch and other jewellery. 


• Long hair must be contained, and loose sleeves must not be worn. 


• Ensure all guards and safety shields are in position and secure before starting the machine. 


• Check that blotters and wheel flanges are in place and secure. 


• Inspect wheels for: - 


1. Cracks and/or chips (replace wheel if required). 


2. Contamination caused by non-ferrous materials i.e. brass, aluminium, wood, plastic (replace wheel if 
required) 


3. Gouging and /or uneven surface (refer to dressing procedure). 


• Ensure that the wheels do not touch the work rest. 


• Ensure work rest is adjusted correctly refer Figure1. 
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6. Operation 


• Wear a face shield over sealed safety glasses or mono goggles. 


• Ensure that other personnel are not in the line of fire during the operation of the grinder.  


• Small work pieces should not be held by hand, DO NOT use pliers, use lockable VICE GRIPS. 


• Stand to the side of the wheel when switching on the power and wait for the wheel to reach operating speed 
before commencing grinding or buffing. 


• DO NOT grind on the side of the wheel use the face of the wheel only. 


• DO NOT force the work piece into the wheel. 


• Bring the work piece into contact with the wheels slowly and avoid bumping motions. 


• Slowly move the work piece back and forth across the face of the wheel in a uniform manner to prevent ruts 
or grooves forming. 


• BE AWARE the work piece will be hot from the grinding. 


• Be sure the grinder does not overheat and ensure adequate time to cool from continuous operation.  


• DO NOT allow the machine to run unattended. 


• When finished, switch off the grinder and wait for the wheel to come to a complete stop. 


• Clean the work area when completed. 


7. Wheel Dressing Procedure. 


• Wear a face shield over sealed safety glasses or mono goggles. 


• DO NOT dress the sides of a wheel. 


• Inspect dressing tool for worn or loose shaft and star dressers. 


• Ensure that other personnel are not in the line of fire during the operation of the grinder. 


• Adjust the work rest away from the wheel so that the dresser is supported on the work rest and the heel of 
the dresser is hooked over the work rest. 


• The point of contact should be slightly above the centre and with the handle tilted upward at an angle. 


• Start the grinder and slowly press the dresser against the face of the wheel until it ‘bites’. 


• Move the dresser back and forth across the face of the wheel to obtain a straight surface. 


• When completed turn of the machine and readjust the work rest to the working position refer Figure 2. 


• Clean the work area when completed. 
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Figure 1 


8. Replacing Wheels. 


• Isolate machine before replacing wheels. 


• Wheels should be replaced when:- 
1. The wheel is damaged and is creating an unbalanced condition. 
2. The wheel is contaminated with non-ferrous material. 
3. The diameter approaches that of the driving flanges 
4. The work rest can no longer be adjusted to the wheel diameter, or 
5. The wheel no longer cuts efficiently due to reduced peripheral speed. 


• Verify the wheel speed rating is equal to or exceeds the speed rating of the grinder. 


• When the wheel is removed:- 
6. The spindle has a right hand thread on the right side and a left hand thread on the left side. 
7. Check the arbour shaft for wear or damage and excess bearing movement. 


• Inspect the driving flanges for wear or damage. 


• Ensure the replacement wheel is the correct size (outer diameter, width and spindle diameter). 


• Ensure the paper blotters are in place and their diameter is sufficient to prevent direct contact between the 
drive flanges and the wheel. 


• Resonance test a new wheel before installing:- 
8. Hang the wheel on a piece of string. 
9. Tap the side of the wheel with a small tool. 
10. It should have a clear ring.  A dull noise indicates a flaw. 


• When the new wheel is installed:- 
11. Ensure the components are aligned; the wheel should fit freely on the spindle refer Figure 3. 
12. DO NOT over tighten the retaining nut. 
13. Spin the wheel by hand to check for trueness and balance. 
14. When starting the grinder with a newly mounted wheel for the first time, stand to the side and allow it 


to reach operating speed. 
15. If unbalance is evident, recheck the installation. 
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Figure 2 


9. Guarding must be installed on all sites. 
 


• Grinding machines must have guarding, which encloses dangerous moving parts by means of fixed guards. 


• The angular exposure of the grinding wheel periphery must not exceed ¼ of the periphery. 


• The exposure must start at a point not more than 650 above the horizontal plane of the wheel refer Figure 4. 
 


 
 


Figure 3 


• The guards must cover the spindle ends of the nuts and flange projections. 


• The guards must be mounted to ensure proper alignment with the wheel. 


• The guards must be of sufficient mechanical strength to protect the user in the event of a wheel failure. 


• A transparent eye screen, sufficiently large enough to discourage operator’s form looking round it, must be 
installed. 


• Additional protection, in the form of an enclosure, which isolates the surrounding work area from other 
personnel, may be required depending on the location of the machine. 
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Figure 4 


10. Mandatory Guarding 
 


1. Guarding on Pedestal Grinders is a requirement under the WesTrac Life Saving Commitment: Safety 
Protection Devices, Manufacturer’s Instructions, WA OSH Regulations or regulation 6.27 of the WA MSI 
Regulations, as well as the governing acts and regulations in all other states and territories.   


 
2. Spark Arrestors may be installed if considered necessary refer Figure 7. 


 


 
Figure 5 
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11. Appendices 


 


• Optional “Go No Go” gap setting tool. 
 


 
Figure 6 


4 Further Information  
 
All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the HSE Advisor 
 


5 Accountabilities 
 
Compliance to Procedure  All Employees and Contractors 
 
Implementation & Review   WesTrac Management 
 
Approval of Procedure   HSE Manager 
      
Monitoring  WesTrac Management 
 
Interpretation and Advice  HSE Manager  
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6 Related Documents  
 
This Procedure should be read in conjunction with the following internal documents (i.e. internal documents such as 
policies, procedures, forms). 
 


Document Number Title 


  


  


 
This Procedure should be read in conjunction with the following legislative or compliance guidelines (if required): 
 


Title Description  


www.commerce.wa.gov.au Code of Practice: Safeguarding of machinery and plant 


www.legislation.wa.gov.au WA OSH Regulations 


www.legislation.wa.gov.au WA MSI Regulations 


www.commerce.wa.gov.au/worksafe Noise management data sheets; bench/pedestal grinders 


 


7 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Procedure: 
 


Term Definition 
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SWP – PRESSURE CLEANER OPERATION 
 
All employees using a pressure cleaner or working in the vicinity of a pressure cleaner must comply with this Safe 
Work Procedure. 
 
DO NOT attempt to operate machine before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 


1 Safety Requirements 
 
A Take 5 MUST be completed before commencing the task. 
 
WARNING: Do not point a pressure cleaner at any part of your body or any other person as serious injury could occur. 
 
When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 
 


 
 


2 Life Saving Commitments 
 
The following Life Saving Commitments apply to this task and must be adhered to at all times: 
 


       
 


3 Process 
 
Prestart 


 
3.1 Check diesel level and top up if required (do not refuel in confined area or near an ignition source) 
3.2 Clear area of all personnel. 
3.3 Check all electrical cords. 
3.4 Check hoses and connections for damage or leaks. 
3.5 Connect water hose to high pressure cleaner. 
3.6 Connect pressure hose. 
3.7 Turn water supply on.  
3.8 Squeeze gun trigger to be sure you have water in the pump. 
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Using the High Pressure Cleaner 
 
3.9 Put on all PPE. 
3.10 Ensure that you have a firm grip on the operating lever and the water flow handle. 
3.11 Hold the cleaning gun clear of your body. 
3.12 Operate at a safe distance from the object being cleaned. 
3.13 Do not clean any items of clothing, including boots. 
3.14 Ensure three point contact is made when mounting or dismounting machines. 
 


Shut Down Machine 
 
3.15 Turn off burner. 
3.16 Allow cold water to run through the high pressure cleaner to cool it down. 
3.17 If cleaner or degreaser has been used, allow the cold water to flush out the machine before shutting down. 
3.18 Switch machine off. 
3.19 Store all hoses and cords correctly after use. 
3.20 Return Pressure Cleaner to correct storage area. 
 


4 Further Information  
 
All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Supervisor 
 


5 Accountabilities 
  


Compliance to Safe Work Procedure All Employees and Contractors here 
 
Implementation & Review   Area/Branch Manager 
     Supervisor 
 
Approval of Safe Work Procedure HSE Manager 
      
Monitoring  WesTrac Management, Internal Audit, External Audit 
 
Interpretation and Advice  Area/Branch Manager 
 


6 Related Documents  
 
This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


  


  
  


 


7 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 
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8 Document Amendment History  
 


Revision Date Description  
Prepared 


By 
Reviewed 


By 
Approved 


By 


3.0 03.06.20 Transferred to new template KH DP NT 
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SWP – ROBOWASH OPERATION 
 
All employees using the Robowash operation must comply with this Safe Work Procedure. 
 
DO NOT attempt to operate machinery before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 


1 Safety Requirements 


A Take 5 MUST be completed before commencing the task. 
 
If the task deviates from this SWP then a JHA must be completed and signed by a supervisor. 


Criteria contained in Gantry or Overhead Crane on the Job Training Verification (WIN-NAT-HSEQ-0335) must be met 
in order to operate overhead crane. Ensure all lifting equipment is in good condition and tagged as inspected by a 
qualified person. 


When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 
 


  


2 Life Saving Commitments 


The following Life Saving Commitments apply to this task and must be adhered to at all times: 
 


               
 
NOTE:  The Robowash is an automatic parts washing machine used to wash components with a mixture of a cleaning 
chemical (Robowash Cleaning Agent CF50), high water pressure and high temperature (80 degrees C). A basket is 
used to hold parts in the machine which spins at high speed ensuring an even and complete wash of parts. 
 
CAUTION: 
 


• Be aware of steam being released from the Robowash when the lid is opened and stay clear of the line of fire. 


• Be aware of hot components after washing and always wear appropriate PPE to guard against burns. 


• Be aware of the corrosive nature of the chemical cleaning agent and always wear appropriate PPE to guard 
against this substance contacting your skin. Read and understand the SDS for any chemical being used. 


• Carefully place parts into the Robowash basket to prevent damage to the Robowash basket and parts. 


• Distribute parts evenly within the Robowash to help balance the load, aid in the operation of the equipment 
and to help prevent movement of the parts during the washing process. 


• Do not reach to install or remove parts from the Robowash. Release the brake and rotate the basket so that 
the parts can be placed in or removed from the Robowash at a point that is close to your body. 


• Do not attempt to place heavy parts in, or remove heavy parts from, the Robowash without the assistance of 
another person or the use of mechanical aids. 


• Do not open the lid of the Robowash during operation. 
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3 Process 


1. Parts to go into Robowash for cleaning should already be reasonably clean, if necessary clean them first 
using the pressure cleaner. Never put parts in the Robowash that have a build-up of grease, grime, dirt, 
gasket material, or silastic. Remove heavy contaminants with the appropriate tooling or a pressure cleaner. 


2. Ensure the Robowash is shut down and not operating before opening the lid. 
3. Press the ‘Lid Raise’ button to open the Robowash and the ‘Lid Lower’ button to close it. 
4. Ensure the basket has stopped spinning before placing parts into basket. 
5. Press the small black button on the left side next to the lid control buttons to release the basket brake and 


manually rotate the basket to the required position to safely install and remove parts from the Robowash. 
6. If the pneumatic water gun is being used, ensure a face shield, gloves and all other applicable PPE are being 


worn. 
7. Press the green start button to engage the pump (The lid must be completely open for this to happen). 
8. Turn the water tap valve on slowly to commence the flow of hot water.  
9. Proceed to clean components inside the Robowash using the trigger to activate air pressure, being mindful of 


direction and potential overspray. 
10. Once manual cleaning process has is complete, turn off the water tap valve - This should be done at all 


times when the gun is not being used. 
11. Press the “Lid Lower” button, and then press the green START button to commence the Robowash operation. 
12. The Robowash has an approximate 15 minute automatic cycle time and will shut down automatically when the 


cycle is finished. 
13. At any time, the red STOP button can be pressed to shut machine down prematurely.  
14. Always open the Robowash lid slowly and make sure the steam has vented. (Danger of triggering fire alarms). 
15. When removing parts from the Robowash, carefully plan your lift and get assistance with the lift or use 


mechanical lifting aids if required. Have a known destination point to deliver the parts to and ensure you have 
a clear walkway to get there. 


