ANNEX II + III :
 TECHNICAL SPECIFICATIONS + TECHNICAL OFFER
Contract title: Purchasing of Regranulation machine


p 1 /…
Publication reference: IPA2007/HR161PO/001-040412/SUP2
Column 1-2 should be completed by the Contracting Authority

Column 3-4 should be completed by the tenderer

Column 5 is reserved for the evaluation committee 
Annex III - the Contractor's technical offer

The tenderers are requested to complete the template on the next pages: 

· Column 2 is completed by the Contracting Authority shows the required specifications (not to be modified by the tenderer), 

· Column 3 is to be filled in by the tenderer and must detail what is offered (for example the words “compliant” or “yes” are not sufficient)  

· Column 4 allows the tenderer to make comments on its proposed supply and to make eventual references to the documentation

The eventual documentation supplied should clearly indicate (highlight, mark) the models offered and the options included, if any, so that the evaluators can see the exact configuration. Offers that do not permit to identify precisely the models and the specifications may be rejected by the evaluation committee.

The offer must be clear enough to allow the evaluators to make an easy comparison between the requested specifications and the offered specifications.
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Evaluation Committee’s notes 

	1. REGRANULATION MACHINE - GRANULATION LINE FOR LDPE/HDPE/LLDPE FILM SCRAPS complete with all the accessories for the production of granules with die-face cutting system

Quantity: 1
	
	
	
	

	Manufacturer’s name:
	
	
	
	

	Product type, model:
	
	
	
	

	1.1.  BELT CONVEYOR


	· Length: min 3500mm – 5000mm
	
	
	

	
	· structure of  the conveyor in steel FE thickness min  3mm; 
	
	
	

	
	· reduction gear lubricated for life, speed min 10m/min,
	
	
	

	
	· electrical controls with ampere meter to stop the belt in case of overloading of the grinder
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	1.2.  METALDETECTOR
	· programmable operating modes for sensitivity regulation
	
	
	

	
	· minimum metal detecting: 3mm
	
	
	

	1.3.  GRINDER
	- container for ground material pre-set for blower
	
	
	

	
	- electric control panel for grinder V400/50Hz
	
	
	

	
	- soundproofed hopper designed for easy feeding – preset for belt conveyor feed option; screw-jack for hopper overturning
	
	
	

	
	-manufactured in wear resistant steel – rotor shaft in high quality steel mounted on roller bearings – water/cooled grinding chamber and bearing supports
	
	
	

	
	- both rotating and stationary blades manufactured from high tensile steel, hardened and tempered with micrometer adjustment
	
	
	

	
	- screen diam. mm 8 on cradle support
	
	
	

	
	- limit switch on hopper overturning and screen extraction
	
	
	

	1.4.GRINDER NIP ROLLERS
	- Motor: min 1,1 kW with servo ventilation
	
	
	

	1.5.  PIPING GRINDER / SILO
	- connection between the fan of the grinder and the silo
	
	
	

	
	- material: galvanized Steel
	
	
	

	1.6.  SILO
	- capacity:  min 4m³ - max 6m³
	
	
	

	
	-  including an inspection door and minimum and maximum level indicator
	
	
	

	1.7.   VARIABLE SPEED EXTRACTING AUGER FROM THE SILO
	- user for extraction of film flakes from silo and dosing in the forced feeder
	
	
	

	
	– made of stainless steel 
	
	
	

	
	– the auger is linked by an electronic card with a main motor which allows automatic dosing control according to the amperage of the motor (set-point function)
	
	
	


	1.8.  MASTERBATCH DOSING UNIT
	- flow of dosing units - min 0, max 30 Kgs
	
	
	

	
	- capacity: min 10 l
	
	
	

	1.9.  FORCED FEEDER INVERTER CONTROLLED
	- receives the ground material from a dosing auger and presses it down into the extruder feeding zone 
	
	
	

	
	- the screw revolutions are adjusted according to the amperage of its own motor and the amperage of the extruder motor (“set-point function”)
	
	
	

	1.10.  EXTRUDER WITH DOUBLE VENT
	- min Ø80 with double vent
	
	
	

	
	- barrel: bimetallic 
	
	
	

	
	- feeding section: nitride type 1000HV
	
	
	

	
	- screw: stellited
	
	
	

	1.11.  VACUUM PUMP GROUP FOR VENT
	- made of stainless steel
	
	
	

	
	- for degassing the plastics mass if the material  is printed or wet 
	
	
	

	
	– it consists of connection piping, gas condensing tank, vacuum-meter, check valve and water ring pump
	
	
	

	
	Quantity: 2
	
	
	

	1.12.  WATER COLLECTION TANK
	- for water recycling when a water ring vacuum pump is used 
	
	
	

	
	- made of stainless steel
	
	
	

	
	- material: INOX
	
	
	

	
	- capacity: min 200 l
	
	
	

	1.13.  A.C. MOTOR
	- controlled by inverter
	
	
	

	1.14.  ELECTRIC CONTROL PANEL WITH DIGITAL FUNCTIONING
	- all the plant is controlled by PLC by means of an operator panel type touch-screen 
	
	
	

	
	– the system is complete with an automatic regulation of the dosing speed, with automatic insertion of the regulation when the production values are reached and with a system run/stop of the whole extruder completely automatic
	
	
	

	
	 – also the maintenance of the plant is controlled by means of alarms
	
	
	

	
	– the bus of field is Ethernet and can be connected to the network of the firm, so that there is the possibility to see the whole functioning cycle on any PC with integrated software
	
	
	

	
	- supplied with cooling system
	
	
	

	
	- touch screen’s dimensions: min 300x200
	
	
	

	1.15.  PRESSURE AND TEMPERATURE GAUGE
	- membrane pressure transducer mounted before the screenchanger while the melt temperature gauge is usually mounted before a die – pressure and temperature indicator, installed on the electrical control cabinet, having two alarm settings: one warning a screen change while the other stops the plant – both alarms one accompanied with a flashing light and siren
	
	
	

	1.16.  HYDRAULIC SCREENCHANGER
	- exchange: min 2 second and max 7 second
	
	
	

	
	- for filtering the melt 
	
	
	

	
	– system with sliding plate which is made of special steel 
	
	
	

	
	– thermoregulation is controlled by the temperature control panel
	
	
	

	1.17.  HYDRAULIC STATION WITH ACCUMULATOR
	– the pressure is generated by a gear pump 
	
	
	

	
	- accumulator capacity min 10 Lt.
	
