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PRE MACHINING NOTES:

P1.

P3.

P3.

P4,

CHECK THE AS-BUILT PERPENDICULARITY BETWEEN THE GUSSET PAIRS AND THE BASEPLATE.

SEE NOTE P3

SECTION 19C (17 C)}

STAND WELDMENT
VIEW FROM TOP

SETUP AND INSPECTION PAD

MACHINING

VERIFY THAT THEY ARE WITHIN .06 PER SECTION VIEW 8A.

MACHINE { FACE ) THE BOTTOM OF THE BASEPLATE REMOVING THE MINIMUM STOCK FOR FULL

CLEANUP. SEE VIEW 17C.

IF GUSSETS ARE WITHIN TOLERANCE, INDICATE OFF OF THE AS-BUILT INSIDE SURFACES

OF THE GUSSETS APPROXIMATELY 1,00" ABOVE THE BASEPLATE TO ESTABLISH DATUM "C"

AS SHOWN IN VIEW 17C AND VIEW 19C.

IF THE GUSSETS ARE NOT WITHIN TOLERANCE, CONTACT PSNS CODE 2370 FOR EVALUATION.
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Ihis dratng provides a torque-based proof test procedure for UNC-28 Safety Hoist Ring (SHR) threaded lit
holos and NDT procedure for welded lifting attachments

f Test Procedure For Threaded Lift Holes (This ap
t welds. such as that shown in Figurcs 2B and 4B)

0 ift point which has no

The test applics to the Safety Hoist Rings fisted in Tabl: 3B only, and is valid only for lit hotus of sul
thread deph (Table 3B) in base matorial, the matenal ield stress of which is greater than or cqual to 3
psi. The test bol, nut and washer that comprise the et apparatus must comply; with the specifications of Table
£A and with the dimensions of Table 3B for the hole being tested. Certificate of Compliance is required for all
test hardware. Before cach test. inspect the threads of the bolt and the aut to ensare they are free of lubrication.
aiet and debris. Clean as necessary. Mspect thrcads for signs of distortian or wear. Ifdistortion or wear is
deteoted on ans one of the three components of the test apparatus (bolt. mut or washer). obtain a new test b
nut and washer for the test.

A Thread the nut omo the cap screw until th leading surface of the nut s at
cngagement as listod in Table 3B. The tolerance on thread engagement is
tolerance of i in. (See Figure 2B)

required length of thrad
<% with a minimum

B. Apply frush Molskotc™ P37 {or equivalent) lubricant to the thrvads above and starting at ths leading.
surfoce of the mat (Se Figure 2B Thread the nut fully onto the lubricated threads of the bolt and apply
Iubsicant 1o the traiting surface of the nut. Do not lubricate the threaded hole.

Inspect he iR ol thrcads for lubrication. dirt and debris. Cloan as necssary  Install the proof test
assembly (cap scres, nut and washer) into the tapped hole 10 the required depth of engagement listed n
Table 38

D. While restraining the cap screw. torque the mut fo the torg
Re-cheek the torque on nut:

sicd in Table 3 (i tolerance is

E After ten minutes. remove the proof st assembly. In this arrangement, only the portion of ¢

he cap seres that engage the mut is lubricated. The cap screw throads that angage the tapped hole of the
ubricated Remove tubricant {1 visual confirmation of removal required) from
tapped hole surfaces at ion of proof testing

F. Porform a visual 1 inspection of the accessible area for damage or deformation. Inspect ini
for residual lubrication. dirt and debris. Clean as necossary. Inspect thrcads for signs of damage o
deformation. Perform & 2B GoNo-Go gauge check of the lift hole. The No-Go acceptance cri
that the No-Go gauge docs ot enter the material mor than thrce comp!
oino-go gauge check and show no signs of cracks. permancnt distorton or other damage

Table 3B

Sue Table 3A for test apparatus specifications

SHR & test thread size
/SHR rated lgad (Lbs)

Thread Engagement
Steps A & C

‘Minimum bolt fength*

Gomeral Noted Test iorque Step D

5/16-18 UNC / 800 bs 15in

3 UNC 2,500 lbs,

S/8-11TUNC / 4,000

2-4 112 UNC /30,000 Ibs.

far)

* Nate: Bolt length does nor include thickness of the head.

Table 3A
Test hardvare specification. See General Note 2
Description .

Name

Specification

st ol

1 I'Test nut
| |Test washer

Socket Head Cap Serew, UNC2A or UNC3A_ |ASTM AS?4, ANSIBIS3
Heavy Hex nut, UNC-2B ASTM A94/A Girade 2H

Rardened washer ASTM F436 Type | circuar

See Proof Test Procedure, Step B.

