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ANNEX NO. 3 TO PROCUREMENT DOCUMENTATION 

TECHNICAL SPECIFICATION OF THE SUBJECT OF THE PUBLIC CONTRACT

This document sets out the minimum required technical parameters of the subject of the public contract – new manufacturing technology – TRANSFER PRESS FOR LONG COLD DRAWING OF METAL (hereinafter referred to as "subject of the public contract" or "machine"). 

In case of doubt regarding the fulfilment of a given parameter, the contracting authority may demand from the participant as clarification of their tender within the meaning of Section 46 Par. 1 of the PPA the submission of data sheets created by the manufacturer of the offered machine or samples or models of the machine.

The qualitative, technical and capacity-related parameters and requirements regarding the subject of the public contract as well as values listed for these parameters are set out as the minimum acceptable. Therefore, participants may offer a machine that has better parameters and properties in the features required by the contracting authority.

The participant shall list by each item (line) of the table, whether the machine meets the requirement. 

In addition, the participant shall state the manufacturer and the type designation of the offered machine.

SPECIFICATION OF THE MACHINE

	No.
	Requirement
	Description of the requirement
	Fulfilment of the requirement
YES/NO
(filled in by the participant)

	1
	Machine
	Transfer press for long cold drawing of metal, for manufacturing 5.45x39 mm cartridge cases
	

	2
	Scope
	The scope of the tender includes the design, manufacture, testing, pre-shipping inspection, delivery, installation, commissioning and training for a multi-position vertical transfer press with entry for wire for manufacturing 5.45x39 mm cartridge cases from steel.
	

	3
	Number of machines
	One machine (1x)
	

	4
	Recommended sequence of operations
	- Unrolling / straightening / feeding of rolled wire 
- deep drawing of the cartridge case
- transfer of the finished cartridge case from the machine
- processing of any waste left after wire cutting
	

	5
	Output capacity
	The minimum production output guaranteed by the supplier must be 120 units per minute at 100 % efficiency. 
	

	6
	Special technical properties of the machine

	6.1
	Press frame
	The machine must be sturdy, made of a durable alloy without casting defects, sufficiently reinforced to withstand high forces during production over decades. 
The structure of the frame of the machine must be subjected to stress tests, which must be documented and submitted before purchase.
The frame must be made of high quality steel alloys, welded and/or cast and all internal tensions and stresses in the material must be released before the frame is machined.
	

	6.2
	Main travel (ram)
	The tooling frame must be made of high quality steel, welded and/or cast and all internal tensions and stresses in the material should be released before the tool frame is machined.
	

	
	
	The main slide of the press must be built using pretensioned bearings with zero tolerance, to ensure perfect seating, parallelism, perpendicularity and repeatability of movement and prolong the life of the tools.
	

	6.3
	Clutch lever system (slow down system)
	The construction of the machine shall be mechanical with a slow down system optimizing the plastic return of the product material, increasing repeatability and quality of the output product.
	

	6.4
	Clutch and brake unit
	The machine must be fitted with an electro-pneumatic clutch and/or brake.
The combination of clutch and brake must bring operational safety and very precise stopping of the movement of the press.
	

	
	
	The air travelling into the clutch/brake must be treated via an air-handling device to dehumidify the air and provide the necessary lubrication to the clutch.
	

	6.5
	Wire feeding mechanism
	An electrically-controlled, precise unwinding unit must be delivered with the press. 
	

	
	
	A fail safe arrangement in the wire feed mechanism must be provided to prevent the hazard of accumulation of pitch error due to wire deformation during processing..
	

	
	
	There must be sufficient space between the unwinders for manual insertion of wire.
	

	
	
	The (physical) tension of the wire must be monitored to prevent tearing and/or damaging of the wire and of the unwinding and feeding mechanism.
	

	
	
	Unwinding speed must be consistent with the demand for wire feed into the press. 
	

