


Our service delivery focuses upon 
reducing your downtime and maximising 
your asset’s life cycle.

We have over 20 years experience in the 
industry working around Australia and 
overseas with clients across a range of 
sectors. 

Whether you’re based in Brisbane, around 
Australia or overseas, we offer an on-site 
service that delivers high quality work, 
while minimising disruption. 

TRUE BLUE LINE BORING 
IS A QUALITY DRIVEN, 
HIGHLY EFFICIENT 
MOBILE LINE BORING 
SERVICE BASED IN 
BRISBANE, AUSTRALIA.  

Who we are?                           



MOBILE LINE BORING 

We offer in-situ repair of bores ranging from 
40mm - 1m diameter. We use top of the range 
Climax boring equipment and carry all our 
equipment in purpose-built trailers so that 
we can assist you anytime, anywhere at a 
moment’s notice.

BORE WELDING 

Bore welding is a welding process that reduces 
the diameter of a bore by adding material to 
the inside of a worn bore which can then be 
machined back to the correct size with the line 
boring process. We can weld bores from as 
little as 40mm diameter and out past 500mm 
diameter.

Core Competencies                            



FLANGE FACING

We use purpose built in-situ equipment for 
machining a wide variety of fl anges, from 
fi ne to gramophone fi nishes. We work with 
widths from 35mm to 3050mm across multiple 
confi gurations.

MACHINING NEW FABRICATIONS 
AND ENGINEERED COMPONENTS

Our on-site machining service rectifi es the 
warping and distortion that occurs during the 
welding process when new components are 
being fabricated. We fi x these issues in your 
workshop to save you the time and cost of 
sending your components off-site for repair.

Core Competencies                            



DOUG MCKENZIE

Doug is a qualifi ed mechanical engineer and has over 20 
years experience, including working as a maintenance fi tter 
and maintenance manager. His deep understanding of both 
the technical and commercial aspects of asset maintenance 
and repair ensures True Blue Line Boring delivers quality and 
professionalism well above the industry standard.

ROWANNE MCKENZIE

Rowanne is the Director of True Blue Line Boring. With a history 
covering multiple administrative and management disciplines, 
Rowanne is able to deliver effective and effi cient support to 
clients, suppliers and employees alike. Rowanne’s motivated 
approach complements both True Blue Line Boring’s technical 
service team and the turnaround demands of their professional 
clients.

TRUE BLUE LINE BORING IS HEADED UP 
BY DOUG AND ROWANNE MCKENZIE.

Management Profiles



Client Projects                         

WE HAVE SUCCESSFULLY COMPLETED OVER 
850 AUSTRALIAN AND INTERNATIONAL JOBS 

OVER THE LAST TEN YEARS, A SAMPLE OF 
WHICH YOU’LL FIND OUTLINED BELOW.



OVER THE PAST DECADE, WE 
HAVE BUILT A REPUTATION 
WITH KOMATSU AUSTRALIA, 
SERVICING THEIR LINE BORING 
REQUIREMENTS.

The majority of the work for Komatsu 
has been done at their two workshop 
locations at Wacol and Sherwood in 
Brisbane, however there have been many 
onsite repairs at quarries and processing 
plants within South East Queensland and 
Northern New South Wales.

OUR WORK WITH KOMATSU 
HAS COVERED A WIDE RANGE 
OF EQUIPMENT INCLUDING THE 
FOLLOWING:

• Excavators
• Loaders
• Dump trucks
• Backhoes
• Skid steers
• Dozers
• Graders
• Various machine attachments

In the time we have been providing our 
services at Komatsu we have carried 
out jobs ranging from a day’s work on 
a single pin position to full rebuilds of 
whole machines as well as manufacturer 
warranty jobs.

Komatsu Australia



PROJECT 1: 
WHEEL OF BRISBANE

The Wheel of Brisbane is an R60 (60m 
diameter) observation wheel.  We were 
contracted by BISSWISS USA LCC to bore 
42 spoke pin holes to take an oversize pin.  
To fi nish the project in the specifi ed time 
frame we were required to complete 2 pin 
holes per shift.

CONSIDERATIONS FOR THIS PROJECT 
WERE AS FOLLOWS:

Development of specialised clamps 
and mounting plates were required to 
accommodate our Line Boring equipment 
so that welding was not required.

The Wheel is a major tourist attraction 
in Brisbane, with volumes of pedestrians 
passing by every hour so we needed to 
choose the best time to carry out the 
works with minimal disruption to the 
normal operating hours.  It was decided to 
work between 3am and 11am.

