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Tender pre-qualification criterion (welding simulator)

The purpose of buying the welding simulator is for proper education of students of & make them

employable in Industry. Hence the equipment availability & reliability should be in high order. In

order to ensure flaw less service back up and 100% Equipment availability without any down time

is necessary Also the knowledge transfer should be easily available without any hidden cost. To

ensure all these Criteria, a reliable source of supplier required which calls for the following points

to be fulfilled and these are the Pre- Qualifying criteria to met 100% and without fail.

e The OEM should be in the field of design and
Equipment for minimum last 10 years from date of opening of tender.

manufacturing

of Welding

e The offered Model of OEM must be working in India Conditions, for the past 4 years
and should be working without any problems. Minimum 2 performance reports to be

submitted.

e Company should have Experience in installation Service and Training of such welding

simulators of 50 No’s at least in India Environment. Detailed list to be submitted.

e OEM should have a own welding school/training Centre with all the facility to Train

the Trainer, service Bench for repairing the Equipment’s, Proper ware house for the

machine spares with proper proof in India.
e Only OEM /OEM’s Indian subsidiary/ OEM’s authorized dealers can quote.
e The firms reliability in providing service in longer duration is a key criterion and hence

they should have a properly registered company with Employees Strength of

minimum 30.

e The tenderer should have there own registered patents of welding simulators,

e Only magnetic tracking system for precise weld tracking .

e The simulation must be 100% virtual meaning thereby, no consumables(wire, gas,

metal plates) should be required.

e The tenderer shall provide the list of customers to whom he has already supplied

such welding simulators in India

e The tenderer should be able to provide support for hardware components and for the

software for a minimum period of 10 years from the date of commissioning.

e The tenderer should provide free updates for the software installed time to time

ADDON" to the software for the other processes shall be intimated to the institute

with the cost involved as and when a new development place

SCOPE OF SUPPLY

Virtual trainer set including display and CPU

1 No

GMAW ,MMAY and GTAW Torch set

1 No each

Software DVD or CD

1 No with free updates

Butt weld ,Fillet weld , pipe weld Haptic plates

1 No

Virtual Reality head gear

1 No

NOTE —ALL COMPONENTS TO MEET BLOW SPECIFICATION

(page no. 1)




Technical Specifications:

Welding Simulator for SMAW/GTAW/GMAW
Technical Specification:

PURPOSE: Virtual Simulator Device for welding Trade; A Device must be
able to train student MMAW, GMAW, and GTAW welding virtually and must
not produce any real arc and real fume.

Vision Technology Virtual reality

Input supply Single Phase 110-230v,50-60 Hz, 0.5- 11A
Learning concepts BUTT,FILLET, Pipe to pipe and pipe to plate
Welding Position — basic IG to 4G (up to overhead), 5G for pipe

Skills learned Stick out, speed, torch angle

Type of work pieces Haptic work pieces (non-metallic)

Work Stand Facility to fix the job in all positions
Analysis modes report Video playback with option of viewing from

different angles

Evaluation Methodology
Obijective (score)/ graphical (trends) evolution

Viewing points On helmet, simulator screen

System Construction Welding simulator should be supplied as a single
unit with integrated display screen.(Easy
installation and mobility is a must). No external
steel parts permitted for safety reasons

Input method and Graphic User | Touch screen and easy to understand and use GUI
Interface

Menu Language Hindi and English mandatory

Display screen 20 inch and above with touch screen facility

Protection Against Over current, Under voltage, Over voltage, Short
Current

Tracking System Only magnetic for precise weld trading tracking

Simulator 100% virtual

Evaluation Every bead weld to be evaluated by the simulator

Guidance for ideal vision during | Continuous

welding

Maintenance and update Online

Networking of Simulator Possible

Simulator Compliance CE and FCC regulation

Certification ISO for quality and environment management

Software to be supplied With lifetime license including main OS such as

windows and upgradeable

Ability to rack complete history | By personal login 1D

Learning Method Didactic and trainer guidance

Administrative and trainer login | Must be available to monitor and evaluate student
activity data backup and calibration facility

RFID Based card access system | Inbuilt for enhance data security and administration

of machine

Machine Alerts Wrong parameter selection, touching work piece
during didactic learning

Evolution Results Mark or graphs or both software must suggest
pass/fail after related to welding and safety

Machine Display Must be able to play E-learning video/various audio

visual




Machine up gradation (Hardware
and software)

Robotic arm simulation facility for GMAW
welding, 3D view from the helmet

GMAW and GTAW process

2-step and 4-step

Recording/Playback

Each welding seam must be recorded and played
with ghost for evaluation propose

Warranty/Guarantee

2 years

Training

On site trading of end user destination

After sales service

Through OEM or dealer across India

(Page no.2)




WELDING PLANT MIG/MAG PULSE SYNERGIC - 400A

1. The scope covers supply & commissioning of intelligent MIG-MAG Synergic Pulse

Linux based IGBT Welding Plant with air cooled torch for welding steel plate of

thickness ranging from 2mm to 20mm, having power coated sheet metal body and

consisting of inverter based power source, wire feeder unit, torch gun, Co2/Argon

regulator, in-built digital ammeter & voltmeter & interconnecting cables, along with all

the standard accessories and items to make the unit fully functional. The machine

shall have following board technical parameters.