	6.6
	Machine's lubrication system
	The machine must have its own lubrication system, pumps and tanks with sufficient capacity.
The lubrication system must be separate and independent and should recycle oil through filters.
The design of the lubrication system must ensure simplicity of operation and sufficient lubrication of parts and machine elements during machine operation.
The lubrication system must be completely hermetically sealed, with no dripping or leaking during production, particularly not onto any manufacturing components.
The entire system must fully cover the needs of the machine.
The lubrication system must automatically start and perform its function when the machine is switched on.
	

	
	
	The machine must only start when the lubrication system is fully pressurised and ready.
If oil pressure drops, the operator must be notified immediately through warning signals. If these signals are ignored for some period of time, machine operation must stop automatically.
	

	
	
	The entire system must be sufficiently filtered to remove any impurities, dust or other particles from the circulating oil, which should be capable of lubricating the machine further.
	

	6.7
	Tool lubrication system 
	If the input material (wire) requires sufficient lubrication before commissioning, the machine must be equipped with an automatic workpiece lubrication. The system must be self-sufficient.
	

	
	
	A device for monitoring flow rate must be implemented and must be interconnected with the machine's drive in case of insufficient lubricant flow rate.
	

	6.8
	Sensor system
	The machine must be equipped with the latest type of sensors which will not be negatively affected by oil/lubrication etc. during operation.
	

	
	
	The sensors must be quick to mount and dismount.
	

	
	
	The machine must be equipped with safety sensors in all places where it is necessary to ensure the safety of machine, tools, electrical equipment and operators.
	

	6.9
	Drive
	The machine must be equipped with a frequency-controlled main drive, which enables the operator to select between the following modes:
- Smooth running
- Single stroke
- Slow running
- Creeping forward
- Creeping reverse
	

	
	
	The machine's speed must be controllable using frequency converters at the required operating speed, including slow travel, from the main control panel.
	

	6.10
	Tool change
	A system for quick tool change must be included in the delivery.
	

	6.11
	Safety
	Suitable necessary safety and blocking devices must be integrated in the machine to prevent any accidents or damage to the individual parts/systems of the machine, personnel and materials as a result of abnormal operating conditions, fluid leaks at high pressure, electrical contact, high temperature, explosion, etc.
	

	
	
	The machine must be fitted with protective covers around moving parts and in front of the working area to protect operators.
The protective covers must travel on rollers so that the working area is easily accessible.
The protective covers must be structurally durable, with an aperture (windows) made of reinforced glass.
	

	
	
	The machine must be equipped with safety switches in all places where safety covers are available.
	

	
	
	The machine must be equipped with an emergency stop in a suitable location with a red button on the control panel/console.
	

	
	
	The machine must be equipped with safety sensors in all places where it is necessary to ensure the safety of the machine, tools, electrical equipment and operators.
	

	
	
	Manual control of the machine must be possible to make adjustments, change tools etc. without endangering the operators.
	

	
	
	The noise level of the machine must be under 90 dB.
	

	
	
	The machine must be compliant with Regulation (EU) 2023/1230 of the European Parliament and of the Council of 14 June 2023 on machinery. The machine must be marked appropriately (CE marking).
	

	6.12
	Automatic machine stop
	The machine must automatically stop and indicate such stoppage in case of:
· wire feed failure;
· compressed air supply failure or a rapid drop in pressure;
· lubrication system failure;
· output product ejection failure;
· lifted or incorrectly placed safety shield/guard;
· overloading of any operating part (mechanical / electrical / hydraulic / pneumatic overload);
· any other reason that could result in damage to the machine, its parts, components or endanger operators.
	

	7
	General technical properties of the machine

	7.1
	Electrical system
	Machine input power :3-phase, 400 V / 50 Hz
	

	
	
	Controls, input power 230 VAC / 24 VDC.
	

	
	
	The enclosure rating of electrical/electronic devices on the machine must be at least IP55 (including the screen/monitor).
The enclosure rating of the main electrical cabinet must be at least IP55.
	

	
	
	All electric motors must be energy-efficient with marking "EFF1".
	