16. It is preferable to allow the parts to cool sufficiently before manually removing them from the Robowash to 
eliminate any chance of burns. 
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4 Further Information  


All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Shift Supervisor. 


5 Accountabilities  


Compliance to Safe Work Procedure All Employees and Contractors 
 
Implementation & Review   Shift Supervisors 
     Leading Hands 
 
Approval of Safe Work Procedure Service Operations Manager 
      
Monitoring  Shift Supervisor 
 
Interpretation and Advice  Shift Supervisor 


6 Related Documents  


This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Saving 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


WIN-NAT-HSEQ-0335 Gantry or Overhead Crane on the Job Training Verification  


  


  


 
  


Water tap valve  Pneumatic water gun  
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7 Definitions and Abbreviations 


The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 


  


  


8 Document Amendment History  


Revision Date Description  
Prepared 


By 
Reviewed 


By 
Approved 


By 


3.0 6/07/2017 Document transferred to correct SWP template. SR SR AR 


4.0 20/07/2017 
Document application changed to statewide 
(supersedes WIN-KCGM-SER-0008)  


SR RC PK 


5.0 13/08/2018 Steps 6-10 added into process. MV MV MB 


6.0 28/08/2020 
Moved to latest template, reviewed and 
updated. Information on crane use added, 
warning on SDS added and new step 14 added. 


SB CS DB 
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SWP – SAFE USE OF A BELT SANDER/LINISHER 


 
All employees using a Linisher or working in the vicinity of a Linisher must comply with this Safe Work Procedure. 
 
DO NOT attempt to operate machine before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 


1 Safety Requirements 


A Take 5 MUST be completed before commencing the task. 
 
When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 
 


 
 


2 Life Saving Commitments 


The following Life Saving Commitments apply to this task and must be adhered to at all times: 
 


         
 


3 Process 


1. READ the operators manual before use if you are not familiar with this machines operation and use. 
2. IF YOU ARE NOT CONFIDENT in the operation and use of this machine, ask to be shown and trained in the 


operation and use of this machine by a person who has experience on this machines operation and use (see your 
supervisor). 


3. ELIMINATE any entanglement, i.e. avoid loose clothing, long hair or anything that might become entangled, while 
this machine is in operation. 


4. Ensure the dead-man foot pedal is fitted to equipment and operational prior to use. 
5. ISOLATE power to this machine prior to any checks or maintenance being carried out. 


a. Check functionality and condition of the dead man foot pedal switch ensuring the wires are not exposed 
from the sheathing and operates as expected. 


6. All electrical work/repairs to the machine shall be completed by a qualified electrician. 
7. DO NOT adjust or clean machine until the machine has fully stopped. 
8. Ensure all guards are secured shut, before starting and operating the machine. 
9. KEEP all body parts clear from the sanding belt, while this machine is in operation. 
10. DO NOT wear gloves anywhere near the sanding belt area while this machine is in operation, as this increases 


the chance of entanglement. 
11. ENSURE the belts are in good condition and at the correct tension before use. 
12. Remove all loose objects from around moving parts before starting this machine. 
13. Keep the area around this machine, free from any tripping and slipping hazards.  
14. USE VICE GRIPS on work pieces that are too small to grip properly. 
15. Always sturdy your grip of the work piece against the support and ensure the support has the correct gap from the 


belt as per the instructions. 
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16. DO NOT use excessive force on the sanding belt while in operation (if excessive force is required then the belt 
may be worn and should be replaced). 


17. It may be necessary to use a dusk mask if you’re working environment becomes dusty due to the sanding 
operation. 


18. Ensure the power to this machine is turned OFF when you have finished. 
19. Put away any tooling or instruments you may have used. 
20. CLEAN and tidy up the work area and this machine when you have finished. 


 
4 Further Information  


All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact their HSE Advisor 
 


5 Accountabilities 


Compliance to Safe Work Procedure All Employees and Contractors  
 
Implementation & Review   HSE Manager 
       
Approval of Safe Work Procedure HSE Manager 
      
Monitoring  WesTrac Management 
 
Interpretation and Advice  HSE Advisor 
 


6 Related Documents  


This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


POL- NAT-HSEQ-0100 Life Saving Rules Policy (Commitments) 
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7 Definitions and Abbreviations 


The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 


  


  


 


8 Document Amendment History  


 


Revision Date Description  
Prepared 


By 
Reviewed 


By 
Approved 


By 


3.0 10/03/2020 
Moved to new format, added changes to 
incorporate inspection of dead man switch 


NG NT NT 


4.0 23/11/2020 Installation of dead-man foot pedal added 
Hollie 


Hendry 
Catherine 
Marsden 


Naren 
Thevar 
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SWP – TRACK PRESSES 
 
All employees carrying out repairs to these components must comply with this Safe Work Procedure and to Hydraulic 
pump standard procedures HYDSP004. 
 
DO NOT attempt to operate machine before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 


1 Safety Requirements 
 
A Take 5 MUST be completed before commencing the task. 
 
When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 
 


 
 


2 Life Saving Commitments 
 
The following Life Saving Commitments apply to this task and must be adhered to always: 
 


        
 


3 Process 
 


Disassembly 
 
1) The track presses are HEAVY to pick up from the Hydraulic Pumps Inwards Area so ensure the correct lifting 


techniques are used 
2) Release all pressure from the track press prior to disassembly using correct tooling  
3) Remove the couplers from the track press and allow any oil to drain out on the strip down bench with the drain 


catchment 
4) Using the parts breakdown as a guide disassemble the track press by holding the track press on the chain strip 


down bench strip 
5) Remove the end caps from cylinder assembly the using the correct tooling i.e. pin spanner and correct sized pins  
6) Remove the rod from the cylinder assembly using the correct tooling  
7) Clean up all the components in the solvent cleaner/Robowash. Use correct PPE always 
8) Store all the components in bins and shelving provided-Use correct lift techniques when storing the bins on the 


shelving. 
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Assembly 
 
1) Clean all components with solvent cleaner/Robowash. Ensure correct PPE is used  
2) Ensure correct lifting techniques are used when removing bins from shelving and placing components onto 


assembly bench. 
3) With the parts breakdown a guide and with the correct tooling i.e. pin spanner and correct sized pins assemble the 


cylinder with new parts if required 
4) Once the track press is assembled, install the couplers securely into the cylinder. 
5) Use an electric press to carry out operational checks on the cylinder 
6) BE AWARE THAT TESTING IS AT 10,0O0 PSI 
7) Once testing is completed release all pressure build-up from the cylinder and electric press before disconnecting 


the hoses from the track press. 
8) Carry out procedure for painting and despatching as per Hydraulic Pump Standard procedure HYDSP004 


 
New type 150-ton track press P/N 2163916 
 
1) Modifications to piston - machine 116mm hexagon onto piston  
2) Machine flats onto rod end 
3) Modify rod end to suit new adaptors 
4) Assemble the piston onto the rod and tighten with Sweeney torque multiplier and with cat wrench P/N 8F2239 
5) Torque the piston up to 1000lbft 
6) Place the Hydraulic cylinder in an upright position ensuring the cylinder is secure and will not fall over. 
7) Using the crane and with correct lift techniques lower the rod/piston assemble into the cylinder. 
8) Using the crane and slings and with correct lift techniques, position the head assembly over cylinder and lower the 


head onto the rod assembly until threads starts to screw into the cylinder. 
9) Completely screw in the head until the head bottoms out. 
10) Lift the complete track press and place and secure onto the chain bench, tighten the head against cylinder firmly. 
11) Once the track press is assembled, install the couplers securely into the cylinder. 
12) Use an electric press to carry out operational checks on the cylinder 
13) BE AWARE THAT TESTING IS AT 10,0O0 PSI 
14) Once testing is completed release all pressure build-up from the cylinder and electric press before disconnecting 


the hoses from the track press. 
15) Carry out procedure for painting and despatching as per Hydraulic Pump Standard procedure HYDSP004.  
 


4 Further Information  
 
All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Supervisor 
 


5 Accountabilities 
  


Compliance to Safe Work Procedure All Employees and Contractors here 
 
Implementation & Review   Area/Branch Manager 
     Supervisor 
 
Approval of Safe Work Procedure HSE Manager 
      
Monitoring  WesTrac Management, Internal Audit, External Audit 
 
Interpretation and Advice  Area\Branch Manager 
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6 Related Documents  
 
This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


  


  


  


 


7 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 


  


  


 


8 Document Amendment History  
 


Revision Date Description  
Prepared 


By 
Reviewed 


By 
Approved 


By 


4.0 03.06.20 Transfer to new template KH DP NT 
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SWP- USE AND STORAGE OF ANGLE GRINDERS 
 
All employees and contractors using an angle grinder or working in the vicinity of angle grinder use must comply with this 
Safe Work Procedure. 
 
DO NOT attempt to operate machine before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 


1 Safety Requirements 
 
A Take 5 MUST be completed before commencing the task. 
 
When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 


 


 
 


 
1.1 Additional PPE Required 
 
Double eye protection must be worn when using an Angle Grinder. Eye protection should be applied in accordance with 
the PPE Matrix: 
Sealed Safety Glasses and Facie Shield  
(or) 
Goggles and Face Shield 
 


2 Life Saving Commitments 
 
The following Life Saving Commitments apply to this task and must be adhered to at all times: 
 


   
 


3 Process 


A Take 5 MUST be completed before commencing the task. 
 
Nine (9”) inch angle grinders are prohibited to be brought on to and operated on any WesTrac owned or operated location, 
project or facility.  
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All grinders must possess the following: 


• Anti-kickback clutch; 


• Two position handles; 


• Auto stop function or brake arrangement; 


• Deadman safety switches; 


• Overload protection; 


• Restart protection; 


• Protective guarding locked in place 


Ensure all personnel are protected from any harm including flying debris, dust and sparks. 
Ensure all items, parts and machinery are protected or removed preventing any possible damage. 
 


• Prestart 


• Daily or pre-use inspection of grinders must be conducted and documented on the hand-held grinder inspection 
checklist FTT-NAT-HSEQ-0223 


• Work area must be inspected for trip and slip hazards 


• Ensure that the inspection tag is current 


• Visually inspect the lead, plug and grinder to ensure no visual damage or deterioration 


• Check that safety guards are secure and in place 


• Check that the grinder safety switch is operating (mechanical safety) 


• Ensure that gloves are worn with angle grinder and that they are firmly fitted  


• DO NOT use cracked, damaged or unbalanced disks 


• Check for signs of clogging of deposits of material that are of the alloy type e.g. brass, aluminium Note- Previous 
incident of electric shock due to a build-up of steel particles within the motor. Manufacturer’s instructions should 
be followed for cleaning processes.  


• Ensure the attachment selected is designed for the purpose it will be used (e.g. only use abrasive discs for 
grinding and cut-off discs for cutting).  


• Ensure retaining nut(s) provided by the manufacturer suited to the equipment make and model are fitted in 
accordance with the manufacturer’s instructions when using new discs/accessories on the grinder. These items 
must be visually inspected for faults or damage. Ensure you read the manufacturers manual for instructions on 
use and installation 


• Ensure the disc is protected by the guard at all times. All guards must be in good condition and fitted in 
accordance with the manufacturer’s instructions. Guarding must never be modified.  


