OFFICIAL 

Centre for Applied Science and Technology (CAST)

Requirement: Welding Equipment for CAST Workshop OSCT/1718/085
INVITATION TO TENDER
Background

The Home Office Centre for Applied Science and Technology (CAST) is a scientific and technical organisation offering advice and guidance to the Home Office and other Government Departments.

CAST is a unique team of scientists and engineers at the heart of the Home Office providing expert advice, innovation and frontline support.  CAST are the primary science and technology interface between Home Office ministers and policy makers, frontline delivery partners, and the suppliers of science and technology.  Understanding the policy and operational context of Home Office business allows CAST to operate where others cannot for reasons if impartiality, national security or market failure.

CAST supports the full range of Home Office interests in policing and tackling crime, counter-terrorism, border security and controlling immigration.  Our extensive in-house skills and experience, coupled with access to industrial, academic and international networks, ensures that we are able to provide the right advice and support, irrespective of the problem.

CAST is a diverse work environment including offices, and a variety of technical facilities and laboratories.

CAST has mechanical workshop facilities that support the specialised scientific and technical work that CAST does.  It is vital that the equipment they use is fit for purpose and is serviced/maintained to legal standards and codes of practice.  The current equipment needs to be replaced so that the CAST workshop can continue to provide a better level of service in this area of work with equipment that will be viable.
Aim of This Call
Supply of 4 different types of welding equipment.  The supplier will be required to supply the equipment that meets the CAST requirement, service and maintain the new equipment, including providing spare parts and consumables and do this to meet the requirements and inspection of the BS EN 50504:2008 code of practice and provide reports on each piece of equipment after each service/maintenance visit.
Requirements

Tenders are sought from persons or organisations who can supply new welding equipment to the specification detailed below, as well as service/maintain to the BS EN 50504:2008 code of practice and provide individual reports for each system, detailing the inspection and works completed at each visit.

Equipment Specification:

a. Mig:
Three phase input 50/60 Hz
Synergic dual pulsed multiprocess inverter power source
Pulsed Mig, dual pulsed, MIG/MAG, MMA, TIG speeds
Digital control of welding parameters with preset synergic curves based on material, gas and wire
Vision arc with higher speeds and reduced thermal dilations
Vision arc interfaced with LCS colour displays and special welding processed on request i.e. vision cold, vision pipe, vision power and vision ultra speed
Digital adjustment of all parameters
Store 99 personalised welding parameters
Presetting of welding parameters
Initial and final crater control
Partially or totally lock equipment with access key by password for safety
Energy saving function to operate the power source cooling fan when necessary
Welding parameter adjustment directly from up/down Mig torch
Automatic compensation of mains voltage fluctuation of +/-20%
Data storing and data printing ability
Separate wire feed unit to duplicate control keys as given on main power source
Feeder with 4 roll driving system
Wire start control to prevent wire sticking to work piece or nozzle
Burn back control at the end of each weld
Digitorch which displays welding parameters on the torch
Input supply = 400V 3PH
Input power @ MAX kVA = 25.5
Delayed fuse rating = 30 AMPS
Open circuit voltage = 70V
Current range = 10-400A
Duty cycle @ 40 degree C = 100% 330, 60% 370, 50% 400
Wire sizes = 0.6 to 1.6mm diameter
Standards = EN 60974-1 and EN 60974-10
Protection class = IP23 S
Insulation class = H
5 metre inter connecting cable between power source and feeder unit
Trolley to accommodate power source/feeder unit and gas cylinder
4 metre long Mig welding torch
Earth clamp, cable and plug
Gas supply hose
VRD voltage reduction under 12V for safety

b. Plasma cutter:
Swirl torch technology
Contact cutting
Shockproof and dustproof control rack protection cover
Torch with pilot arc
Central connection for cutting torch
Cutting parameter stability with +/- mains voltage fluctuation
Built in air filter and air impurity automation expulsion
Electronic control of cutting parameters
Electric protection on torch for safety of operator
Power factor correction, 16 A fuse
Input supply 115V 1PH – 230V 1PH
Input power @ MAX kVA = 4.8 (115V) to 5.5 (230V)
Current range = 20 to 40 AMPS
Duty cycle at 40 degrees C = 100% @ 20, 60% @ 30, 35% @ 40
Cutting capacity = Recommended 10mm to MAX of 15MM, Severance 18mm to Piercing of 8mm
Gas supply = Air/N2
Gas pressure = 5.0 to 5.5 l/min
Gas flow = 10 to 150 l/min
Protection class = IP23 S

