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l.. General:

Thls spec:lﬁcatmn defines the techmcai/mfrastmcturc requlrements for manufacture
testmg and suppiy of stmnless steel battery box compiete :

2. Ehgnblisty Criteria:

2.1 The tenderer must submxt clause-mse comments on the specxﬁcatzon In absence of
‘clause-wise comments," offers shail be deemed as incomplete and may not be
_ considered.
2.2. The manufacturer shall have followmg infrastructure facilities m-house for
~ ‘manufacture and testing of stainess steel battery box complete:”

2.2.1. Separate covered area for manufacturing only stainless steel to avoid iron
contaminations and also having adequate space underneath for 'storage of raw
materials e.g. sheets, corner, squares, rounds etc.

- 2:2:2:-€NC laser profile-cutting: machine in-working ordér orTie-up arrangement for oo

- CNC laser profile-cutting: machine is acceptable.
223, Atleast two MIG welding sets & suitable shielding medla
- 2.2.4. Shearing machine of suitable capacity.

2.2.5. Press brake minimum 100 ton capacity.

2.2.6. Machining facilities such as drilling machine, hand grinders, lath machine etec.

2.2.7. Sand/shot blasting facilities.

2.2.8. Painting booth facilities.

2.2.9. At least one Over-head/Gantry crane or fork lifter of minimum lton capacity or
- suitable material handling equipment. :

2.2.10. Calibrated digital Vernier Calipers of size 300 mm.

2.2.11.Calibrated micrometers - Ranging from 0 to 50 mm.

2.2.12.Calibrated welding gauges.

2.2.13.Calibrated measuring steel tape 5 meter length.

2.3. The manufacturer shall have in house/tie-up arrangement for foliowing tests with
NABL certified iabs:

2.3.1. The firm shall be ready for carrying out chemical and rﬁechanical analysis of the
material from NABL certified Lab at their own expense as and when required.

2.4. The manufacturer shall be an valid ISO-9001-2008 or latest certified company.
3. Raw material:

3.1.  Chemical and Mechanical properties of steel sheets, to be used, should conform

to specification mentioned in the drawings.
3.2.  All records of physical and chemical tests shall be kept and made available to
W Inspectmg Agency, if required. All plates to be taken up for manufacture shall
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bé visually checked for surface defects such as cracks, dents, pitting, bend,
rust, scales etc. and they shall be free from all these defects.

4. Fixtures and Manipulators: The manufacturer shall prepare at least foll_owing fixtures
for fabrications and manipuiator for down hand welding for different stages.

4.1. Battery box f:ame and sub assembly for tack welding, o
4.2. Battery box complete full welding fixture having rotatmg facrhty for down hand
welding.

5. Sand/Shot Blasting: The entire battery box complete shall be subjected to sand/shot
‘blasting for cleaning of rust, scales, spatters etc. before painting of these assemblies. -

6. Primer/Painting: Immediately after sand/shot blasting, the battery box complete shall be
painted as specified in the drawings.

-7, kdentification Marking: Assembly shall be stamped with an. easi.ly..vir;ibie identification.. . ... .. ..

indicating the serial number, year of manufacture and manufacturer’s name to facilitate
identification/correlation with the inspection/ test resuits.
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