• Ensure the maximum speed (RPM) marked on the attachment is higher than the maximum speed of the angle 
grinder (See image 1 & 2) 


 
Image 1    Image 2 
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3.1 Operation 


• Hold both handles with fingers away from trigger; Do not use the grinder with one hand. 


• Before commencing grinding, allow the grinding wheel to run at operating speed for a least one minute; 


• Ensure the object being ground/sanded is secured preventing uncontrolled movement. A vice should be 
used to secure small items. Do not grind items whilst being handheld 


• Ensure your body position is behind the grinder so that it moves away from us if the cutting disc catches. 


• When commencing a grinding operation, bring the grinder slowly and smoothly into contact with the 
object avoiding impact or bumping motions; 


• Ensure sparks are directed away from body/clothing etc. and ensure all personnel are away from the line 
of fire; 


• Ensure you are aware of the position of the grinder and the potential for kickback. 


• When cutting some sections of a steel structure stresses within that section may become present wen 
that section is cut through. The cut groove can spring shut jamming the disc and resulting in kickback or 
breakage of the disc. 


• Use the appropriate cutting or grinding disk for the work to be carried out; 


• Do not touch the ground portion of the work piece until you are sure it is cool; 


• Shut off the power and do not leave until the wheel has come to a complete stop; 


• Clean the work area when you are finished using the grinder; 


• Brush off PPE and lean forward when removing to prevent debris contact with eyes and body; 


• Disconnect angle grinders from the power source when making repairs or changing discs. Turn off the 
power switch and lockout the electrical switch before doing any repairs; 


• Ensure grinder does not overheat and ensure adequate time to cool during continuous operation. 


 
1mm “Turbo” Cutting Discs are prohibited for use in WA and NSW  


• Discs have been known to shatter or disintegrate while in use, causing projectiles to be released and major injury 
when grinders ‘kickback’. A 1.6mm cutting disc has now been placed into the restricted tooling section below to 
replace this item.  


1.6mm Cutting Disc are classified as controlled tooling and Equipment in WA Only 


• 1.6mm are a substitute item for the 1mm “turbo” cutting disc with a documented procedure detailing authorisation 
and use which must be referenced prior to use. Refer to WIN-WA-SER-0036– 5 Inch 1.6mm Thick Cutting Disc 
Use Procedure and FTT-WA-SER-0058 5-Inch-Thick Cutting Disc Use Checklist  
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3.2 Storage 


• On completion of grinding turn off & disconnect angle grinder from power source; 


• Wearing gloves remove the wheel from angle grinder using grinder spanner; 


• Dispose of used wheel in general waste bin; 


• Visually inspect the lead, plug and grinder to ensure no visual damage or deterioration; 


• Ensure that the inspection tag is still in place; 


• Check that safety guards are secure and in place; 


• Any defects that are found are to be reported immediately, tagged out of service & returned to tool store 
for repairs; 


• Return angle grinder to the tool store or place issued angle grinder in toolbox. 


 
 


3.3 Purchasing and Replacement 


When replacing equipment, always consider and never compromise on the safety features. All purchased 
grinders should have at minimum: 


• Anti-kickback clutch 


• Two position handles 


• Auto stop function or brake arrangement 


• Deadman safety switches 


• Overload protection 


• Restart protection 


• Protective guarding  


Additional consideration when purchasing should be as follows: 


• “Buy Quiet” options such as selecting grinders with low noise level data 


• Ergonomics of equipment including handles and weights 


• Vibration data available from manufacturers 
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4 Further Information  
 
All employees and contractors who require further information or need clarification of anything contained in this Safe Work 
Procedure should contact the WesTrac Supervisor or Area/Branch Manager. 
 


5 Accountabilities 
  


Compliance to Safe Work Procedure All Employees and Contractors 
 
Implementation & Review   WesTrac Management 
 
Approval of Safe Work Procedure HSE Manager 
      
Monitoring  WesTrac Management 
 
Interpretation and Advice  HSEQ Team 
 


6 Related Documents  
 


This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 


Document Number Title 


PCD-NAT-HSEQ-0167 Prohibited Controlled Items Procedure 


FTT-NAT-HSEQ-0228 Hand Tools Checklist 


FTT-NAT-HSEQ-0223 Handheld Grinder Inspection Checklist 


FTT-NAT-HSEQ-0045 WesTrac Personal Protective Equipment Matrix 


WIN-WA-SER-0036 SWP- 5” 1.6MM Thick Cutting Discs 


FTT-WA-SER-0058 5-Inch-Thick Cutting Disc Use Checklist 


Yellow Banner 19 040 Incorrect Nut Fitted to 5inch Grinder 


Yellow Banner 20 022 Laceration to Left Thumb from 5” Grinder 


Red Banner 19 025 Grinder Finger Laceration 


Red Banner 18 022 Non-WesTrac Grinder Injury 


 


7 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 
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https://westrac4.sharepoint.com/:w:/r/sites/DMS/_layouts/15/Doc.aspx?sourcedoc=%7BF00BFBEE-FB60-47E9-A4B3-B97F240BB4E4%7D&file=SWP%20-%205%20inch%201.6mm%20Thick%20Cutting%20Disc%20Use.docx&action=default&mobileredirect=true

https://westrac4.sharepoint.com/:w:/r/sites/DMS/_layouts/15/Doc.aspx?sourcedoc=%7B1485BA57-CBC7-4767-88EC-1F25BE1DE3E2%7D&file=5%20inch%201.6mm%20thick%20Cutting%20disc%20use%20checklist.docx&action=default&mobileredirect=true

https://westrac4.sharepoint.com/hseq/HSEQ%20Notifications/09.%202019%20Safety%20Notifications/Yellow%20Banner%2019%20040%20-%20Incorrect%20Nut%20Fitted%20to%205%20finch%20Grinder.pdf#search=Yellow%20Banner%2019%20040

https://westrac4.sharepoint.com/hseq/HSEQ%20Notifications/02.%20Yellow%20Banners/Yellow%20Banner%2020%20022%20-%20Laceration%20to%20left%20thumb%20from%205%20inch%20grinder.pdf#search=Yellow%20Banner%2020%20022

https://westrac4.sharepoint.com/hseq/HSEQ%20Notifications/09.%202019%20Safety%20Notifications/Red%20Banner%2019%20025%20-%20Grinder%20finger%20laceration.pdf#search=Red%20Banner%2019%20025

https://westrac4.sharepoint.com/hseq/HSEQ%20Notifications/08.%202018%20Safety%20Notifications/Red%20Banner%2018%20022%20-%20Grinder%20Injury%20Safety%20Share.pdf#search=Red%20Banner%2018%20022
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		1 Safety Requirements

		1.1 Additional PPE Required



		2 Life Saving Commitments

		3 Process

		3.1 Operation

		 Hold both handles with fingers away from trigger; Do not use the grinder with one hand.

		 Before commencing grinding, allow the grinding wheel to run at operating speed for a least one minute;

		 Ensure the object being ground/sanded is secured preventing uncontrolled movement. A vice should be used to secure small items. Do not grind items whilst being handheld

		 When commencing a grinding operation, bring the grinder slowly and smoothly into contact with the object avoiding impact or bumping motions;

		 Ensure sparks are directed away from body/clothing etc. and ensure all personnel are away from the line of fire;

		 Ensure you are aware of the position of the grinder and the potential for kickback.

		 Use the appropriate cutting or grinding disk for the work to be carried out;

		 Do not touch the ground portion of the work piece until you are sure it is cool;

		 Shut off the power and do not leave until the wheel has come to a complete stop;

		 Clean the work area when you are finished using the grinder;

		 Brush off PPE and lean forward when removing to prevent debris contact with eyes and body;

		 Disconnect angle grinders from the power source when making repairs or changing discs. Turn off the power switch and lockout the electrical switch before doing any repairs;

		 Ensure grinder does not overheat and ensure adequate time to cool during continuous operation.

		3.2 Storage

		 On completion of grinding turn off & disconnect angle grinder from power source;

		 Wearing gloves remove the wheel from angle grinder using grinder spanner;

		 Dispose of used wheel in general waste bin;

		 Visually inspect the lead, plug and grinder to ensure no visual damage or deterioration;

		 Ensure that the inspection tag is still in place;

		 Check that safety guards are secure and in place;

		 Any defects that are found are to be reported immediately, tagged out of service & returned to tool store for repairs;

		 Return angle grinder to the tool store or place issued angle grinder in toolbox.

		3.3 Purchasing and Replacement



		4 Further Information

		5 Accountabilities

		6 Related Documents

		7 Definitions and Abbreviations

		8 Document Amendment History
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SWP – COMPONENT WASH DOWN 
All employees using a high pressure water cleaner or working in the vicinity of this task must comply with this Safe Work 
Procedure. 
 
DO NOT attempt to operate machine before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 


1 Safety Requirements 


A Take 5 MUST be completed before commencing the task. 
 
When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 
 


 


2 Life Saving Commitments 


The following Life Saving Commitments apply to this task and must be adhered to at all times: 
 


          
 
 


 
 
 
 
 
 
 
 


3 Process 


1) All components entering the workshop are required under contamination control guidelines to have a certain state of 
cleanliness before entering the workshop for mechanical repairs. 


2) Depending on the state of the component, a primary or initial wash may be required to remove excessive mud, oil, 
dirt or debris. 


 
ATTENTION!! 


 
Ensure that the following is performed before and throughout the Work Procedure;  


• You are aware of your surroundings and wearing the correct PPE,  


• The work area is clear of debris and obstructions,  


• The correct tooling and lifting equipment for the task is used, and in the correct manner, 


• All equipment and tools are inspected for damage/wear before use, replace if necessary, 


• A skilled and competent forklift operator and spotter is used to flip/ rotate/ lift and move 
components when required, 


• Excellent communication and observation are used by all personnel involved. 


• Read SDS information for all chemicals involved. 
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3) The primary wash is to be carried out at the main wash down station using a high pressure hot wash. Be aware of 
surrounding activities and personnel, always spray in a safe direction. Never spay towards the body. 


4) Once the component has had its primary wash it can then be determined if a secondary wash will be required 
before entering the workshop. 


5) When wash down is completed, remember to clean up after yourself and arrange for the correct disposal of excess 
mud accumulated on the wash pad.  


6) Any debris that is potentially harmful (i.e. from a waste facility) is to be cleaned up accordingly.  


4 Further Information  


All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Workshop Supervisor. 


5 Accountabilities  


Compliance to Safe Work Procedure Workshop Supervisor 
 
Implementation & Review   Business Unit Manager 
      
Approval of Safe Work Procedure Business Unit Manager 
      
Monitoring  Workshop Supervisor 
 
Interpretation and Advice  Workshop Supervisor 


6 Related Documents  


This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


WIN-NAT-HSEQ-0123 Safe Work Procedure Pressure Cleaner Operation  


7 Definitions and Abbreviations 


The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 
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SWP – HOT WORK ON FUEL AND OIL TANKS 
 


All employees using a performing hot work on a fuel tank or working in the vicinity of this work being completed must 
comply with this Safe Work Procedure. 


DO NOT commence hot work on any fuel or oil tank before reading and understanding the operation/maintenance 
manuals and this Safe Work Procedure. 


Breaches of this procedure will result in disciplinary action that may lead to dismissal. 


1 Safety Requirements 


A Take 5 MUST be completed before commencing the task. 


When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 


 


 
 
1.1 Additional PPE Required 
 


• Leather apron / jacket 


• Welding respiratory protection 


• Welding gloves 


• Welding face shield 


2 Life Saving Commitments 


The following Life Saving Commitments apply to this task and must be adhered to at all times: 
 


         


3 Process 


Hot work must not be carried out without appropriate permit having been obtained and the equipment having been 
thoroughly cleaned. Sight or smell must not be relied upon to decide whether it is safe to carry out hot work on a closed 
container, because a very small amount of residual vapour can cause an explosion. 