c. Tig – portable:
Single phase input 50/60 Hz
AC/DC output
Digital control of all welding parameters
Memorising personalised welding parameters
Automatic compensation of mains voltage fluctuations of +/- 20%
High frequency TIG striking
Energy saving function to operate the power source cooling fan
Auto diagnostic feature for trouble shooting
VRD (voltage reduction device) to reduce the open circuit voltage below 12 volts
Digital volt and ammeter with welding current presetting and hold function
Full monitoring of welding parameters
Personalised welding programme storing and recalling
Ultra fast high pulse frequency in DC TIG welding from 0.5 to 2000Hz
Easy pulse syn for synergic pulse setting
Wave shape control in AC
Dynamic TIG – square wave
Soft TIG – Sinusoidal wave
Speed TIG – mixed wave
Cold TIG – triangular wave
Balance plus – an independent adjustment of current time and amplitude
AC frequency adjustment to 500Hz
Cycle function between two current values
Coldtack spot welding device
Multi coldtack spot welding device for cold spotting in raid sequence
Tungsten electrode diameter presetting
Input supply = 230V 1PH
Input power @ max kVA = 6.5
Current range = 5 to a minimum of 220 amps
Duty cycle @ 40 degree C = 100% 140A, 60% 180A, 30% 220A
Standards = EN60974-1, EN60974-3, EN60974-10
Protection class = IP 23 S
Insulation class = F
Sack barrow type trolley to accommodate machine & gas cylinder
Remote variable control footswitch
WP17 type TIG torch with fingertip control
Earth clamp, cable & plug
Gas supply hose

d. Tig
Three phase input 50/60Hz
AC/DC output
Digital control of all welding parameters
Memorising personalised welding parameters
Automatic compensation of mains voltage fluctuations of +/- 20%
High frequency TIG striking
Energy saving function to operate the power source cooling fan and water cooler
Auto diagnostic feature for trouble shooting
VRD (voltage reduction device) to reduce the open circuit voltage below 12 volts
Digital volt and ammeter with welding current presetting and hold function
Full monitoring of welding parameters
Personalised welding programme storing and recalling
Ultra fast high pulse frequency in DC TIG welding from 0.5 to 2000Hz
Easy pulse syn for synergic pulse setting
Wave shape control in AC
Dynamic TIG – square wave
Soft TIG – Sinusoidal wave
Speed TIG – mixed wave
Cold TIG – triangular wave
Balance plus – an independent adjustment of current time and amplitude
AC frequency adjustment to 500Hz
Cycle function between two current values
Coldtack spot welding device
Multi coldtack spot welding device for cold spotting in raid sequence
Tungsten electrode diameter presetting
Input supply = 400V 3PH
Input power @ max kVA = 15.3
Current range = 5 to 400 amps
Duty cycle @ 40 degree C = 100% 250A, 60% 320A, 35% 400A
Standards = EN60974-1, EN60974-3, EN60974-10
Protection class = IP 23 S
Insulation class = F
Trolley to accommodate power source, water cooler & gas cylinder
Remote variable control footswitch
WP18 type water cooled TIG torch with fingertip control
Earth clamp, cable & plug
Gas supply hose
Service/Maintenance Specification:

1.1 The service contract will be for a 3 year term, with a possible extension for the 4th year, and include planned annual maintenance visits as well as ad-hoc call outs for any required repairs or additional services.

1.2 The supplier must carry out a yearly planned maintenance visit to service the equipment purchased.

1.3 Specific dates and times must be confirmed with CAST 1 month before the service visit.  Contact details will be given to the successful Supplier upon completion of the procurement activity.

1.4 The service must comply with the most up to date version of standard BS EN 50504:2008 Validation of Arc Welding Equipment ensuring that the equipment still conforms and is working within the manufacturer’s specification and comply with ISO9001.

1.5 The supplier must be able to supply and fit any parts required for all the systems.

1.6 The supplier must be able to provide breakdown maintenance cover for the equipment, with an initial site visit within 72 hours of logging the call, between the hours of Monday to Friday 08:00 – 16.00.

1.7 During the annual planned maintenance service visit the supplier must:

a) Tig equipment:  (please find an indicative list below – please note that this is not an exhaustive list for this service requirement)

i. Note the machine settings so that these can be reset at the end of the testing.

ii. Check the general condition of the machine for signs of external damage.

iii. Clean the inside of the machine using dry compressed air to blow out any debris.  Clean outside of machine.

iv. Check and inspect mains input supply cable and plug.

v. Check mains input connections in machine for damage.

vi. Check major components in machine i.e. transformers, rectifiers, printed circuit boards, relays, resistors, contactors, wiring, fan motors, switches for damage.

vii. Check all major connections in machine for damage.

viii. Check output terminals on machine for damage.

ix. Check torch connections on machine including the on/off switch, torch head and fittings and parts for damage.

x. Check earth lead, dinse plug or lug and cable for damage.

xi. Check general condition of footswitch, plug and connections for damage.