Lubris

te underside of nut. Do not apply

lubrication below this point

Thread
Engagement,
Table 3B

A. NAVSEA TECHNICAL PUBLICATION T9074-AS-GIB
Requirements For Nondestructive Test

B. MIL-STD-2075. Nondestructive Tes

L

—Base material
(see figure 4B)

Figure 2B

Torque-based proof test amangement

References

g Mothods

Acceptance Criteria

270 (TP-271),

B
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84 M. Sorna
10-3-03

'S\l Kinenian

Added requirement for Certificate of
Compliance on test hardware in
General Note 2; added test apparatus.
specifications for 5/16-18 Safety

Hoist Rings in Table 3B; corrected
table reference for Thread
Engagement dimension in Figure 2B

"IN Flono

10-3-03

-26-04

18t M. Soma
-26-04

[S+J Kinernan|

Added UNC-3A option to the test
hardware specification for the Po-1
bolt in Table 3A. Clarifying footnote
added to Table 3B

WS\N. Florio

-26-04

1. Changed title of DWG and added
Sheet 2 to include NDT

5o procedures for welded ffting P

5g attachments £ o
el & 2. Reformatted Notes 1 &2 &3

—le 3. Added References A & B - &)

% g

? 12370 21 Concurrence: 2

\S\_G. Holmes _1029-09

5 7 Changed General Note 4o P

m = include aluminum. m -
NEE a5
DY~ = ©/2370.21 Concurrence: —a
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! READED LIFT HOLE 1
(FOR A SHR)

THREADED LIFT HOLE
(FOR A SHR)

SEE NOTES 3B & 4B

FIGURE 6C:
LIFT LUG TYPE - WELDED LIFTING ATTACHMENT
INSPECT IAW NOTE 3 (OR 4)

FIGURE 5C:

— =
|
|
|
|
|
4

General Notes (continued from Sheet 1}

A. Prior to and after the load test, perform a visual inspection of the attachment welds of each lift
lug/block as well as the accessible base metal of each lift lug/block. Ensure no apparent
deformation, cracks, or other apparent damage of these load bearing parts.

. Prior to and after the load test, the attachment welds of each lift lug/block as well as the
accessible base metal of each lift lug/block shall be Magnetic Particle (MT) inspected per
NAVSEA Publication T9074-AS-GIB-010/271 (Reference A). Use the acceptance criteria of
MIL-STD-2035 (Reference B}, Class 3 for Welds and Forgin s/Wrought Material for Base Metal
This inspection shall include the inside of the non-threaded lift lug hole, as shown in Figure 6C.
NDT of threaded safety hoist ring (SHR) holes shall be performed IAW General Note 2.F of this
drawing. For a lift block with a shoulder feature such as shown in Figure 4C, the bevel weld at
the top surface is not considered load-bearing and will not req NDT.

C. Load test requirements shall be IAW parent manufacture drawing.

A. Prior to and after the load test, perform a visual inspection of the attachment welds of each lift
lugblock as well as the accessible base metal of each lift lug/block. Ensure no apparent
deformation, cracks, or other apparent damage of these load bearing parts.

Prior to and after the load test, the attachment welds of each Iift lug/block as well as the
accessible base metal of each lift lug/block shall be Liquid Penetrant {PT) inspected per
NAVSEA Publication T9074-AS-GiB-010/271 {Reference A). Use the acceptance criteria of

B

MIL-STD-2035 (Reference B), Class 3 for Welds and Forgings/Wrought Material for Base Metal
This inspection shall include the inside of the non-threaded lift lug hole, as shown in Figure 6C
NDT of threaded safety hoist ring {SHR) holes shall be performed JAW General Note 2.F of this
drawing. For a lift block with a shoulder feature such as shown in Figure 4C, the bevel weld at
the top surface is not considered load-bearing and will not require NDT.

C. Load test requirements shail be IAW parent manufacture drawing.

Ly

LIFT BLOCK TYPE - WELDED LIFTING ATTACHMENT
I INSPECT IAW NOTES 3 (OR 4) AND 2.F.

EIGURE 4C:
LIFT BLOCK TYPE (WITH SHOULDER)
- WELDED LIFTING ATTACHMENT
INSPECT 1AW NOTES 3 (OR 4) AND 2.F.

THREADED LIFT HOLE
(FOR A SHR)

FIGURE 4B:
THREADED LIFT HOLE - NO ATTACHMENT WELDS
L __.__ _TESTAND INSPECT IAW NOTE 2.
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