The position of the job was 30m off 
the ground requiring us to use a 
ladder access system to perform the 
work.  Working at heights training and 
certifi cation was required and full double 
lanyard harnesses were used at all times.

Bisswiss USA
OBSERVATION WHEEL MANUFACTURER



PROJECT 1: 
WHEEL OF BRISBANE CONTINUED

All tools and equipment had lanyards 
attached to them to prevent injuries 
from dropped equipment.  We designed 
a blanket system below the work zone 
to catch any swarf produced from 
the machining process.  This was to 
eliminate hazards to the environment, the 
equipment and the general public.

A work platform was required so 
scaffolding was erected level with the axle 
on both sides.  Some of the equipment 
was quite large and heavy so everything 
was packed away and secured on the 
scaffolding after the completion of each 
shift.

As the Wheel is outdoors, the work area 
was exposed to the elements.  A work zone 
cover was erected to keep the rain from 
interfering with the scheduled completion 
of the project.

Bisswiss USA
OBSERVATION WHEEL MANUFACTURER



PROJECT 2:
CAPE WHEEL

The Cape Wheel is an R40 (40m diameter) 
observation Wheel located in Cape Town, 
South Africa. 

After our success with the Wheel of 
Brisbane we were contracted by BISSWISS 
USA LCC to bore 30 spoke pin holes to take 
an oversize pin.

CONSIDERATIONS FOR THIS PROJECT 
WERE AS FOLLOWS:

Due to the design difference between the 
R40 and the R60, the mounting system 
used on the Wheel of Brisbane was 
unsuitable.  Therefore we were required to 
attach different bearing mounts using a 
240V Mig Welder.

The Cape Wheel is a major tourist 
attraction on the V & A Waterfront in Cape 
Town so again we needed to choose 
the best time to carry out the works 
with minimal disruption to the normal 
operating hours.  It was decided to work 
between 10pm and 7am completing 2 pins 
per shift.

Bisswiss USA
OBSERVATION WHEEL MANUFACTURER



PROJECT 2:
CAPE WHEEL CONTINUED

The position of the job was 20m off 
the ground requiring us to use a 
ladder access system to perform the 
work.  Working at heights training and 
certifi cation was required and full double 
lanyard harnesses were used at all times.

All tools and equipment had lanyards 
attached to them to prevent injuries 
from dropped equipment.  We designed 
a blanket system below the work zone 
to catch any swarf produced from 
the machining process.  This was to 
eliminate hazards to the environment, the 
equipment and the general public.

A work platform was required so scaffolding 
was erected level with the axle on both 
sides.  Some of the equipment was quite 
large and heavy so everything was packed 
away and secured on the scaffolding after 
the completion of each shift.

As the Wheel is outdoors the work area 
was exposed to the elements, a work zone 
cover was erected to keep the rain from 
interfering with the scheduled completion 
of the project.  Gusting winds in Cape 
Town were problematic throughout the 
project.  This was managed through safe 
work procedures, risk assessments and 
good old perseverance. 

Bisswiss USA
OBSERVATION WHEEL MANUFACTURER



HITACHI EX5600 
EXCAVATOR BUCKET 
FOLLOWED BY A 
KOMATSU 830E-AC 
DUMP TRUCK BODY.  
A leader in the manufacture of mining and 
construction products, Jaws Buckets and 
attachments contracted us to complete 
the fi nal machining of a Hitachi EX5600 
Excavator Bucket followed by a Komatsu 
830E-AC Dump Truck Body.

EX5600 BUCKET:

During the fabrication process there is 
substantial distortion due to heat from the 
welding which creates misalignment of 
the pin positions and their internal faces.  
Therefore, approximately 10mm of green 
material is left in the bores and on the 
faces to be removed after all the welding 
is completed.

A drawing is supplied with the relevant 
machining specifi cations.  To ensure all 
the bores are in their correct positions, 
two bars are set up in the top and 
bottom pin positions by measuring 
from a datum point and also measuring 
between the bars.  Once they are in their 
correct position the machining process is 
completed both in the bores and on the 
inside faces.

After the machining is complete a Quality 
Assurance check is completed to ensure 
the tolerances are met and the job is 
signed off.

830E-AC DUMP TRUCK BODY:

The dump truck body was completed 
using the same setup and machining 
process as the EX5600 bucket, with a 
Quality Assurance check performed upon 
completion.

Jaws Buckets 
& Attachments      



Contact Us

 PO Box 707, Capalaba Qld 4157

 doug@line-boring.com.au

 0488 786 844

GET IN TOUCH WITH US TODAY