 
3.1 Preparation for cleaning 
 
Before cleaning is undertaken, the following sequential precautions should be carried out: 
 


• If possible, remove the tank to be worked on from plant 


• Drain fuel or oil from the tank by removing caps (remove VIMS sender unit on the base if fitted) 


• If tank has been fitted with an external weld on skin, holes must be drilled in the skin to allow any fuel that is 
trapped between the two to be drained prior to any hot work commencing. 


• Sources of ignition (naked flame) should be rendered inoperative or removed from the vicinity of the equipment 


• Where possible, the equipment should be moved outdoors or to a well-ventilated and drained area for cleaning 


• An appropriate method of cleaning should be chosen from section 3.2 
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NOTE: Water must not be used to clean hydraulic oil tanks because water can damage the valves, inert gas must be used 
when welding hydraulic tanks. 
 


3.2 Cleaning methods 
 
Equipment divided into two or more compartments should have each compartment treated in the same manner, regardless 
of the portion of the equipment that is to be subjected to hot work. 
 


3.2.1 Steam Cleaning  


• Where the substance includes petrol, oil or other light petroleum by-products that are not readily soluble in water, 
steam may be admitted in a manner that will prevent a pressure build-up, with the equipment positioned so that 
steam and condensate will drain from the lowest point. 


• The equipment, including any internal piping and the like should be completely drained and any sludge removed. 


• Metal parts used in steaming or mechanical cleaning should be bonded to the equipment and earthed to prevent 
a build-up of static electricity. 


• The steaming process should be applied for not less than 30 min after the whole of the equipment has become 
hot to touch. 


• Where low-flash high-vapour-pressure oils are present, steam cleaning should not be used, because of the 
possibility of evolution of flammable gases due to heat or of a static charge developing an incendiary spark. 


3.2.2 Hot Chemical Solution  


• Where the substance includes petrol, oil or other light petroleum by-products, a hot chemical solution of trisodium 
phosphate (washing powder) or a caustic cleaning compound dissolved in hot water can be applied to the 
equipment. 


• The residue should then be flushed out with water. When cleaning by this method, the operator should be 
protected from vapours, gases and cleaning compounds. 


3.2.3 Purging  


• Purging (also known as de-gassing) should be used to supplement other cleaning methods described. 


• Once drained and cleaned using water, steam or hot chemical solution, apply forced draft ventilation by extraction 
or induction for not less than 4 hours, or for such longer period as may be necessary to ensure that subsequent 
gas testing indicates that the tank is free of flammable vapours. 


• To be deemed free of flammable vapours the LEL must be 0%. 


• Alternatively, apply forced draft ventilation by extraction for not less than 1 h. 


• During subsequent hot work, fill the equipment with inert gas and apply a continuous flow of inert gas between 5-
8 litres per minute. Suitable inert gases are nitrogen and carbon dioxide. 


• Care should be taken to ensure that no air is introduced into the equipment at any time during hot work. 


• The use of gas detection equipment is required prior to purging with inert gas.   


3.2.4 Water Washing  


• Where the substance is readily soluble in water, the equipment may be completely filled with water and drained 
several times with appropriate testing and disposal of the drained liquid. This option should be considered the 
least preferred option. 
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3.3 Requirements for Tanks That Cannot be Removed from a Machine 
 


• Complete preparation of tank per section 3.1 Preparation for Cleaning and clean using appropriate method per 
section 3.2 Cleaning Methods. 


• When the requirements of section 3.1 and 3.2 have been completed, the tank must be tagged (in accordance with 
the company tagging procedure) and signed. 


• If the tank is not tagged whether or not the above procedures have been carried out, repair work is not to 
commence.  


• The use of gas detection equipment is required prior to purging with inert gas. 
 


3.4 Initiating Hot Work 
 


• Hot work can commence once the tank has been drained, cleaned and purged (if required). 


• Wear all PPE and set job site up accordingly. 


• Ensure there are appropriate fire extinguishers on the job at all times. 


• Position the tank so that the surface being welded is on top. This position makes sure that any oil left in the tank 
flows away from the welding area.  


• Complete hot work. 
 


3.5 Hot Work Complete 
 


• The tank is to be pressure tested to 15psi on completion and the tank filled to ensure that all cracks have been 
repaired, so that the tank does not leave the workshop until repairs are tested. 


4 Further Information  


All employees and contractors who require further information or need clarification of anything contained in this Safe Work 
Procedure should contact their supervisor. 


5 Accountabilities 


Compliance to Safe Work Procedure All Employees and Contractors here 
 
Implementation & Review   Area Supervisor & Management 
 
Approval of Safe Work Procedure HSEQ Manager 
      
Monitoring  HSE Advisors and Area supervision 
 
Interpretation and Advice  HSE Advisors and Area supervision 
 


6 Related Documents  
 
This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings 
Commitments Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


FTT-NAT-HSEQ-0229 Mechanic Repair to On-Highway Fuel Tankers Checklist 


FTT-NAT-HSEQ-0127 Hot Work Permit 


FTT-NAT-HSEQ-0103 Job Safety Analysis (JSA) 


FTT-WA-HSEQ-0022 (WA) Job Hazard Analysis (JHA) Worksheet 
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7 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 


LEL Lower Explosive Limit 
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SWP –  PRESSING BEARINGS 
 
All employees Pressing in Bearings or working in the vicinity of a Bearing being Pressed must comply with this Safe 
Work Procedure. 
 
DO NOT attempt to operate machine before reading and understanding the operator manual, and this Safe Work 
Procedure. 
 
Breaches of this procedure will result in disciplinary action that may lead to dismissal. 
 


1 Safety Requirements 
 
A Take 5 MUST be completed before commencing the task. 
 
When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 


 


 
 
 


2 Life Saving Rules 
 
The following Life Saving Rules apply to this task and must be adhered to at all times: 
 
 


           
 


3 Process 
 


1) Read and understand the steps required. NOTE: Press should only be used for installation of ball studs, 


spherical bearings and split bearings. All other bearing should be shrunk in using liquid nitrogen. If 


unsure see leading hand. 


2) Before selecting a Pressing Plate, make sure you are wearing gloves. Check for any burrs/sharp edges before 


handling pressing plate, dress as required. If plate is damaged, advise leading hand and tag out of service. 


3) Select correct size Pressing Plate. When pressing spherical bearings, ensure split is at a right angle to the 


length of the rod. For these spherical bearings, use a ‘Dolly’ underneath the eye to create clearance for the 


bearing (as it sits proud of the eye once properly installed). 


4) Lift the job using the crane and correct slings. For longer cylinders/rods always use two slings. Ensure job is 


balanced and that the eye is level (Refer image 1). 


5) Move job into position on the pressing table and move the Ram into place (Refer image 2). 


6) Ensure the cylinder/rod is level by raising and lowering the adjustable stands (Refer Image 6). 
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7) Once Ram is located correctly, lock the frame in RAISED POSITION, switch on the press, and extend the 


Ram until it just contacts the pressing plate. 


8) Refer to SIS procedure regarding use of retaining compound when pressing in bearings. Apply liberally to the 


outside of the bearing if applicable (Refer image 5). 


9) Close mesh curtain/ guarding/ ballistic blanket as appropriate to achieve minimum possible gap, stand behind 


shield if available (Refer images 3&4). 


10) Begin Pressing the Bearing. Ensure the bearing moves smoothly and remains level through the duration of 


the pressing process. When installing spherical races, they should be tapped in slightly and measured to 


ensure that they are level PRIOR to the pressing process. If Bearing is not level when pressing or the press is 


building excessive pressure, DO NOT CONTINUE. Seek advice from a Tradesman or Supervisor. (Refer 


image 6)  


11) Once pressing is complete, check effected areas to make sure there are no shards of metal and/or sharp 


edges present as a result of this process (Refer image 7). Do not use hands to check for metal shards as 


injury could result. 


12) Once pressing is complete, carefully use the crane to remove the job. NOTE: Sometimes the bearing can 


affect the weight enough that the job will no longer balance properly. Support the job whilst using the 


crane to avoid any complications. 


13) Clean up tooling and remove all grease/oil/retaining compounds before packing away into correct places.  


14) Before replacing Pressing Plates and Dolly’s, visually check for any sharp edges, burrs or other damage and 


dress if required. 


15) Switch off Press and unlock frame after retracting the Ram back to its raised position. 


 


 


 


 


 
 
 
 
 
 
 
 
 
Image 1 
 
 
 
 
 
  
 Image 2 
  


1. Ensure eye is level 
once lifted with a sling. If 
not, be sure to turn the 
job until the eye is level. 
Use a spirit level to 
check. 


2. Place onto press 
ensuring all press plates 
and spacers are in good 
working order, free from 
burrs, cracks or major 
deformations. 
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Image 3 
  
 
      
   Image 6 
 
 
 
  
 
 
  
 
 
 
 
  
  
 
Image 4  
 
 
 
  
 
 
 
 Image 7 
 
 
 
 
 
 
  
 
 
 
 Image 5                                      


3. Apply Loctite 232 retaining compound 
liberally to the outside surface of the 
bearing and extend the ram until is 
touching on the press plate. 


5. Apply 
Loctite 232 
retaining 
compound 
liberally to 
the outside 
surface of 
the bearing 
and extend 
the ram until 
is touching 
on the press 
plate. 


7. Ensure the process has not created any sharp 
edges or shards of metal that could cause injury. 


6. Ensure cylinder/rod is level, and that all 
safety measures are in place. Once ready, 
press the bearing into desired position. 







SAFE WORK PROCEDURE  
 
Document Number   WIN     NAT    SER   0058 


 
Document Review Date 1st December 2019   
     
Document Owner Service Operations Manager - Guildford  


 


SWP – Pressing in Bearings  Page 4 of 4  
Revision: 9.0  Confidential Level: Green  


 
This Document cannot be modified without the approval of the Document Owner. 


This is a controlled quality document whilst remaining on the WesTrac Intranet, all other copies are considered uncontrolled and 
therefore may not be the relevant version. 


 


4 Further Information  
 
All employees and contractors who require further information or need clarification of anything contained in this Safe 
Work Procedure should contact the Workshop Supervisor Hydraulics. 
 


5 Accountabilities 
  


Compliance to Safe Work Procedure All Employees and Contractors  
 
Implementation & Review   Regional Manager - Central Operations, Central Operations 


Regional Manager - Sydney, Southern Operations 
Service Operational Manager – Guildford 


 
Approval of Safe Work Procedure Service Operational Manager – Guildford 
       
Monitoring  WesTrac Management, Internal Audit, External Audit 
 
Interpretation and Advice  Workshop Supervisor 
 


6 Related Documents  
 
This Safe Work Procedure may be read in conjunction with the following internal documents (i.e. Life Savings Rules 
Policy or other internal documents such as policies, procedures, forms or further instructions). 
 


Document Number Title 


WIN-NAT-HSEQ-0215 SWP - Operating Overhead Crane 


  


  


 


7 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Safe Work Procedure: 
 


Term Definition 
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STEEL DOGS AND WEDGES PROCEDURE  
 


1 Purpose 
 
To define the minimum requirements for the safe use of steel dogs and wedges on WesTrac owned and operated 
sites, to outline the specific requirements for the design and maintenance of steel dogs and wedges and to outline the 
requirements for welding and securing of steel dogs when used for metal fabrication and maintenance purposes.  
 


2 Scope 
 
This Procedure applies to all entities within WesTrac and all employees must ensure compliance. The requirements 
within this procedure apply to all fabrication, maintenance and welding tasks where the application of steel dogs and 
wedges is used to temporarily secure, hold, ‘dog down’ or align steel plates or other steel sections. 
 