xii. Check inside of footswitch to make sure all connections are good and that the micro-switch, potentiometer, resistor, brush, brush holder for damage.

xiii. Check general condition of water coolant system looking for signs of damage to input cable, plugs and hoses.

xiv. Remove panels from water coolant system and clean the inside using dry compressed air to blow out.

xv. Check all electrical connections inside coolant system for damage.

xvi. Check and top up water levels in water coolant system and refit panels.

xvii. Check gas regulator and supply hose for damage.

xviii. Check mains supply voltage is correct.

xix. Switch high frequency off and check open circuit voltage (OCV) both AC and DC.

xx. Check output currents on both AC and DC and that variable footswitch operates correctly.

xxi. Check all output functions of machine operate correctly including high frequency start/continuous, slope up/down pulse.
xxii. Run 5 tests, at agreed AMP stages in both AC and DC outputs, conforming to the BS EN 50504:2008 validation.

xxiii. At the end of the validation service :
(A report must be given to CAST to state that all of the above items have been checked.
(All damages found must be discussed with the Laboratory Support Services personnel.

b) Mig equipment:  (please find an indicative list below – please note that this is not an exhaustive list for this service requirement)

i. Note the machine settings so that these can be reset at the end of the testing.
ii. Check the general condition of the machine for signs of external damage.

iii. Clean the inside of the machine using dry compressed air to blow out any debris.  Clean outside of machine.
iv. Check and inspect mains input supply cable and plug.
v. Check mains input connections in machine for damage.

vi. Check major components in machine i.e. wire feed unit, transformers, rectifiers, printed circuit boards, relays, resistors, contactors, wiring, fan motors, wire feed motor, switches for damage.

vii. Check all major connections in machine for damage.

viii. Check output terminals on machine for damage.

ix. Check euro torch connections on machine including the on/off switch, torch head and fittings and parts for damage.

x. Check earth lead, dinse plug or lug and cable for damage.

xi. Check condition of inter connecting cable for damage.

xii. Check general condition of water coolant system looking for signs of damage to input cable, plugs and hoses.

xiii. Remove panels from water coolant system and clean the inside using dry compressed air to blow out.

xiv. Check all electrical connections inside coolant system for damage.

xv. Check and top up water levels in water coolant system and refit panels.

xvi. Check gas regulator and supply hose for damage.

xvii. Check mains supply voltage is correct.

xviii. Check wire feed drive rolls are correct size for wire to be used.  Switch on machine and check that the torch switch functions correctly and wire feed motor operates.

xix. Check open circuit voltage (OCV) throughout the entire range of the machine.

xx. Check output currents making sure the wire feed motor has linear control.

xxi. Check all output functions of machine operate correctly including spot and stitch timers for damage.

xxii. Run 5 tests, at agreed AMP stages, as part of the BS EN 50504:2008 validation.

xxiii. At the end of the validation service :
(A report must be given to CAST to state that all of the above items have been checked.
(All damages found should have either been made good during the validation service or must be discussed with the Laboratory Support Services personnel.
c) A supplier label must be placed on each machine after the validation service stating that it has been completed to BS EN 50504:2008 code of practice, date of testing, date retesting is due, certificate number
Certificates and Reports Specification:
The certificates of validation must be issued on the suppliers company headed paper and include:

Tig:
Date of validation service
Make, model, serial number of the equipment
Input supply voltage
Ambient temperature when testing
General condition of the machine
Output current control tests – 5 amp readings taken at agreed stages for both AC and DC amps and whether each passes or fails
Variable footswitch/remote control output test – minimum and maximum current shown and whether it passes or fails the linear control throughout the range
Post flow gas timer showing machine reading, stopwatch reading and whether it passes or fails
Weld current decay time showing machine reading in seconds with the adjustable decay, stop watch reading and whether it passes or fails, current output at initiation in amps, current output at off time in amps, linear current decay and whether it passes or fails
Machine passed or failed validation tests for accuracy – pass or fail shown
Date of next test

Mig:
Date of validation service
Make, model, serial number of the equipment
Output arc voltage test at 5 agreed DC voltage settings and whether it passes or fails
Output current test at 5 agreed amperage settings and whether it passes or fails
Machine passed or failed validation tests for accuracy – pass or fail shown
Date of next test

a) All reports, including the certificate of validation, must be produced and submitted to CAST no later than 10 working days for each service and maintenance visit for each individual unit, providing full details of any works undertaken and any parts or consumables used.

b) A current certificate of UKAS calibration for all verification devices must be provided when supplying the validation certificates for the CAST equipment.
In addition the following requirements will apply:

1. The contract must also cover ad hoc call outs for any required additional maintenance or breakdown and repairs.

2. The supplier must be able to attend call outs within 72 hours of CAST contacting them.

3. During the call out visit the supplier must:

a)
Produce a service reports for call out visits and include as a minimum:


(i)
A diagnostic report outlining details of the breakdown/fault

(ii)
Associated costs relating to the breakdown/fault

b)
All reports must be produced and submitted to CAST no later than 10 working days for each call out visit for each individual unit, providing full details of any works undertaken and any parts or consumables used before any works go ahead.