	
	

	
	- max pressure 200 bar
	
	
	

	1.18.  DIE-FACE CUTTING SYSTEM
	- for pellet cutting at the exit from the die-the die is made of nitrided steel having a suitable number of holes and geometry for processing material – heating is controlled by the thermo-regulators in the temperature control panel
	
	
	

	1.19. VERTICAL CENTRIFUGE
	- for mechanical drying of the pellets-inlet chute with a screen for water separation – outlet is from the centrifuge via a soundproofed cyclone-it has a stainless steel water tank underneath the centrifuge for water collection
	
	
	

	1.20.  HEAT-EXCHANGER
	- necessary for cooling the water used in the die-face cutter-made of stainless steel-suitable for water/water heat exchange-complete with piping and supporting struts, fitted directly to the centrifuge tank – complete with a fload gauge for maintaining the water at a constant  level
	
	
	

	1.21.  VIBRATING SCREEN
	- for screening the pellets-made of stainless steel with n°2 interchangeable screens of which one having holes diam.min 2mm, and one having holes min 8 mm.-3 exits, of which one for oversized and for the size pellets and one for the fines-pellets moving by means of n◦2 electrovibrators 
	
	
	

	1.22.  PNEUMATIC DEVIATION GROUP
	- for diverting the flow of pellets to a discharge bin immediately after a screen change-the deviation period can be set by a timer 
	
	
	

	1.23. BLOWER
	- for pneumatic transport of pellets-complete with a hopper welded on the ejector-piping
	
	
	

	1.24.  PIPING
	- for pellets transport from the blower to the silo
	
	
	

	1.25. HAND-BOOK MANUAL
	English use and Maintenance  Hand-Book with all drawings in 2 copies
	
	
	

	1.26 TESTING AND COMMISIONING
	- supplier must do basic functional testing and verification and provide all additional equipment to ensure fully working environment (cables, connectors, peripherals etc.) according to instructions provided by the beneficiary before delivery.
	
	
	

	1.27.TRAINING
	One expert from Supplier for 3 days training for 2 persons about advances use and handling of machine in English language  at the premises of Bomark Pak ltd – production plant Ludbreg, Viktora Fizira 1, 42 230 Ludbreg 
	
	
	

	1.28. CERTIFICATE
	The offered product must bear a CE marking symbolizing conformity with all applicable Community provisions and directives.
	
	
	

	
	WARRANTY – all item (from 1.1. to 1.24.)
One year after provisional acceptance in accordance with the conditions laid down in Article 32 of the General Conditions
	
	
	

	2.  SPARE PARTS PACKAGE
	- Complete set of blades for grinder –quantity 1
- Jig for grinder’s blade–quantity 1
- Blades for Die-face cutter –quantity 30
- Blades holder for Die-face cutter –quantity 1
-  Jig for Die-face cutter’s blades–quantity 1
- Set of service Keys–quantity 1
- Cartridge of Grease for Die-face cutter–quantity 1
- Tin of Grease for motor–quantity 1
- Pump for grease–quantity 1
- Joint for Centrifuge–quantity 1
- Nylon joint for Die-face cutter–quantity 1
- Die-Plate for cutter–quantity 1
- Bronze Ring –quantity 1
- Teflon Ring–quantity 1
- Oil Cartridge for Gear-Box–quantity 1
- Heating Bands for Die-plate–quantity 2
- Heating Bands for Head–quantity 2
- Heating Bands for Screen-Changer–quantity 2
- Thermocouples–quantity 2
- Kit of Fuses type extra rapid–quantity 1
- Gasket for vent plug–quantity 1
- Gasket for condensing tank–quantity 1
- Teflon seal for Die-plate–quantity 1
- Filters for screenchanger–quantity 150
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	1.10
	Commercial warranty -  for item 1.10
	Extruder commercial warranty for screw and barrel: 10.000 extruder working hours with clean material, included material contaminated with iron and sand
	
	
	

	All items
	Response time and repair time - all items 
	Response time within 24 hours ( on working day) and repair time  within  3 next working days hours during the one year warranty period after provisional acceptance


	
	
	


ANNEX II + III :
 TECHNICAL SPECIFICATIONS + TECHNICAL OFFER – Part II
PLACE OF DELIVERY 

	Bomark Pak d.o.o.
	
	
	

	No
	Responsible Person
	Contact

Address/phone number/e-mail
	

	1
	Goran Kovačić
	Bomark Pak ltd, production plant , HR
phone: +385 (42) 306 557, fax: +385 (42) 500 477, e-mail: g.kovacic@bomark.hr

	All items


COORDINATION OF DELIVERY

Responsible person for coordination of the delivery of equipment will be Mr. Goran Kovačić, project asistant (phone: +385 (42) 306 557, fax: +385 (42) 500 477, e-mail: g.kovacic@bomark.hr) or another person that will be authorised as his substitution.
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