This procedure does not apply to steel dogs and wedges that are specifically designed and generally used for the 
purpose of attaching cover plates, hatches or inspection and man holes on fixed plant or similar equipment that have 
fit for purpose applications and have been supplied by an original equipment manufacturer.  
 


3 Procedure 
 
The following mandatory requirements apply to this procedure: 
 


• All dogs and wedges shall be manufactured from either 250 or 350 grade mild steel. 


• All dogs and wedges shall be manufactured to a standard design, must be fit for purpose and be of an 
appropriate size for the required task. 


• All dogs shall be manufactured from a single piece of steel and shall not be fabricated in sections. 


• Under no circumstances are dogs permitted to become a projectile during dogging tasks and all dogs must be 
fitted with a suitable retainer that is specifically designed to catch and arrest the dog in the event of weld 
failure. 


• Dog retainers must be suitably attached to the job work piece so as to restrain the dog and prevent it from 
becoming a projectile in the event of weld failure. 


• All welds on dogs and retainers must comply with AS1554.1 (Structural Steel Welding – Welding of Steel 
Structures) or AS1554.4 (Structural Steel Welding – Welding of High Strength Quenched and Tempered 
Steels). 


• Personnel responsible for the welding of dogs and retainers must meet the competency standards as outlined 
in AS1554.1 – section 4.12. 


• The use of hydraulic pressing equipment with weld on steel dogs is not permitted and only steel wedges are 
permitted to be used when dogging steel plates or other steel sections when utilising weld on dogs. 


• The use of back to back wedges under dogs is not permitted and the correct size dog for the task must always 
be used. 


• Any dog or wedge that is bent, twisted, cracked, distorted or damaged in any way is not permitted to be used 
and must be destroyed and discarded to prevent any further use of the equipment. 


 


3.1 Steel Dogs 
 
For the purpose of this procedure, standard design dogs include ‘L’ dogs, ‘T’ dogs, ‘U’ dogs and ‘C’ dogs. 
On occasions it may be necessary to manufacture a different shaped dog, or a dog with a higher tensile strength than 
mild steel to meet the requirements of a specific task. On these occasions the manufacture of ‘special’ dogs is 
permitted, providing that they meet the requirements of this procedure and permission to do so is granted by the area 
or department manager or their delegate; 
 


• All dogs must be of a suitable size and shape to enable safe completion of the required dogging task. A 
suitable sized dog is deemed to be one that allows the work piece to be aligned with the use of one wedge 
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and also offers enough base length to allow sufficient weld length to securely hold the dog under the exerted 
pressure. 


• The thickness of the dog material must be proportionate to the work piece material. As guidance, all dogs 
should be at least as thick as the work piece material being dogged. 


• Apart from a retainer, no other item or material is to be attached to any dog by any means. 


• Any remnants of previous weld metal used to attach the dog to the work piece must be removed and the weld 
area must be ground clean before the dog is reused. 


• All dogs are to be regularly maintained to ensure they remain in good condition and all dags, nicks, cuts or 
bruised edges must be removed by grinding to prevent metal shards being ejected during use, or cut injuries 
to hands. 


• All areas must maintain an inventory of sufficient numbers of dogs, suitably sized and shaped for the dogging 
tasks relevant to their areas.  


 


3.2 Steel Wedges 
 


For the purpose of this procedure, standard design steel wedges are those which have a head at the rear of the 
wedge to prevent the wedge from fully entering under the dog. The head at the rear of the wedge also prevents the 
wedge exiting from the opposing side of the dog and becoming a projectile, as well as offering a larger hammer 
contact face; 
 


• All wedges shall have a slope angle of 10 degrees. 


• The thickness of the wedge must be proportional to the dogging task it is to be used for. Generally, wedges 
should be between 25mm and 50mm thick. Wedges thinner than 25mm should only be used for very light 
dogging tasks on thin material or narrow steel sections and care must be taken to ensure the wedge does not 
fall over and become a projectile whilst hammering it. 


• All wedges are to be regularly maintained to ensure they remain in good condition and all dags, nicks, cuts or 
bruised edges must be removed by grinding to prevent metal shards being ejected during use, or cut injuries 
to hands. 


• All areas must maintain an inventory of sufficient numbers of wedges, suitably sized for the dogging tasks 
relevant to their areas.  


 


3.3 Dog Retainers 
 


All dogs must be fitted with a suitable retaining device that is capable of preventing the dog from becoming a projectile 
in the event of weld failure whilst under pressure or when the dog is being removed by hammering; 
 


• Retainers shall be manufactured from steel in the form of chain or a wire lanyard. 


• Retainers shall be attached to the dog and work piece by either welding, bolting or pinning. 


• All methods of attaching retainers must be able to withstand the energy that could be expected to be exerted 
on the connection in the event of a dog weld failure.  


• Retainers must have enough slack in them to compensate for the movement of the work piece during dogging 
tasks and must not be allowed to become tight at any time. 


• Retainers must be kept at the shortest length possible to minimise the distance of travel of the dog in the 
event of a weld failure. 


• Retainers must be inspected regularly to ensure safe operating condition and replaced if any damage is 
detected. 


• Retainers must be positioned on the dog and work piece so as not to interfere with the job task, or where they 
can be damaged during the dog removal process. 


• All areas must maintain and inventory of suitable steel chain or wire lanyards to ensure compliance with this 
procedure. 
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4 Welding of Steel Dogs 
 


Attaching of steel dogs to the work piece by welding is the most critical part of any dogging and wedging task and as 
such, the following welding requirements shall be adhered to at all times; 
 


• All welding on Steel Dogs shall comply with Australian Standards AS1554.1 (Structural Steel Welding – 
Welding of Steel Structures) or AS1554.4 (Structural Steel Welding – Welding of High Strength Quenched and 
Tempered Steels) and welding competencies shall meet the standards as outlined in AS1554.1 – section 
4.12. 


• As a minimum requirement, one complete side of any dog must be fully welded to achieve a minimum holding 
strength. 


• When excessive force needs to be applied to any dog, consideration must be given to fully welding both sides 
of the dog to achieve maximum holding strength. 


• As a minimum requirement, all fillet welds on dogs shall be as outlined in AS1554.1, Table 3.3.5 Minimum Leg 
Length Size of Fillet Welds. (refer to appendix A) 


• Welding consumables used to attach steel dogs to the work piece shall have a minimum tensile strength of 
70,000 psi, with an American Welding Society (AWS) classification of E70 or above. 


• The tensile strength of any welding consumable used to attach steel dogs to the work piece must as a 
minimum match the tensile strength of the work piece. While it is recognised that many steel manufactures 
permit the use of a lower tensile strength welding consumable to be used for fabrication purposes of their 
products, the use of lower tensile strength consumables is not recommended for attaching steel dogs. 


• The work piece where steel dogs are to be attached must be thoroughly cleaned beforehand and all dirt, mill 
scale, rust, paint, hydrocarbons and carbon impregnation must be removed before welding. 


• Correct preheating of the work piece must be adhered to before welding commences, this is especially critical 
when welding on quenched and tempered, high strength or alloyed steels and wear steels. 


 
Note: Manufacturer’s technical data sheets for steel and welding consumables should be referenced to ensure correct 
preheats and consumables are used. 
 


5 General Dogging Technique 
 
The following outlines the correct technique to be used when conducting dog and wedge tasks; 
 


• All personnel involved in the task must ensure they remain clear of the line of fire and must not be located on 
the rear side of the dog, that being the side of the dog opposite to where the wedge is inserted under the dog, 
or in an area where they could be struck by a displaced wedge or miscued hammer blow. 


• Observation must be maintained to ensure the work piece continues to move with each hammer blow. If the 
work piece ceases to move, the task must be stopped and reassessed to determine if extra dogs are needed 
to share the load, or if the work piece needs to be modified to decrease the load on the dogs. 
 


            Warning: Overloading of dogs can lead to the dog weld failing which can create a projectile. 
 


• Where a single fillet weld is applied to one side of the dog only, ensure that the wedge is inserted and driven 
under the dog from the welded side. 


• Use a suitably weighted hammer to drive the wedge IE; the larger the dog and wedge, the larger the hammer 
should be. 


• Ensure that hammer heads are not ‘mushroomed’ and remove any mushrooming or burring before use to 
prevent ejection of metal shards from the hammer head. 


• Ensure hammer handles are in safe condition and that the head of the hammer is securely and correctly 
attached to the handle. 


• ‘T’ dogs should be used for dogging plug or slot holes or can be used between dual edges. Wedges must be 
applied to both sides of a ‘T’ dog. 


• ‘L’ dogs should be used for dogging plate or section edges where the dog can be welded directly to the 
adjacent work piece. EG: dogging a wear plate to the floor of a tray or bucket. 
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• ‘U’ dogs should be used when dogging narrow, heavy gauge steel sections so as to offer maximum holding 
strength. 


• ‘C’ dogs should be used when an open edge exists, IE: the open edge of a truck body or bucket, where the 
dog is used to wrap around the open edge. 


 
 


6 Accountabilities 
 
The below outlines key accountabilities for different roles in compliance with this procedure; 
 
Managers and Supervisors:   
 


• Ensure that this procedure is communicated to all personnel who conduct dogging and wedging tasks and 
that records of such are recorded on the branch or site training matrix. 


• Ensure that the requirements of this procedure are adhered to by all WesTrac and contract personnel at all 
times. 


• Ensure that any breaches of this procedure are fully investigated and disciplinary procedures are followed as 
required. 


• Ensure that only trained and competent personnel carry out dogging and wedging tasks. 


• Ensure that the following standards are understood and applied: AS1554.1 (Structural Steel Welding – 
Welding of Steel Structures) and AS1554.4 (Structural Steel Welding – Welding of High Strength Quenched 
and Tempered Steels). 


• Ensure adequate supplies of dogs, wedges and retainers are provided at each work area where dogging and 
wedging tasks take place and that adequate stock levels are maintained. 


• Ensure that all equipment used for dogging and wedging tasks is supplied, maintained and used as outlined in 
this procedure. 


• Ensure that any defective dogging and wedging equipment is removed from service, destroyed and disposed 
of. 


• Ensure that only equipment as outlined in this procedure is used for dogging and wedging tasks and that any 
non-compliant equipment is destroyed and disposed of. 


 
All Employees and Contractors: 
 


• Shall familiarise themselves with all aspects of this procedure and the related Australian Standards 
requirements. 


• Shall comply with all aspects of this procedure at all times. 


• Shall not use any non-compliant dogging and wedging equipment. 


• Shall report any damaged or defective dogging and wedging equipment to their supervisor and ensure this 
equipment is destroyed and disposed of. 


 
7 Related Documents  
 
This Procedure should be read in conjunction with the following internal documents: 


Document Number Title 


WIN-NAT-HSEQ-1008 SWP – Installation of Liner Plates In Truck Bodies 
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8 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Procedure: 
 


Term Definition 


Dog 
A specially shaped steel device used in conjunction with a steel wedge, that 
is designed to offer mechanical advantage to temporarily secure, hold, ‘dog 
down’ or align steel plates or other steel sections. 


Wedge 


A specially shaped steel device having one thick end that tapers to a thin 
end, that is driven between a dog and the work piece to gain mechanical 
advantage to temporarily secure, hold, ‘dog down’ or align steel plates or 
other steel sections. 


Retainer  
A steel chain or wire lanyard that is secured to a dog and the work piece 
that acts as a safety device to prevent a dog becoming a projectile in case 
of a dog weld failure. 


Dogging (for the purpose of this 
procedure) 


Is a task that involves the use of a dog, wedge and hammer to temporarily 
secure, hold, ‘dog down’ or align steel plates or other steel sections. 


