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LLC "SGCC" 2023
1. GENERAL INFORMATION
	1.1 Name

	Packing and palletizing bags with polyethylene granulate on pallets.

	1.2 Basis and purpose of acquisition

	Basis: Annual application for 2023.
Purpose: Replacing physically obsolete equipment with new one.

	1.3 Information about novelty

	The complete line, components, components, materials, spare parts, etc., supplied as part of the installation, must be new, not previously used, which have not been restored, not discontinued, with a year of manufacture not earlier than 2022

	1.4 Development / production stages

	According to the normative-technical and design documentation of the manufacturer.

	1.5 Documents for development / production

	According to the normative-technical and design documentation of the manufacturer.


2. SCOPE OF USE
	2.1 General operating conditions

	Place of operation: Installation of packaging of the polyethylene production unit,
LLC "Shurtan GCC"
Operating mode of the enterprise: Two shifts of 12 hours a day, at least 8000 hours a year.

	Scope of work performed:
	Design, manufacture, supply, installation, as well as commissioning of equipment.

	Purpose of the designed object:
	Packing and palletizing bags with polyethylene granulate on pallets.

	Output volume:
	30 tons/hour
(1200 bags/hour of 25kg)

	Shift work of the department for the production of products:
	Around the clock (2 working shifts of 12 hours)

	Special conditions
	Equipment in its overall dimensions should fit on the existing site.
Applications 1. Layout of existing lines in the building.


3. TECHNICAL REQUIREMENTS
	3.1.1 Characteristics of the product.

	Data
	Unit measurment
	Meaning

	Polyethylene granule

	Name:
	
	Polyethylene

	Average size of polyethylene granules:
	mm
	3-3

	Bulk weight (uncompacted):
	kg/l
	0.33-0.54

	Angle of repose (to the horizontal, in a free bulk state):
	degree
	35°-55°

	Product temperature:
	°C
	Max. 60

	Product Feature:
	
	free-flowing, non-explosive, non-dusting, statically charged, constant bulk density without lumps

	3.1.2 Type of transport package formation. Characteristics of the container

	Polyethylene granule bag material:
	
	LDPE film

	Bag film thickness:
	micron
	160-180

	Bag type:
	
	Polyethylene bags made from tubular film

	Bag weight:
	kg
	25
+/- 20 g (average for 10 weighing bags)

	Dimensions of the filled bag (length, width, height):
	mm
	650 x 420 x 180

	Pallet dimensions (length, width, height):
	mm
	1200 x 1000 x155 (plastic)

	Number of bags per layer on a pallet:
	pcs.
	5

	Number of layers per pallet:
	pcs.
	8-11

	The layout of the bags in the layer:
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	Stack height including pallet:
	mm
	Max. 2100

	Stack weight including pallet (max.):
	kg
	Max. 1500

	Stretch hood packaging:
	
	Not required

	3.1.3 Ambient conditions / Power supply


	
The name of a premises
	Finished goods warehouse,
approx. +1.605m, axis: 7-9 / Ga–Gh

	Premises characteristics
	Heated industrial premises of a closed type

	Site height above sea level:
	<500 m

	Restrictions on placement of purchased equipment
	Space must be taken into account for maintenance and repair

	Indoor temperature range
	+5°C to +40°C

	Air humidity:
	up to 75% (non-condensing)

	Operating voltage:
	400 V, 50 Hz, 3 phases

	Auxiliary voltage:
	230 V, 50 Hz, 1 phase

	Control voltage:
	24 V DC current (produced on the control cabinet)

	Voltage deviations:
	± 5%

	Frequency deviations:
	±0.2%

	Protection class - engines:
	IP 55

	Protection class - distribution cabinets:
	IP 55

	Protection class - electrical installation parts:
	IP 65/55

	Motor insulation class:
	ISO F (or better)

	Grounding system:
	TN-S

	Air supply:

	pressure (min.): 6 barg
pressure (max.): 7 barg

	Permissible noise level:

	The permissible equivalent noise level is less than 75 dB (A) in the working area, i.e. at a distance of 1 meter from the noise source


	3.1.4 List of supplied equipment and services

	No:
	Equipment name
	Functional purpose
	Required specifications

	1.1
	Intermediate hopper

	product hopper
	· stainless steel
· 2 level sensors
· inspection hatch
· volume approx. 0.5 m³

	1.2
	Receiving hopper for scales
	The hopper helps ensure a regular flow of product at the entrance to the scale.
	· stainless steel


	
	Weighing scale netto
	Scales for weighing and dosing the product

	The balance is equipped with a double servo hatch that vertically lowers the dose in the center into the weighing bucket. In addition, the balance has a built-in self-learning weighing algorithm that allows the balance to automatically adapt to different product properties. In this way, both speed and weighing accuracy are optimized, irrespective of the packaged products.
The entire weight block is mechanically balanced to avoid any vibrations/wobbles during operation for maximum stability.
· double hatch (with servo drive)
· bucket for weighing
· dust removal nozzle
· double-leaf discharge gate (with pneumatic drive)

	1.3
	Unloading hopper

	Unloading hopper
with spreader chute and automatic flow control
	The unloading hopper allows you to unload the product from the scales into the bag through the loading pipe. The accelerating chute increases the shape of the product during unloading for faster entry into the bag.
Dual servo dynamic control product flow control uses predictive software to optimize real-time product transition between the weigh bucket and inlet by monitoring product flow at different levels along the acceleration chute.
The bucket on the spreader chute also functions as a holding hopper to avoid uncontrolled fall of product if the bag is not opened.
· made of stainless steel
· accelerator chute
· double shutter (with servo drive) for automatic flow control
· bucket

	1.4
	Automatic filling machine FFS.
	FFS High Speed ​​Packing Station that forms, fills and seals side gusseted bags from a tubular PE roll.
	

	
	FFS consists of the following modules:

	
	Support for the roll
	The support is located in addition to the main frame on the rear side and includes a pneumatically expanding shaft for self-centering of the roll.

	
	Hydraulic roll replacement device
	Roll support lift for easy roll change. Driven by own hydraulic group

	
	Unwinding of polyethylene film with servo motor
	Film unwinding is carried out by two rubber drums. One of them is driven by a servo motor to increase speed and accuracy. The stop is also electronically controlled, allowing fine adjustment of the film feed on the FFS.

	
	Unwinding the drive
	The accumulator is formed by a set of guide rollers that accumulate enough film to be fed to the forming station. It also induces gravity tension to pull the former quickly.

	
	A device for piercing the film
	The pneumatically actuated device consists of a set of needles that pinch the film to allow air to escape.

	
	Bag length measurement
	With encoder reading programmed stops for continuous rolls (no eye mark)

	
	Bag transfer system
	The system consists of robotic tongs that move on tilting arms and move the bag through 5 different stations. The tilt movement is controlled by two electronically synchronized servomotors.
The bags are supported by pneumatic tongs that grip the bag by the side rails throughout the entire process at each station.
Station 1: Cutting and sealing the bottom of the bag.
The pneumatic clamp compresses the tubular polyethylene film. Inside is a thin knife. The cutting and sealing operations are carried out almost simultaneously. Sealing is carried out in a pulsed way with rolled Teflon and temperature control. The station includes one cooling plate for the bottom seal. Heat is removed by contact.
Station 2: Bottom seam cooling station.
Includes a second cooling plate for bottom sealing to allow longer cooling times as the bag approaches the fill port.
Station 3: Filling bags with 2 modules.
Bag opening device, formed by pneumatic tongs and vacuum cups for lateral opening of the bag mouth.
Filling tube with quick opening internal device connecting the filling tube to the mouth of the bag. It features decompression and flow control nozzles to optimize performance.
Station 4: Sealing the bag
It consists of two clamps that seal the mouth of the bag using pneumatic pressure. Sealing is done by impulse with rolled Teflon and temperature control.
Station 5: Cooling the top seam of the bag
It pinches the top of the bag and removes heat from the seal through contact.