4. There will be no limit or cap on the number of call outs during the life of the contract.

5. The Supplier must be able to supply replacement parts and consumables for the duration of the contract (3 years – possible 1 year extension) for all the equipment being purchased.

5.1 CAST will place an order for parts and consumables as or when required.

5.2 If parts and consumables are required by CAST from the supplier a written quotation must be approved by CAST before any works commence.

5.3 All parts and consumables required throughout the contract will be paid via purchase order.

5.4 Replacement parts and consumables need to be new original manufacturer parts and consumables and sourced from a reputable source.  Patent parts or second hand parts will not be acceptable.

5.5 Suppliers are requested to indicate in the Pricing Matrix if any parts and consumables e.g. switches, wiring, coolant etc are included in the service and maintenance costs.

6. The service supplier must be able to provide standard Personal Protection Equipment (PPE) to the engineer for the task/job that they are required to do plus any products (chemical/tools/waste containers and equipment) that they require to be used during their visit.

Service levels and performance

The Authority will measure the quality of the Supplier’s delivery by:

a) The receipt of the detailed reports provided after every site visit to CAST no later than 10 working days after the site visit including ad hoc call outs, providing full details of any works undertaken including details of the equipment, results of the service test, details of maintenance activities carried out, any parts or consumables used, details of any issues and details of associated costs.

b) Meeting the specified supplier visit schedule. On award of contract with the successful supplier, supplier visit schedules will be agreed for the annual service visits. The supplier will be responsible to notify CAST 1 month before a service visit to arrange an agreeable date and time for the services to take place. 

c) The supplier’s ability to attend an ad hoc call out within 72 hours (working hours Monday-Friday) of the supplier being contacted. 

Contract Management

During the duration of the contract, CAST will need to be able to contact the supplier to log:

Breakdowns
Book engineers
Order consumables
Seek advice
Complaints
Obtain copies of service/breakdown paperwork
Other queries

CAST require a single point of contact who will be able to deal with these issues.  An escalation process is required whereby there will be liaison with CAST to work on and resolve any issues logged.  An initial response to CAST logging a call should be within 24 hours and an aim to resolve issues within 72 hours.

Special Consideration

A trade in of the following equipment for a discount off of the new equipment would be desirable but not essential.  It will have an effect upon the pricing evaluation:

i. Kempomig 3500S S/N: 6228354/618522
ii. Hypertherm Powermax 380 plasma cutting system S/N: 380-003223
iii. TIG 186i DC Model TIG180P S/N: JS06110520
iv. Cebora 4560/T tig welder S/N: C19655

It would be acceptable if the supplier wishes to come to site to inspect this equipment before giving a trade in figure.  Visit to be arranged with prior notice via the Procurement Department.

Timetable

The contract will start from 20 November 2017. The following timetable for selecting the successful contractor will be followed.

	Milestone
	Timescales

	Receipt of tender
	28th September 2017  

	Decision on award of contract
	13th October 2017 

	Contract Commencement 
	20th November 2017 

	Supply and Installation of Equipment
	Week commencing 20/11/17


Evaluation Criteria

Proposals will be evaluated against the following criteria: 
Value for money (and timescales) (30 %): Proposals will need to demonstrate that they represent good value for money (VFM).  A high scoring proposal will be one which makes a compelling VFM case and delivers clearly defined outputs in appropriate timescales.  It must include a manufacturers technical specification for the equipment.
Alignment with requirements (40%): This represents the extent to which a proposal aligns with the stated requirement.  A high scoring proposal will be one which gives details on the areas in the service/maintenance specification plus service levels and performance including contract management.
Technical relevance of company (30%): Proposal will need to demonstrate that the company has the required skill and background in the necessary field.  A high scoring proposal will be one which provides evidence that they have experience in this area of welding expertise and BS EN 50504:2008 code of practice.  An example service report and an example calibration certificate must be included.
Submitting a Tender

If you are interested in submitting a tender for this work it must be submitted by no later than Noon on 28th September 2017 HOS Procurement. The tenders shall be evaluated against the ability to meet the requirements set out above. The tender should be submitted in word and no more than 6 sides of A4 (excluding appendices).

The contract will be awarded using standard Home Office Service Terms and Conditions available on request.

Please e-mail tenders to HOSProcurement@homeoffice.gsi.gov.uk  quoting reference OSCT/1718/085 in the subject line.
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