Work Piece Steel plates or sections that require aligning or ‘dogging’ together. 


Fillet Weld Type of weld used to attach a dog to the work piece. 


AWS classification 
Internationally recognised American Welding Society codes used to classify 
and differentiate welding consumables.  


 


9 Document Amendment History  
 


Revision Date Description  
Prepared 


By 
Reviewed 


By 
Approved 


By 


1.0 14/06/2016 New procedure developed GA BM/GH BM/GH 


2.0 30/06/2016 
Related documents updated to now include 
Steel Dogs Wedges Procedure 


LG BM/G/H BM/GH 


      


Appendix A 
Below is a guide to the Australian Standard for minimum fillet weld leg length requirements, fillet weld terminology and 
fillet weld size and design. 


 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 



http://westracnet/DMS/ControlledDocuments/Steel%20Dogs%20%20Wedges%20Procedure.docx
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Appendix B 
Below are examples of standard design dogs and wedges. No specific dimensions are given for dogs and wedges as 
these will be governed by the requirements of a specific task. Details listed on the pictured examples only offer a 
guide for appropriate proportional scaling of dogs and wedges. 
 
 


 
 
 
 
 
 
 
 
 


 
 
 


Fillet Weld Size & Design 
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Standard Wedge 
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Appendix C 
Below are examples of chain type dog retainers. The style of dog retainer used will be governed by the style of dog 
used and the requirements of a specific task. 
 


 
 
 
 
 
 
 
 


 
 
 
 
 
 
  
 
 
 
 
 
 
 
 
  





		1 Purpose

		2 Scope

		3 Procedure

		3.1 Steel Dogs



		6 Accountabilities

		7 Related Documents

		8 Definitions and Abbreviations

		9 Document Amendment History






 


PROCEDURE 


Document Number PCD NAT HSEQ 0170 


Next Review Date 11th May 2022 


 Document Owner  GM – Safety, Security, Risk 


  
 


 
THERMIC LANCING PROCEDURE Page 1 of 11 
Revision 1.0 Confidential Level: Green 


 
This Document cannot be modified without the approval of the Document Owner. 


This is a controlled quality document whilst on the WesTrac Intranet, all other copies are considered uncontrolled and therefore 
May not be the relevant version. 


 


THERMIC LANCING PROCEDURE 
 


1 Purpose 
 
The purpose of this procedure is to outline health and safety requirements prior to conducting Thermic lancing in 
operational areas.  
 


2 Scope 
 


This procedure applies to all Thermic Lancing processes. Where multiple JHA’s have been conducted, it is recommended 
that the JHA is developed into a SWP for the specific thermic lancing process.  
 
This procedure is applicable to all thermic lancers, fire watch, supervisors and managers.  
 


3 Procedure 
 


Thermal lancing is the use of a consumable steel tube, packed with low carbon steel wires and one aluminium wire. The 
lance is attached to a 'lance holder/handpiece', which is connected to a suitable oxygen hose fitted through a regulator to a 
high-pressure oxygen supply.  


The thermal lance is initiated via oxy/fuel burning (oxy/fuel set), with oxygen then applied as the rapid oxidising agent. This 
achieves a combustion zone of approx. 4,000°c (72% the temperature of the sun’s surface), with such temperatures having 
the capacity to melt concrete, metals, ceramics. The chemical reaction between heated iron and pure oxygen is called an 
exothermic reaction. 


Thermic lancing is primarily used for the removal seized, steel pins. The process produces intense heat, excessive 
amounts of molten metal and toxic fumes and it is these characteristics that have the potential to cause serious injury to 
personnel and major damage to equipment. The process of thermic lancing also produces noise exceeding 110db(a), a 
process which requires class 5 hearing protection in conjunction with another method of hearing protection which 
attenuates noise emissions within a range of 70-85db(a). 


DO NOT attempt to use the equipment before reading and understanding the operator manual, and this Safe Work Procedure. 


Breaches of this procedure will result in disciplinary action that may lead to dismissal.  


3.1 PPE 
 


When working in this area the following Personal Protective Equipment (PPE) SHALL be worn: 
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Additional Information 


Lancer Fire Watch 


• Leather jacket, leather apron, welding gauntlets, 
welding snood that covers neck & shoulders.  


• Leather spats, leather pants (if required by JHA),  


• Ventilated welding helmet fitted with a P2 filter 


• Face protection: dark face shield with safety glasses, 
or clear face shield & oxy goggles, or ventilated 
welding helmet & safety glasses – (double eye 
protection in any case) 


• Heavy weight overalls. 


• Double hearing protection or equivalent to suitably 
attenuate noise emissions. 


• Fire resistant jacket 


• Leather gloves 


• Double hearing protection or equivalent to suitably 
attenuate noise emissions 


• If within 10m of task or in a poorly ventilated area, P2 
rated respiratory protection  


• If within 5m of task ventilated welding helmet fitted 
with a P2 filter 


• Clear face shield (during quenching) 


DO NOT share ventilated welding helmets, risk of biocontamination1 


3.2 Life Saving Commitments 


The following Life Saving Commitments apply to this task and must be adhered to at all times: 


     


Figure 1 : Possible Confined Space Risk 


HAZARDS 


• Fire & explosion. 


• Toxic fumes & dusts. 


• Burns from molten & hot metal, hot tooling & 
equipment, hot grease & oil. 


• Foreign bodies in eyes 


• Noise. 


• Dehydration, heat stress, heat stroke. 


• Equipment damage. 


• Line of fire 


Hidden hazards, behind where the lancing will occur must be considered in the risk assessment process. For 
example: lancing pins from a cabin can affect the Roll Over Protection System (ROPS) of the cabin, lancing pins 
from centre hitch on a dozer can affect the sump of the dozer. Always look beyond. 
 


3.3 Planning 


Before any lancing of pins takes place, all other efforts to remove the pins, including heating the bores, pressing and 
hammering the pins to free them must have been correctly attempted without success. Lancing is the last option to remove 
any seized pins. 


• A JHA MUST be completed before starting this procedure. 


• A Hot Work Permit MUST be completed. 


• Clear the work area of all combustible materials, as far as is reasonably practicable, material that cannot be 
removed or relocated SHALL be protected, this is to be documented in the JHA 


• Ensure that the work area is well ventilated. 


 
1 COVID-19 – WesTrac Controls 
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• Have at least two dry chemical fire extinguishers on hand and a charged water hose ready for use  
(NOTE: fire hoses are not permitted to be used, as the drainage of fire water reserves may activate emergency fire 
services to site) 


• A second person is to stand as a fire watch during the lancing process with a charged water hose ready to use at 
all times. 


• Work area is to be barricaded off and “HOT WORK IN PROGRESS” signs erected around the job. 


• Do not operate this equipment unless you have the appropriate skills and training and you are fully aware of all the 
hazards associated with this process. 


3.3.1 Training and Engagement 


Verification of competency shall be conducted by the manager/supervisor prior to authorising the worker to conduct the 
task. Workers are to have completed: 


Who Requirements Description 


All Dangerous Goods Online Induction Online Induction Portal 


All Safety Data Sheets Access to ChemAlert or SDS folder 


All Emergency Management Plan Training  


Supervisor/Fire Watch/Lancer Accredited First Aid An available trained First Aid person 
to be available 


Lancer Boilermaker Trade Certificate with 
MEM05008 


Perform advanced manual thermal 
cutting, gouging and shaping (or 
equivalent) 


Lancer and Fire Watch MDG25 Safe Cutting & Welding at 
Mines Awareness Training (NSW 
Mines and Petroleum Sites) 


NSW Mine Site personnel only 


 WA Mine site training required WA Mine Site personnel only 


Lancer WesTrac Pty Ltd – Thermic Lancing Internal training package 


 
3.3.2 Exemptions 


In the event of a 'Total Fire Ban' - Hot work is permitted in a designated Hot Work Area  


Total Fire Ban permits/an exemption can be issued where work is required outside of a designated hot work location (with 
exception to a catastrophic rating) 


• mine sites may be exempt - workers are to check with the Mine Operator or the Government Gazette to identify if 
an exemption to operations has been permitted.  


Minimum requirements: 


• Notification to the fire department 24 hours in advance 


• if within 3km of land managed by the department of Biodiversity, conservation, and attractions notification to the 
local district/council and service provided 24 hours in advance 


Conditions: 


• Welding screens surrounding the hot work and that prevent the escape of hot sparks or particles (AS3957/ 
AS4839) 


• Ground clearance of inflammable materials and dampened down 


• 2 x Approved fire extinguishers (2A-10B:E fire rating with a minimum 9L capacity 


• Fire detection officer (WA)/Fire watch person with fire extinguisher operation 


• Hot work within 30m of bush/crop/pasture/grassland etc. shall be supported by water tanks mounted on firefighting 
vehicles (size of tank is dependent on the fire danger) 


• Fire watch shall be maintained for a minimum of 30 minutes after the completion of the hot works. 
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3.4 Preparation 
 
3.4.1 Documentation 


Complete paperwork for thermic lancing –JHA & Hot Work Permit. Ensure emergency and evacuation procedures have 
been established and workers are aware of the conditions.  


3.4.2 Isolation 


Isolate all equipment and test for dead/depressurise systems. Equipment is to be parked in a fundamentally stable position 
and chocked. Install a personal danger tag for the thermic lancer and fire watch.  


If the task cannot be completed, the out of service tag shall be implemented with suitable hard barricading and danger tape 
to prevent personal exposure to hot surfaces. Barricading shall have information tags installed to highlight risk. 


3.4.3 Inspection 


Personnel are to consider the release of fumes from thermal lancing, which can include iron oxide fume, ozone, aluminium 
fume and dust. Boilermakers should position themselves out of the stream of fume. 


Particular consideration should be undertaken for confined space management. Where applicable the WesTrac confined 
space permit shall be executed. Under these circumstances, artificial ventilation should be considered. 


Inspect ventilation and/exhaust systems. Ensure ventilation of the area is adequate. Turn on any exhaust systems (if 
installed/available). Ensure safety data sheets are available for workers to review.  


Note: P2 respirator (Airflow or equivalent) shall be worn by the operator and potentially the fire watch depending on their 
distance from the task during observation. Note: it is recommended that fire watch within a 5m radius of the task wear an 
Air flow helmet throughout the duration of the task. If this cannot be achieved, consideration of their proximity to the task 
should be captured in the JHA.  


3.4.4 Housekeeping 


An approved hot work area should be used where practicable. Workers are to identify any potential flammable or 
combustible materials in the area, including rubbish, paper or dust that could be potential fuel sources or produce dust 
explosions. Remove, so far as reasonably practicable, any flammable or combustible material found, or otherwise provide 
non-flammable covers or screens to control sparks and flash. 


3.4.5 Working at Heights 


Where work is conducted above 1m, fall prevention shall be installed. It is recommended that platforms/scaffolding or a 
scissor lift is used. Workers shall be trained in Working at Heights and if working off a scaffold in excess of 4m in height, a 
scaffold inspection tag has been installed by a licenced scaffolder.  


3.4.5.1 Line of fire – Lancing & Quenching 
 


 


Lancing - Access platforms are to be orientated to allow for visibility when conducting the first cut and ensure 
adequate drainage of slag material from the lancing operations 
 
Quenching – Access platforms are to be orientated to eliminate potential line of fire trajectory (pin assemblies, 
beam/plates) with the positioning of the lancers head, torso or lower body in the event that a sudden release occurs 
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3.4.6 Barricading 


Install barricading to prevent/limit personnel and vehicle traffic in the area. Barricading and signage ‘HOT WORK IN 
PROGRESS’. Ensure that walkways are not obstructed in the event of an emergency.  