	
	Product deposition system and bag removal conveyor
	The system consists of a motor-driven belt conveyor that coordinates the movement of the bags with a transfer system. The entire conveyor tilts up and down on an off-center axle. Each vertical stroke shakes up to three bags at the same time, so the product settles in the bag as it passes through 3 of the 5 stations. The vertical shaking movement is driven by a servomotor.


	
	Sealing and cooling system of corners
	The corner sealing system consists of L-shaped bars for pulsed gusset sealing located between the unwinding and shaping stations. They are designed to seal gussets on both sides to prevent product residue in the corners of the bag after filling, and provide a full square shape to the top and bottom of the bag.
A small air turbine connected to two tubes is responsible for cooling the corner sealing systems. Two blowers move vertically along the bag length system to cool corner seals, which are in different positions for each bag length.


	
	HMI interface (15") with section visualization
	HMI includes all the necessary elements for controlling equipment from one point, equipped with buttons (according to regulations) and a touch screen for controlling and operating the system.
Formation of daily reports and certificates of production situations for any period of time for exporting data using the OPC (HAD, ODBC) Modbus RTU / TCP, ODBC protocols, protocol data.
Recipe settings: allows you to access and edit working recipes
Recipes: visualization and selection of a pre-set working recipe
Settings: allows you to visualize the state of the machine, as well as edit and parameterize mechanical components.
Monitor: Allows you to visualize the status of all safety mechanisms, communication status and maintenance timer tracking.
Operating Status / Alarms: Allows you to view active alarms and alarm history.
Production: allows you to visualize production-related data such as throughput (bags/h), total batches produced, batches produced per recipe, and a resettable partial counter
Configuration: allows access to general settings and parameterization.

	
	
	

	1.5
	Additional shaft
	Optional roller for faster film changes
	

	
	
	
	

	2.1
	Lifting Belt Conveyor
	The lifting belt conveyor also serves to transport the bags fed by the FFS machine in the axial direction.
	· reinforced frame
· drive and tension drum
· endless conveyor belt
· double-sided guide rails made of edged stainless steel plate
· length approximately 1395 mm
· transport height at the entrance 420 mm
· transport height at the outlet is 800 mm

	2.2
	Control of a torn bag
	The system is installed between the FFS and the conveyor belt to check outgoing torn bags.
	· with the installation of a light barrier for detecting pellets and an electrical contact for automatic stopping of the bag on the unloading conveyor (and manual removal by the operator).
· made of stainless steel

	2.3
	Flat belt conveyor with metal detector
	A metal detector built into the conveyor belt is used to detect metal in filled bags. The bag entering the conveyor belt passes through a magnetic coil to check for the presence of metallic foreign bodies. If metal bodies are detected, a signal is sent to the palletizer control system and the bags are automatically rejected by the downstream reject station.
	· belt conveyor with gear brake motor
· tensioning drum with tensioning device
· belt conveyor frame
· smooth ribbon, endless vulcanized
· metal detector coil (aluminum) with diagnostic electronics integrated control panel with touch screen (5.7")
· electrical contact elements for control and locking
· samples for testing the metal detector
· Sensitivity:
· FE 2.5mm, NON-FE 3.0mm, S3.0 mm
· length 2000 mm
· transport height 800 mm

	2.4
	Control scales of bags
	Single load checkweighers are used to check the weight of incoming filled bags. A special belt conveyor serving as a weighing belt is installed on the checkweigher weighing unit. This belt conveyor is integrated into the transport line and allows the weight of the bags to be dynamically determined in the throughput system.
For bags detected as under- or overweight, a signal is sent to the palletizer control system and the bags are automatically rejected by the downstream reject station.
	· belt conveyor with gear brake motor
· tensioning drum with tensioning device
· Belt conveyor frame
· smooth ribbon, endless vulcanized
· electrical contact elements for control and locking
· load cell
· terminal box
· touch screen (7") for control and display
· calibration loads
· accuracy: +/- 20 g (at 3σ)
· length 1100 mm
· transport height 800 mmmm