Power Source

Technology

Type of inverter
Current Range

Main Voltage

Mains Frequency

Welding Current @ 60% Duty Cycle
Welding Current @ 100% Duty Cycle
Type of colling

Open Circuit Voltage

Efficiency

Protection Class

Power Factor

Intelligent Microprocessor Digitally
controlled Linux based IGBT Inverter
(latest generation), Heavy-Duty
constant potential type power source
for MIG/MAG, and Synergic
Pulse/Pulse Multi Control MIG
welding applications.

IGBT
3-400A

400V/415V £10%, 3phase, 50 Hzt
3%, % wire system

50 / 60 Hz

360A (10 min/40°C (104°F) 60% d.c.)
360 (10 min/40°C (104°F) 100% d.c.)
Forced Air Cooled

65-80 Volts

88%

Drip proof and confirming to IP23 or
better.

Not less than 0.97



Weight
Wire Feeder

Feed Mechanism

Wire feed range

Wire filler diameter

Gun connector
Degree of protection

Welding gun/Torch:

Type

Current rating

Length of Torch

Filler Wires

Cable construction

Less than 40Kg

4 - Roll filler wire drive mechanism
for the wire feeder. All 4 Feed rolls
should be geared and grooved and
should be adapted to all wire sizes.

1.0 to 25 m/min

0.8 - 1.6mm (All dia roller not to be
supply)

Euro

IP 23

Euro

360 Amps.at 60% duty cycle with
Argon and CO,mix Gas at 10
min/40°C

3.5 mtrs (min)

0.8-1.6mm

Integrated type duly armoured.

2. Interconnection cable assembly of 5m comprising of 70mm power cable to
carry welding current of 400A fited with copper cable connectors, gas hose
& electrical control cable kof 5m each between power source and wire feeder
unit. These cables shall be inserted in flexible heat resistance hose/sleeve to

avoid damage to cables.

3. The machine shall have following features.



I. Adjustable Arc force, crater current, crater voltage, welding current &
voltage

Il. 2/4 step welding kmodes switch
[ll. Welding current and voltage should |Ikbe pre- set and displayed digittally

IV. The welding machine shall kbe constant potential type with touch screen
control unit (GUI in English & Hindi) panel complete inclkuding kburn back
control, crater fill, wire feed speed control, gas control with gas saving
device and with infinitely variable pulse control synchronization of the wire
feed speed with current pulse. Also it should be capable to work in normal
MIG/MAG, Synergic MIG and Synergic Pulsed Mlg / Pulse Multi Control
mode (for overhead welding). Necessary diagnostic software for fault
recognition and analysis should be pre- ioaded in the welding machine.

V. The power source should be completely digital microprocessor controlled
IGBT/MOSFET based inverter of latest generation and should have step-
less control of cruuent and voltage. The fregency of inversion should be
above 40kHZ. TThe communication from power source to peripheral
devices like wire feed drive, welding gun, remote control unit etc. must
take place via

speed net cable, with high speed of 100MBPS.

vi The power source should be pre-programmed for various thicknesses of
jobsffiller wire sizes.it should have the facility to store different programs in
the memory (min 500 program locations) and it should be possible to
retrieve the programs from the panel.

VII' The machine should have at least 300 pre-programmed Synergic Curves
for MIG/MAG as well as pulsed MIG processes in the memory and should
also have at least 10 empty memory slots for adding new or customized
programs.

VIII. It should khave 4 Roll Drive system with all powered and grooved feed
rolls so as to have minimum slippage and maximum efficiency and
positive wire feeding. The feed roller and gear wheel should be made of
Hardened Steel

material and shoould kbe adequately insulated. It should kjbke with one
wire feed motor fitted with tacho-generator. All the rolls kshould be geared.
The wire feeder motor kshould khave digital speed net feed k back system
at 100 MBPS to maintain desired speed at the time of welding.

Ix A step- less regulation shall be provided for accurate selection of wire
feeder speed (for welding current) and a separate knob for welding
voltage control,

in normal MIG/MAG operation. The Touch screen Function Panel should
have step-less regulation of welding power (welding current & welding



voltage controls simultaneously) in Synergic MIG operation. The function
panel should also have facility for Arc Length control Stabilizer,
Penetration Stabilizer welding dynamics control, etc.