3.4.7 Inspection of Plant 


An assessment of the potential for explosion and/or pressurisation is to occur, whereby any compartments in which are 
restricted from naturally ventilating are identified. For example, pin bores with rear collets are to have collet removed prior 
to lancing, with capacity for full/unrestricted ventilation across the whole cross-sectional area of the bore 


Compartments/voids behind component being lanced are clear across their entire cross-sectional area and can 
vent to atmosphere without restriction. 


 
Check that any grease or oil lines have been removed from the pin and that any excess grease or oil has been removed 
from the pin to minimise the risk of explosion. Exercise extreme caution when lancing pins that have had grease or oil lines 
feeding into them. 


3.4.8 Protection of Plant, Equipment or Structures 


Locate and protect plant, equipment or structures that have the potential to be damaged by sparks or molten metal in the 
line of fire (e.g. hydraulic hoses, hydraulic cylinder rods, grease lines, electrical cables and glass), and if reasonably 
practicable isolate, all services 


• Erect a steel plate in the intended line of fire of molten metal to fully eliminate potential to damage components (6-
8mm steel plate as minimum) 


• Where not practical, install heat matting (fire resistant material) 


• If pin removal from dozer track groups is occurring the dozer sump must be protected with 50mm steel plate 


Where there is potential for radiant or convected heat and/or direct ejection of molten metal onto the tyres, ensure they are 
removed prior to work taking place.  
 
3.4.9 Set up Emergency Equipment 


• Workers are to set up and ensure access is available to the following equipment: 


• 2 x Dry Chemical Extinguishers 


• Water hose 


Access to: 


• Safety Shower & Eyewash 


• Burns Kit 


• First Aid Trained person within the vicinity 


• Safety Data Sheets 


3.4.10 Inspection of Equipment 


• Set up the oxy bottle for the lance and ensure that the bottle is secured in a trolley, set up a second oxy/acetylene 
set for lighting the lance. 


• Firstly, check that all hoses, regulators and the lancing torch are in good, safe working order. Do not use faulty 
equipment! Tag it out and report the fault to your supervisor immediately 


• Cylinders inspected, tested and stamped by supplier 


• Ensure gas cylinders are not damaged and fitted with flash back arresters as required. When not in use ensure 
valves are closed and cylinders are secured and stored in an upright position 


• Check that the lancing torch rubbers are in good condition and that the rubber compression washers are in place. 
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• Connect the lancing torch to the oxy regulator via a 10mm diameter oxy hose and high flow flash arrestor as 
required. 


• Close off the torch valve, open the oxy bottle and regulator and check for pressure hold and leaking hoses and 
connections. Repair hoses or tighten connections as required if any leaks are detected. 


• Open the torch tap, check the oxy flow and adjust the regulator pressure to an optimum operating pressure of 
420kpa – 450kpa. Do not exceed 600kpa pressure. The lancing process relies on gas volume, not high gas 
pressure and the use of too much pressure will cause the lancing rod to be ejected from the torch. 


3.4.11 Selection of Equipment 


Select correct rod for thermic lance torch: 


• For pins that are 75mm diameter or smaller use the small lancing torch with 6mm or 10mm diameter rods. 


• For pins that are 75mm diameter or larger use the large lancing torch with 16mm diameter rods. The 16mm rods 
can be cut in half to make them easier to handle if required.  


Do not insert the cut end of the rod into the torch as the ragged edge of the rod will damage the rod retaining rubber in the 
torch. Also ensure that the rod does not become blocked after it is cut as this will restrict the oxy flow and will increase the 
chance or the rod being ejected from the torch when the oxy tap is turned on. 


3.5 Operation 
 
3.5.1 Positioning 


A) Select positioning to achieve comfortable ergonomics without operating in the overhead position. Cutting 
operations can be conducted allowing visibility to accurately remove slag, however whilst quenching, the lancer 
shall position themselves out of the line of fire.   


B) The rod is required to be directed through the centre of the pin without deviating from the centre axis of the pin. The 
direction of the first hole through the pin is critical to the success of the procedure. A length of angle bar or pipe 
tacked to the centre of the pin and square to the pin head will assist in developing the first hole as it acts as a rest 
and guide and will assist in steering the rod straight for the first cut. Once a through hole has been established the 
guide can then be removed. 


C) Bore holes in an inclined upward direction to aid into slag flow and removal 
D) Loosen the rod retaining head nut on the torch head and insert the lancing rod all the way home into the torch and 


retighten the rod retaining head nut. The nut should only be firmly hand tightened. Check that the rod is held in the 
torch firmly by trying to pull the rod from the torch by hand. If the rod is not being held tight in the torch, check that 
the rod is fully inserted, check that the retaining rubber and compression washers are the correct size for the rod 
and are in their correct position in the torch. Replace any damaged or worn rubbers. 


E) The operator should position themselves out of the fume areas where possible. Have the extraction system shifting 
the fumes away from the operator. 


3.5.2 Lance Ignition 


A) To light the lance, have the fire watch person ignite the oxy/fuel torch and set it at a neutral flame. Then slightly 
open the oxy tap on the lance torch to allow enough oxygen flow through the rod to start the combustion process. 
Hold the oxy/fuel torch flame on the open end of the lance rod so as to commence burning the end of the rod. 
When this happens, the end of the rod will start to sparkle and burn. At this point only allow enough oxy flow 
through the torch to maintain the slow burn on the rod. Have the fire watch person move clear of the area and 
extinguish the oxy/fuel torch and then man the water hose.  


Always ensure that the ignited lancing rod is never pointed in the direction of any personnel or items of 
equipment that are not being lanced 
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3.5.3 Boring, Cutting and Severing 


A) Position the lance rod so that it is aiming at the centre of the pin and in a direct line through the centre axis of the 
pin. Gently open the oxy tap on the torch fully and commence to push the rod into the pin. 


B) The technique used for driving the first hole is to push the rod into the pin and then retract it slightly to allow the 
molten metal to escape around the rod, then push the rod in further and retract it slightly, then push it in further and 
slightly retract it again. Maintain this action until a hole has been pierced right through the pin. You will generally 
need to replace the rods a few times before you will succeed in piercing the first through hole. Light each and every 
lance rod as previously explained taking care not to open the oxy tap too far until the rod is directed into the pin 
hole. 


C) Take extra care while piercing the first hole as all the molten metal will be ejected from the pin back towards you. 
Do not panic, full and correct use of your PPE will protect you from molten metal splash. 


D) Once the hole through the pin has been established, further lancing can then be done by pushing the rod through 
the pin without the need to slightly retract it. Maintain steady forward pressure on the rod as you slice away at the 
edge of the hole. 


E) With each and every consecutive cut through the pin, the cut must go completely through the pin without stopping, 
so as to eject all the molten metal out the back of the pin so it doesn’t build up inside the lanced hole.  


F) Be careful not to drive the lance rod too far past the rear of the pin and into any materials or components that may 
be in proximity to the rear of the pin, i.e.: chassis rails, wheel hubs, etc.    


With an un-utilised lance rod insert into the opening, measuring the distance of penetration. This will provide an 
indication of distance travelled 


             
G) Each consecutive cut through the hole needs to be adjacent to the previous cut, working your way around the 


circumference of the hole so as to enlarge the hole evenly and in a layered fashion. 
H) Maintain this cutting pattern until approximately half of the pins outside diameter has been removed from the centre 


of the pin. The more material that can be removed from the pin, the greater the shrinking effect will be. 
  


*important* before quenching of the pin commences check for cavities and voids where steam may become 
trapped. Due to the rapid expansion of the steam and the energy it creates it has the potential to eject the 
pin uncontrollably. If there is a risk of ejection of the pin due to the rapid expansion of steam do not continue 
and inform your supervisor.  


 
I) Severing process must be undertaken creating a molten metal flow away from the lance direction with the severing 


action pushing the mitten metal away this process has less inherent risks compared to boring. 


3.5.4 Quenching 


a) Where quenching is to take place, the following checks must first be validated: 


There is nil void/cavity behind the assembly which could pressurise? Unrestricted ventilation is achievable 
across the entire cross section of the bore (consider slag blocking opening post lancing)? 


 


b) If the checks can be validated, quenching of the mechanical element may take place. 


HAZARDS: Rapid steam expansion causing ejection 


The following controls must be met prior to quenching: 


• Stand clear of ejection zone, delineating surrounding work area (line of fire hazard) 


• Insert lance through opening to confirm clearance and no obstruction for full length of component 


• Communication to the work party of intent to quench and confirmation of area clear 


• Utilise water at LOW FLOW, reducing volume in which can super heat 
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C) Once the pin is cool to touch, recommence pressing or hammering the pin free of the hole. 


D) If the pin still does not move after quenching, commence lancing more material from the centre of the pin in the 
same fashion as previously described, being very careful not to go through the edge of the pin and into the bore.  


E) If using the large lance and the hole in the pin is getting close to two thirds of the outside diameter of the pin and 
the pin still does not move, use the small lance to open up the hole further. The smaller lance is easier to control 
and will remove less material and will help prevent any blow through on the sides of the pin. 


 
3.5.5 Hand Over/Pin Self-Cooling 


In the event that quenching is not practical, the area is to be barricaded off and an information tag attached to the 
equipment’s isolation point documenting the hot surface hazard. A post work inspection for smouldering material shall be 
conducted prior to leaving the area (e.g. for a break, end of shift or completion of work every 10minutes for 30 minutes). 
Information is to be relayed to the supervisor on shift to hand over to the oncoming crew (if applicable). 


Note: Pins may take up to approximately 12 hours to cool.  


3.5.6 Pin Removal 


Hammer out pin from the hole ensuring use of a soft hammer. Ensure that no workers are within the drop zone of the 
pin/within range of debris or potential metal shards.  


3.5.7 Fire Watch Duties 


• Control the lighting of each lancing rod with the oxy/acetylene set. 


• Hold the water hose in your hand while lancing is in progress, keep a good lookout for any fires that may start and 
wet down any spot fires immediately. If a fire hydrant is used as a quenching hose or fire control, ensure the hose 
reel is not pressure alarmed. (a pressure alarmed reel automatically alerts the fire brigade who will assume there is 
a fire and dispatch a fire tender to the site) 


• Quench off any hot materials that may build up around the work area. 


• Keep the work area clean and safe, dispose of used lancing rods and other trip hazards and ensure that all 
equipment being used does not come into contact with and molten or hot materials. 


• Keep anyone not associated with the task away from the danger zone and outside of the barricaded area. 
 


3.6 Photos 


Fire Watch PPE 
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Lancer PPE 


   
 


4 Responsibilities 
 
Area Managers 


• Ensure areas are risk assessed for Thermic Lancing locations 


• Ensure designated areas are provided for thermic lancing with appropriate ventilation.  


• Ensure resources and PPE are available to complete the task safely 


• Ensure workers are provided with training in Thermic Lancing processes 


• Appropriate supervision and emergency response is provided 


• Monitor effectiveness of controls 
 


Supervisors 


• Review worker JHA to ensure controls align with or supersede this procedure 


• Verify competency for conducting thermic lancing tasks 


• Schedule other tasks away from thermic processes 


• Communicate task to be conducted and risks at the beginning of the shift with other workers 


• Ensure a First Aider is available in the work area prior to commencing task 


• Verify and monitor implementation of controls 
 
 


First Aid Person 


• Ensure burns kit is available and verify personal competency to manage burns associated with Thermic Lancing 
 


Lancer 


• Ensure fire watch is aware of exclusion zones and tasks required 


• Notify other personnel of noise hazard and hot work prior to conducting tasks. Workers within a 10m radius are to 
be notified that Class 5 hearing protection is required. Also advise that a P2 mask may be required where 
environmental conditions change, which could result in engulfment in lancing fumes. 