	2.5
	Bag rejection device for one-way rejection
	The bag rejection device is a belt conveyor with a rotary pusher for rejecting bags from the transport stream of the line. A metal detector and control scales are installed in front of the rejection station. Bags with metal inclusions or the wrong weight are rejected through the deflection tab on the gravity roller conveyor.
	· reinforced frame
· drive and tension drum
· maintenance-free, freely rotating roller for the bottom belt
· sliding bottom for top tape
· wear-resistant, endless plastic special conveyor belt
· rotary pusher made of steel sheet with plastic coating
· shaft-mounted gear motor brake with a console as a transportation drive
· geared brake motor with a console as a turn drive
· electrical contact elements for control and locking
· warning light and beep
· length 1100 mm
· transport height 800 mm

	2.6
	Gravity Roller Conveyor
	Gravity roller conveyor for collecting rejected bags
	· length 1.530 mm

	2.7
	Drop-jet printer
	For imprinting data (type, batch number, date/time) on filled bags before stacking the bags on a pallet.
The printer should write on the bag, indicating whether the mass is small or large, and the presence of metal.
The date should change automatically when the day changes.
On the overview and detail drawings, all spare parts must have an item number and materials in accordance with the standard.
	· one print head for single-sided printing on bags
· marking height up to 11 mm (1 line)
· data entry by the operator on the device itself
· ability to select different characters
· 7-inch wide touch screen: real–time display of ink level information - remaining hours of operation and number of messages; built-in help and signal system; simplified editing and message management; creation of user profiles
· USB and SD ports

	2.8
	Lifting Belt Conveyor
	The lifting belt conveyor serves to transport the bags to the top level of the palletizer.
	· reinforced frame
· drive and tension drum
· endless conveyor belt
· length approximately 9000 mm
· transport height at the entrance 800 mm
· transport height at the exit 3500 mm

	2.9
	Unit cargo leveling station with bottom and top conveyor belt
	The load leveling station with bottom and top belt is used to flatten (flatten) and de-aerate the bags. In this way, the bags are aligned, giving them a stable shape to form a layer on the pallet

	· the load balancing unit consists of a lower and upper belt conveyor.
· reinforced frame
· drive and tension drums
· endless vulcanized conveyor belts
· suspension for top belt including parallel supports
· hand winch to adjust the height of the top belt
· protective flap on the top belt
· bottom conveyor length 2900 mm
· top conveyor length 2900 mm
· transport height 3500 mm


	
	
	
	

	2.10
	Automatic palletizer
	Automatic stacking of bags on a pallet.
	

	
	The palletizer consists of the following modules:

	
	Clock conveyor:
	For automatic feeding of bags to the palletizer at certain intervals in accordance with the performance. In addition, it serves to increase palletizing productivity, since the incoming bag - if necessary - can be stopped until the subsequent conveyor is ready to receive.
• execution in the form of a belt conveyor
• bearing frame made of profile steel
• reinforced steel sheet tape frame construction 
• drive and tension drum
• sliding bottom for tape
• endless profiled special transport belt
• photocell for bag detection
• electrical contact elements for control and locking
• length 895 mm

	
	Device for preparing and turning over the bag:
	The device for preparing and turning bags is installed on a belt conveyor. An automatically operating rotary device allows you to rotate incoming bags 90° to the right or left. With the help of rotary and folding flaps, smooth processing of the product is achieved, as well as lateral stabilization of the bag.
Electric and pneumatic controls are installed on the bag preparation and rotation device to detect the incoming bag and form the packaging layer.
• execution in the form of a belt conveyor
• bearing frame made of profile steel
• reinforced steel sheet tape frame construction 
• drive and tension drum
• sliding bottom for tape
• wear-resistant endless plastic special conveyor belt
• rotary device, servo-controlled drive
• stainless steel rotary flaps
• pneumatic cylinder for turning the rotary dampers
• photocells for bag detection
• electrical and pneumatic contact elements for control and locking
• length 1235 mm