4. The Accessories as mentioned under shall be supplied along with each
machine. 4 core 4 mm square copper cable flexible PVC insulated &
sheathed 4 m conforming to IS 694 or latest, for input connection from
main power supply point to the plant.

Earthing copper cable ISI marked 50 mm square with heavy duty clamps 4m
Auto Darkening Helmet for welding 1No
Co2/Argon Gas regulator 1No

5. The scope covers supply of the following consumables for the torch.

Gas Nozzle/Nozzle Holder 2 Nos
Contact tip 0.8 mm & 1.2 mm 10 Nos. each
Gas diffuser/Insulator 5 Nos

Tip Holder 5 Nos

Liner for steel 0.8 mm & 1.2 mm 3 Nos Each




Suines A31sus Jays1y 40} (2°P%0O0T 1e) 9 ueyl ssa

uondwnsuod Jamod

1N2 01NV H1IM YIV 30404

8u1j009 jo adA)

ANOCC—-T0T 93ejjon Sunesado
A 68 ADO
660 101084 JOMOd

A1sjes Jo 103108y (S)3D

Ayayes piepuels

Aljiqeliod o) SO OE ueyl SS9

FEETY

0EYX0STX09S (ww u1) uoisuswiq
€adl SSB|2 U0I3093104d

VvV 06T %00T W

Vv 00€ %SE W

9oA) Aing

(MVININ) V 00€ 03 0T

(MVLD) Y0OE 03 €

98ueJ Jua.ind SuIp|IM

%ST -/+ ZH 09/0S aseyd € ‘A00Y

93e1j0A Ule|A

A8ojouyd3) Jueuosas anem anne Suiney zHy 0L 18yl 310w Aduanbauy Sulydoums yum 324n0s Jamod

P3]1043u0d 134SOIN Paseq J0ssa301doadiw Pa||0J3u0d ssa204d [eHSIp 3|qeiod

924nos 1amod Suip|om

([UIYdeA sUIp[sM MVLD DA-JV) SO3dS DIL 000EMIN




aw 4H 3jqeisnlpy

4H pue 1Jeis yoiedds

9|qeisn(pe pue sjqgewwes3dosd Suipjom Jy1 404

uodUNY JVL

(uonu3| Ayuejod asianal) uonoung |dy

uoniug| apoJ1d9|3

sweiSosd QT 2403s 01 d|qe 3g pP|noys

93e103s qor

sJ9|owedsed Jo uol12930.4d 104 20| p4eogA)

aJnjeay Sunjoo| |aued

duejeg Iy yum aue 3|qeis Ajysiy pue 1ainbiadns yo4

SABAN DAY

dSa Yim |0J1u0d [eusig
S3¥N1V3I4 TVILNISST
9JgeleA Ajwaojiun ww '€ 03 8°'0 9P0J3I3|3 JOJ 9|JeHNS UIYIBW SE e dWes a3y}
40 Ajqeuayaad paudisap Ajjeaiwouosis ‘ajpuey yaiol uo Alj1oe) |043UO0D 330WI YUM ‘SHINY 00E P3J00D Ja1eAN HOYOl
HOYNOL O11 d3100J H31lVMW
€adi NOILD3104d
1YSIIM

S¢c 0ve S¢9
T SWN[OA JUE[00)
NIN/TSE 3181 AISAT[ap XelN

1INN SNITOOJ ¥31lVM




Vvqp 08 ueyy ssaT [2A37 3SI|ON
9]qed ypea pue Yooy Joj uoisod xiy ‘s3uly|as qor Jad se Ajue|od jo a3uey) dlzewoiny TVSYIAIY ALIYVIOd
S23S 66 01 0 40} d|ge|ieae Alljoe Suipjam jods

Ae[aJ 3inqui nuy3 uonuanaid adexea| yiie]

93eyea] yuey

ZH 00T °1 0

9|geisn(pe Aduanbauy oy

9|qeisnlpe

1UB44Nd punoudydeg

Ae|dsip [aued juouy ul uiyoew jo syney 3|qisod ||e jo Ae|dsip

sisouselp Joli3

a|qeasnlpy

92J0J 24y

9|qewuwesdoid

ain|ea} LelIs1oH

uo1a10.4d 38e1|0AISA0 / J9pUn

uoialoid

sadeys anem Jejndueldad ‘ Jeinduelsy/ asenbs /suls s|geisn(pe

Supuejeq anem oy

93e1|0A pue ua.1und 4o} Aj9lesedas

sou g Aedsip |eusig

DV Ul S|9A3| pUNOS JaMO| 40}

49} aABM 2A11DY

Si91welp ualsnduny snolieA 1oj ajqeisnipy

Suideys ded s13ewoiny

ZH 0002 03 ZHZ'0 WoJy 9|qeisnfpe 3jInqu

Buis|ng




	02-TENDER-ITI-GAYA.pdf
	Tender pre-qualification   criterion (welding simulator)