	7.2
	Regulations and standards
	The machine must be compliant with Regulation (EU) 2023/1230 of the European Parliament and of the Council of 14 June 2023 on machinery. The machine must be appropriately marked (CE marking) to demonstrate compliance with basic requirements for protection of health and safety set out in European regulations and directives. The supplier of the machine must issue an EC certificate. 
Declaration of conformity (EC-DoC) stating their identity (location etc.), machine, list of European regulations it declares conformity with, list of standards the product meets, and legally binding signature in the name of the organisation. EC-DoC emphasises the manufacturer's exclusive responsibility for the fulfilment of CE requirements.
	

	7.3
	
	The machine must meet all valid regulations.
	

	7.4
	Automation, control panel and electrical cabinets
	PLC system for controlling machinery. The supplier must ensure physical backup support for PLC and HMI software.
	

	
	
	In case of functional non-conformity, the machine must automatically switch off and alert using an intermittent red light signal and audio signal. The cause of the stop must be displayed on the screen of the control console.
	

	
	
	The counter of processed components will be fitted with reset buttons.
	

	
	
	The control console must use a touch screen, portable suspendable consoles.
Console operation language – Czech and/or English.
	

	
	
	The machine must be capable of functioning correctly at ambient temperatures between 10 °C and 30 °C and maximum humidity of 80 %.
	

	
	
	The control panels and electrical cabinets must have an adequate air-conditioning system.
	

	
	
	The electrical/electronic section of the machine must be of the latest design.
	

	8
	Technical details

	8.1
	Input material 
	Steel wire: determined by the supplier.
The input wire must be in the form of a roll.
	

	8.2
	Output material 
	Steel drawn cartridge case of calibre 5.45x39 mm, as stated in annex no. 4 of the procurement documentation (drawing)
	

	9
	Tools
	The supplier shall supply manufacturing tools (dies, punches, etc.) for manufacturing 10 million units.
	

	10
	Gauges/meters
	The supplier shall supply one set of manual inspection gauges for production along with drawings.
	

	11
	Alignment/adjustment tools

	The supplier shall supply one set of alignment/adjustment tools along with drawings (if relevant).
	

	12
	Documentation

	12.1
	Technical data package

	The supplier shall supply along with the installed machine the following documents in Czech or English in electronic form:
i) Drawings of the overall arrangement of the machine to identify the references for spare parts
ii) Diagram of pneumatic connection
iii) Diagrams of electrical connection
iv) Kinematic diagrams
v) Drawings of the arrangement and installation of the machine with locations of underground utility lines and connections, centre of gravity and recommendations for handling
vi) Operation manual
vii) Maintenance manual (including, but not limited to, a complete list of error codes/their explanation and corrective measures and a preventive maintenance schedule)
viii) Lubrication diagram and table of equivalent lubricants
ix) List of spare parts (electrical, pneumatic, mechanical, hydraulic)
	

	12.2
	Manufacturing data package
	The supplier is responsible for the complete metal-forming process, from wire to complete cartridge case (semi-finished product) and must therefore account for the drawing of metal and other operations, such as pressing, narrowing and perforation.
The supplier shall supply along with the installed machine the following documents in Czech or English in electronic form:
i) Detailed drawings of tools (dies, punches, etc.)
ii) Detailed drawings of manual measuring instruments
iii) Inspection schedule
iv) Work instructions
v) Instructions for occupational safety and health
vi) Instructions for quality
vii) Detailed drawings of input, intermediate and output products
viii) Specifications for purchasing input materials and at least 3 (three) recommended suppliers.
	

	12.3
	References
	The supplier must demonstrate their experience with supplying machinery for manufacturing, processing and filling of ammunition, particularly of components such as cartridge cases and projectiles with minimum total value of EUR 1,000,000 excl. VAT (list reference orders in accordance with contracting authority's requirements in the Tender Cover Sheet - annex no. 1 to procurement documentation).
	

	12.4
	Certificate of conformity
	The supplier shall deliver the machine along with a certificate of conformity.
	

	13
	Delivery

	The delivery and commissioning pursuant to the contract shall take place by 30 June 2027 at the latest.
The machine shall by delivered to the premises of GetLoad s.r.o. DAP pursuant to ICC INCOTERMS 2020.
	

	14
	Packaging

	The supplier must provide packaging suitable for the method of transport. Impact and tilt sensors must be installed for transport.
	