	
	Bag feeding frame:
	A clock conveyor and a device for preparing and turning the bag stop on the frame. The frame is made of profile steel

	
	Bases machine frame, lift frame:
	The main frame of the machine and the frame of the pallet lift are designed to install all the palletizing modules necessary for the formation of layers and packages. Both frames consist of a welded profile steel structure. Electrical controls are installed for the safety of workers and maintenance personnel.
The frame contains the following modules:
• input conveyor belt
• stop (in version with motor)
• upper feeder (with frequency control)
• intermediate balcony (aerated)
• loading gate system (aerated)
• layer forming device with buffer plate
• pressure plate (pneumatic) for the grate layer
• pallet lift (with frequency control)
• lifting and lowering loading roller conveyor

	
	Input belt conveyor:
	To prepare the formation of layers. The conveyor has electrical controls to detect incoming bags.
· execution in the form of a conveyor belt
· supporting frame made of profiled steel
· reinforced steel sheet frame design
· drive and tension drum
· sliding bottom for tape
· wear-resistant endless plastic special conveyor belt
· photocells for bag detection
· electrical contact elements for control and blocking
· length 2000 mm

	
	Stop (in the version with the engine):
	The stop is located at the end of the input belt conveyor. When forming the layers, the stop serves to guide rows of bags that can easily lose their shape. Depending on the formation of the layer or the position of the bags to the desired position is controlled by a motor.
· stop made of stainless steel edged plate
· supporting structure
· guide tubes with guide sleeves
· guide rails
· rack and gear for adjusting movement
· geared motor as actuator
· electrical contact elements for control and blocking

	
	Top storage: 
	The upper accumulator is located above the entrance belt conveyor and serves to feed rows of bags to the intermediate balcony or from the feeding belt conveyor together with bags on the intermediate balcony to sliding plates. After moving a row of bags or a layer of bags, the upper accumulator is lifted to return to its original position. Meanwhile, the following rows of bags are formed on the input belt conveyor in accordance with the rows of the formed stacking layer. With the help of a positionally controlled displacement drive, precise positioning of the upper drive is achieved.
• reinforced frame
• lifting and lowering feeding mechanism
• pneumatic cylinder for lifting movement
• movable feeder carriage with carriage support, guide rails, pulleys and guide rollers
• positionally controlled gear motor with brake and incremental sensor as displacement drive
• gear belts and gear wheels for moving
• guide rails and guide bushings for moving the feeder in the lifting position
• Electrical and pneumatic contact elements for control and locking

	
	Intermediate balcony (aerated):
	Intermediate balcony (aerated), with frequency regulation of the air flow. The intermediate balcony is located below the input belt conveyor. It is designed for intermediate storage of rows and layers of bags. The last row of bags, together with the bags located on the intermediate balcony, moves along the intermediate balcony onto the sliding plates. To improve the sliding quality - especially for products in plastic bags that can easily lose their shape, as well as at high product and ambient temperatures - the intermediate balcony is equipped with an aeration system, which must necessarily have automatic temperature control of the air flow.
· stainless steel intermediate balcony with special openings for air flow
· built-in air chamber with connecting pipe for air supply
· mounting consoles
· high-pressure fans with frequency control

	
	Loading gate system (aerated):
	The slide plates
are aerated, the frequency of the air flow is adjustable
by walking
The sliding plate takes a layer of bags and stacks it - by opening the gate on a pallet or a stack being created. Electric controls are installed to open and close the gate. To improve the sliding quality - especially for products in plastic bags, which can easily lose shape, as well as at high temperatures of the product and the environment - the gate is equipped with an aeration system, which must have automatic temperature control of the air flow.
• Stainless steel slide plates with special holes for air flow
• built-in air chambers with a connecting pipe for air supply
• guide rails, as well as pulleys and guide rollers
• drive shaft with bearings
• gear belts and gear wheels for moving
• a gear motor with a brake is mounted on the shaft
• high-pressure fans with frequency control
• electrical contact elements for control and locking