• Draft JHA and ensure first aid person and fire watch are aware of their tasks 


• Monitor and control risks associated with Thermic Lancing 


• Ensure PPE is fit for purpose and worn correctly  
 


Fire Watch 


• Follow instructions from the Lancer 


• Consult and provide feedback to Lancer where required 


• Ensure all hot surfaces are maintained within the exclusion zone 


• Prevent other workers from entering the exclusion zone 
 







 


PROCEDURE 


Document Number PCD NAT HSEQ 0170 


Next Review Date 11th May 2022 


 Document Owner  GM – Safety, Security, Risk 


  
 


 
THERMIC LANCING PROCEDURE Page 10 of 11 
Revision 1.0 Confidential Level: Green 


 
This Document cannot be modified without the approval of the Document Owner. 


This is a controlled quality document whilst on the WesTrac Intranet, all other copies are considered uncontrolled and therefore 
May not be the relevant version. 


 


Workers 


• Stay away from exclusion zones 


• Wear Class 5 hearing protection if within a 10m radius of the work location 


• Obtain a P2 mask if instructed to, if not, notify supervisor to restructure work processes.  


5 Reporting 
 
Report directly to supervisor where deviation from the approved JHA is required. All incidents are to be reported 
immediately to the line supervisor and recorded into OnTrac.  
 


6 Further Information  
 
All workers and contractors who require further information or need clarification of anything contained in this Procedure 
should contact the HSE Manager. 
 
Breaches are to be recorded in OnTrac for investigation. 


 


7 Accountabilities 
  
Compliance to Procedure Area Manager, Supervisor, Thermic Lancer, Fire Watch, First Aider and Workers 


within the vicinity 
 
Implementation & Review   SME Thermic Lancers/HSE Advisor/Training Advisor  
 
Approval of Procedure   GM – Safety, Security, Risk 
      
Monitoring  Shift Supervisor/Area Manager 
 
Interpretation and Advice  HSE Manager 


 


8 Related Documents  
 
This Procedure should be read in conjunction with the following internal documents (i.e. internal documents such as 
policies, procedures, forms). 
 


Document Number Title 


PCD-NAT-HSEQ-0137 Hot Works Procedure 


PCD-NAT-HSEQ-0103 Job Safety Analysis Procedure 


WIN-NAT-HSEQ-0221 SWP – Thermic Lancing (Superseded by this document) 


 
This Procedure should be read in conjunction with the following legislative or compliance guidelines (if required): 
 


Title Description  


WHS A Primary duty of care (s19) 


WHS R Noise (cl56-59) and Airborne Contaminants (cl56-59) 


AS/NZS 1269 Occupational Noise Management 


AS1715 Selection use and maintenance of respiratory protective devices 


AS1716 Respiratory Protective Devices 


AS3957 Light-transmitting screens and curtains for welding operations 


AS4839 The safe use of portable and mobile oxy-fuel gas systems for welding, 
cutting, heating and allied processes.  


 



http://westracnet/DMS/_layouts/DocIdRedir.aspx?ID=SAUJQW36JXPQ-27-378

http://westracnet/DMS/_layouts/DocIdRedir.aspx?ID=SAUJQW36JXPQ-27-284
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9 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Procedure: 
 


Term Definition 


JHA Job Hazard Analysis 


SWP Safe Work Procedure 


ROPS Roll Over Protective System 


COVID-19 Coronavirus Disease – a disease which was released in 2019 which resulted in a pandemic 


 


10 Document Amendment History  
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Reviewed By 


Approved 
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1.0 06/05/20 


Transfer of existing SWP to procedure 
template. Review document to align with 
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New Sections: 
-Responsibilities 
-Reporting 
-Accountabilities 
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TORQUE MARKING PROCEDURE 
 


1 Purpose 
 


The purpose of this Procedure is to clearly outline the correct torque marking of all fasteners. It must be used in conjunction 
with department specific procedures, Safe Work Procedures (SWP), Service Information System (SIS) Documentation and 
Caterpillar Service Letters. 


 


2 Scope 
 


This Procedure applies to all entities within WesTrac and must be used to meet compliance with the WesTrac Quality 
Management Policy.  


 


3 Procedure 
 
All hardware including bolts, nuts, plugs, fittings and clamps are required to be marked when fitted and torqued to their 
specific torque or standard torque in conjunction with the relevant standard work being followed to complete the task. 
 
All CAT hardware general information and recommended standard torque specifications can be found on the Cat Service 
Information System (SIS), Media Number SENR3130. 
 
Ensure the following is performed before and throughout the Procedure: 


• Read all relevant documents and instructions (e.g., Safe Work Procedures and/or Standard Work Instructions), 
understanding the necessary steps and using the required tooling and personal protective equipment. 


• Follow all steps in SWPs, SIS documentation and Caterpillar Service Letters including the correct use of lubricants 
or sealants used on fasteners. 


• Ensure torque tooling used is registered with the WesTrac Calibration Department and has been calibrated (refer 
POL-WA-SER-0001). 


• Calibrated torque tooling needs to have a current Calibrated Sticker (FTT-NAT-CAL-0037) attached. 


• Daily calibration checks to be conducted prior to use of tooling, where equipment is available. 


• Surface needs to be cleaned and dry for clear marking of torqued hardware. 


• Use Contact Cleaner or suitable cleaning solvent to remove existing paint marker marks if torqued hardware needs 
to be removed and refitted again later. Refer to Chemalert Safety Data Sheet for product information.  


• Use of a UNI Paint Marker that is of a high contrast against the marked surface. 
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3.1 Pre-check Standards  
 


3.1.1  
Calibrated torque tooling needs to have a current Calibrated 
Sticker (FTT-NAT-CAL-0037) attached. 
Refer: to Calibration Policy (POL-WA-SER-0001) 


 


3.1.2  
Daily calibration checks are to be conducted prior to use of 
tooling, where equipment is available. 


 
3.1.3  
Use of UNI Paint Marker that is of a high contrast against 
the marked surface. 


 


3.1.4  
Use Contact Cleaner or suitable cleaning solvent to remove 
existing Paint Marker marks if torqued hardware needs to 
be removed and refitted again later. 
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3.2 Hardware with a Single Torque Setting 
 


If the hardware has a single torque setting, then the 
hardware must have a single line across the head or 
surface of it when torqued. 


 
When a jam nut fitting or elbow fitting is torqued, the Paint 
Marker needs to be marked across the fitting and body. 


  
 


  


 


3.3 Hardware with an Initial Torque and a Final Torque 
 


If the hardware has an initial torque and then a final torque, 
then the hardware must have a single line across the head 
or surface of it when the first torque has been completed. 
 
Then after the final torque is complete it needs to have 
another line going through the first creating a cross to show 
it has had the final torque completed. 
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3.4 Hardware that Requires an Initial and then a Torque Turn 
 


3.4.1  
If the hardware requires an initial & then a torque turn, then 
the hardware must have a single line from the centre to the 
upper most point of the head or surface of it after the first 
torque.  


 
 


 


3.4.2  
Then a line needs to be placed on the component at the 
point you need to turn the hardware to. 


 


 


3.4.3  
When the torque turn is complete the line on the hardware 
and the line on the component will line up showing it has 
been torque turned. 


 
Note: It is a good idea to mark your socket at the same 
point as the hardware to be able to see the marked point 
without keep removing the socket. 
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3.5 Hardware that Requires a First Torque and a Second Torque and then Needs to be Torque Turned 
 


3.5.1  
If the hardware requires an initial torque, second torque & 
then a torque turn, then the hardware must have a dot in 
the centre after the first torque.  
 


 
 
 
 
 


3.5.2  
Then a horizontal line across the hardware after the second 
torque and a line from the dot to the upper most point. 


 


 
3.5.3  
To torque turn the fastener, a line needs to be placed on 
the component at the point the hardware needs to be 
turned to. The line on the hardware and the component will 
line up when the torque turn is complete showing it has 
been torque turned. 


 


 
 


  







 


PROCEDURE 


Document Number PCD NAT SER 0028 


Next Review Date 29th January 2023 


 Document Owner  Service Operations Manager 


  
 


 
Torque Marking Procedure Page 6 of 8 
Revision 1.0 Confidential Level: Green 


 
This Document cannot be modified without the approval of the Document Owner. 


This is a controlled quality document whilst on the WesTrac Intranet, all other copies are considered uncontrolled and therefore 
May not be the relevant version. 


 


3.6 Hardware that is Torqued with an Automated Tooling (e.g., Multi-Spindle, Rad-Gun, etc.) 
 


3.6.1  
When using an automated tooling to carry out a torque 
sequence, it is still good practice to mark the hardware so it 
can be seen that it has been completed and not rely on the 
data needing to be gathered from the automated tooling to 
check if it’s been torqued. 
 


 


3.6.2  
Mark component with an “X” to show that the torque 
sequence has been done.  


 


 


3.6.3  
Carry out a torque check specified in the SWP on a random 
number of bolts and mark the bolt that had the torque 
check done. 
(e.g., At least 1 per cylinder head and alternate the 
position to confirm all servos are checked.) 


 
Note: The marking procedure in this work instruction 


should always be followed unless there is a specific 
torque and marking procedure in the standard work 
being followed for the task you are carrying out. 


 


  


Randomly torque 
Checked and marked 
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4 Responsibilities 
 
All WesTrac employees and contractors are required to follow this Procedure when a torque is applied to fasteners during 
an installation/assembly of a component.  
 


5 Reporting 
 
All torqued fasteners must be marked with a high contrast UNI Paint Marker, following the torque specification stated by the 
relevant documentation. 
 
When applicable, actual torque settings and torque tooling must be recorded in a document alongside employee signoffs 
for verification and quality assurance purposes. 
 


6 Further Information  
 
All employees and contractors who require further information or need clarification of anything contained in this Procedure 
should contact the Supervisor and Leading Hand. 
 
Breach of this Procedure will result in non-compliance to the WesTrac Quality Management Policy, as well as the potential 
for injury and equipment failure, all of which may result in disciplinary action (PCD-NAT-HR-0039). 


 


7 Accountabilities 
  
Compliance to Procedure  All Employees and Contractors here 
 
Implementation & Review   Service Operations Manager 
     HSEQ Systems Business Partner 
 
Approval of Procedure   Service Operations Manager 
      
Monitoring  WesTrac Management 
 
Interpretation and Advice  Supervisor 
     Leading Hand 
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8 Related Documents  
 
This Procedure should be read in conjunction with the following internal documents (i.e. internal documents such as 
policies, procedures, forms). 
 


Document Number Title 


CTA-NAT-HSEQ-0003 Quality Charter 
PCD-NAT-HR-0039 Counselling and Disciplinary Procedure 


FTT-NAT-CAL-0037 Calibrated Sticker 


POL-WA-SER-0001 Calibration Policy 


POL-NAT-HSEQ-0016 Quality Management Policy 
 
This Procedure should be read in conjunction with the following legislative or compliance guidelines (if required): 
 


Title Description  


ISO9001:2016 Quality Management Systems - Requirements 


SIS SENR3130 Torque Specifications – Torque Marking (Best Practices) 


  


 


9 Definitions and Abbreviations 
 
The following definitions and abbreviations are used throughout this Procedure: 
 


Term Definition 


SWP Safe Work Procedure 


SIS Service Information System 
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WELDING PREHEAT CHECKLIST 


Item:  Job Number:  


Customer:  Acceptance Criteria:  


Drawing/Procedure Number:  Serial Number:  


1. Pre-heat areas should extend a minimum of 100mm from all sides of the weld joint. 


2. Heaters to be always kept on the fabrication , maintaining the minimum required pre-heat of :           °C 


Weld Description or Location Date Time Temp °C 
Photo 


Taken 
EMP # Signature 


       


       


       


       


       


       


       


       


       


       


       


       


       


       


       


       


       


       


       


       


       


 