	15
	Guarantee of supplied quality

	The supplier guarantees that the supplied machine is new, unused and does not contain components that are nearing the end of their life or end of sale.
The supplier guarantees that the supplied machine is manufactured in accordance with the technical specifications, under a certified quality assurance system and is free of defects caused by structural errors, non-conformities and/or hidden material defects and errors in the production flow or any other defect caused by any actions or oversight by the supplier or their subcontractors.
	

	16
	Warranty period
	In accordance with the contract and with assessment criteria.
	

	17
	Technical support during the warranty period
	As per the contract. 

	

	18
	Spare parts for corrective maintenance post-warranty
	The supplier is obligated to provide spare parts for supplied products for a period of at least 10 years since the end of the warranty period.
	

	19
	Training

	The supplier shall provide training on the premises of Getload s.r.o., at the latest by the date of the start of the final acceptance testing of the machine. Optionally, if needed, further training of personnel shall be carried out on the supplier's premises, simultaneous with preliminary pre-shipment acceptance testing. The training shall take place based on a training plan provided by the supplier. The training plan is subject to the buyer's approval. If the training courses are held on the premises of the supplier, the supplier shall arrange local transport from lodgings to the training location and lunch for the buyer's employees. As per the contract.
	

	20
	Machine Acceptance / Performance Indices
	The acceptance of the machine shall take place in two stages: acceptance in the supplier's facility (pre-shipping inspection - PSI) and acceptance in the end user's facility (final acceptance testing - AT).
The machine's performance shall be assessed by the following indicators:
(i) Machine effectiveness
(ii) Checking of dimensions and process capability (Cpk value)
(iii) Inspection by attributes
	

	20.1
	Machine efficiency
	The machine must have an operational efficiency of at least 85 %.
A) During pre-shipping inspection before commissioning, the machine should manufacture at least 24,480 units with acceptable production in 4 operating hours.
B) During final acceptance testing post-commissioning, the machine should manufacture at least 48,960 units with acceptable production in 8 operating hours.
The time required to replace damaged tools, make adjustments or carry out maintenance in the event of a malfunction etc. shall be included in achieving 85 % efficiency. However, downtimes caused by operator breaks, loss of access to power, compressed air, water and other service equipment are excluded from the calculation.
	

	20.2
	Machine performance
	Dimensional checks and process capability testing on the supplier's premises and on the buyer's premises shall be performed identically.
Output products manufactured by the machines shall be subjected to a check of the following characteristics based on the supplier's drawing.
At a 20 minute interval, 5 output products shall be taken as samples and measurement results shall be recorded in a table. Total number of samples - 20.
Based on the recorded results, the following statistical parameters shall be calculated for each individual characteristic:
-Mean of the sample's characteristics (X̅)
-Mean diameter (X̿)
-Sample range (R)
-Mean range (R̅)
-Standard deviation (б)
-Process capability (Cp)
-Process capability index (Cpk)
The calculated Cpk value must be at least 1.33 for all characteristics individually.
	

	20.3
	Inspection by attributes
	Attribute inspection on the supplier's premises (pre-shipping inspection) and attribute inspection on the buyer's premises (final acceptance – final handover) shall be performed identically. A sample of 500 units chosen randomly from the quantity manufactured by the machine during efficiency testing (at least 96,000 units) shall be subjected to inspection of straightness and outer diameter and visual inspection. The number of defective units for visual and dimensional inspection must meet the following AQL requirements (single sampling plan, normal inspection, level II):

(i) Critical defects Passed 0 / Rejected 1

(ii) Major 0.4 % Passed 5 / Rejected 6

(iii) Minor 1.5 % Passed 14 / Rejected 15
	

	
	
	Critical defects:
· Tearing
· Cracks
Major defects:
· Straightness
· Outer diameter
· Wall thickness
· Prominent earing
· Wrinkling
· Major burrs
Minor defects:
· Scratches
· Minor dents
· Minor earing
· Minor burrs
· Exfoliations
· Lamination
	


	Machine manufacturer
	 

	Type designation of machine
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