	
	Layer centering device:
	Layer centering device adjustable on both sides by motor. It is located on both sides above the loading gate system. The bag layer is held in a centered position during gate opening.
· forming bars are made of stainless steel with edging
· support structure for layer forming device
· guide tubes and guide bushings
· guide rails
· racks and gears for adjusting movement
· geared motor with brake
· electrical contact elements for control and blocking


	
	pressure plate (pneumatic) for grating layer:
	The pressure plate serves to optimize the quality of the stack. After laying the layer from the gate onto the pallet, the layer is leveled with a pressure plate. In electric control, the pressure plate pressure time is individually adjustable. When applying cold glue to the surface of the bag, the grid on the pressure plate of the layer prevents delamination.
· sectional steel structure to accommodate all elements
· pressure plate made of steel sheet
· lattice (to prevent delamination)
· guide rails, guide bushings and mounting brackets
· Pneumatic cylinder with articulated head for lifting movement
· electrical and pneumatic contact elements for control and blocking


	
	Pallet lifter (with frequency control):
	The pallet lift is located under the gate. With the help of a position-controlled lift drive, the pallet on the lift is accurately positioned under the gate. This guarantees a smooth placement of the layer of bags on the pallet and an optimal stack shape.
For precise positioning of the pallet lift, electric contact elements are installed on the lift frame.
· profile steel pallet lifter
· pulleys and guide rollers
· sprockets and duplex roller chains
· shaft and bearing
· special profiles for pallet lift guides
· position control geared brake motor
· counterweight with guide rollers
· photocells for height control
· electrical contact elements for control and blocking

	
	Raised / lowered loading roller conveyor:
	The lifting and lowering loading roller conveyor is located on the pallet lift. After the stack is formed, the loading roller conveyor is lowered to the unloading position. The loaded pallet stack is transported to a subsequent roller conveyor. At the same time, an empty pallet fed from the empty pallet store is lifted to the appropriate placement position. Electrical controls are installed to ensure safe operation.
• sectional steel frame
• drive straight rollers with sprockets
• gear motor with brake as transport drive
• chain drive for roller conveyor
• guide rails, chain guard, tension sprocket, chain guide and chain
• electrical contact elements for control and locking
• length 1210 mm
• transport height 700 mm

	2.12
	Service area with 1 ladder, incl. protective fence and 1 door
	The maintenance platform provides a good overview of the plant. It is essential for the operation of the plant and guarantees safe access to the machine for inspection and maintenance.
	· stairs made of steel sheet with a decking made of grilles
· platform support made of profile steel
· handrail with handrail and knee bar in tubular construction
· flooring made of grilles with fasteners
· stair railing with handrail and knee bar in tubular construction
· platform height: 2900 mm
· platform length: 6690 mm
· width of the grid flooring cells: approx. 30 x 30 mm
· load: 300 kg/m2
· stair angle: 40°

	2.13
	Forklift for empty pallets

	The empty pallet forklift is used to receive and separate a stack of empty pallets. Together with the empty pallet infeed conveyor, it ensures that individual empty pallets are fed to the palletizer. To release the empty pallet, the forks move to the second bottom pallet of the empty pallet stack and then lift up. Now the lowest pallet of the empty pallet stack can be delivered to the palletizer on the empty pallet infeed conveyor. Electric controls are installed for automatic operation of the empty pallet forklift.
	· bearing frame made of profile steel to accommodate all elements
· guide profiles for the lifting carriage
· guide profiles for the fork carriage
· buffer device for centering a stack of empty pallets
· lifting carriage frame with pulleys and guide rollers
· fork carriage frame with pulleys and guide rollers
· villas in massive design
· gear motor with chain-driven brake for lifting and lowering the lifting carriage
· gear motor with brake and chain drive for the entry and exit of the fork carriage
· electrical contact elements for control and locking
· total capacity of empty pallets: up to 15 pallets
· transport height 700 mm

	2.14
	Empty pallet conveyor with forklift protection and guide rails

	The infeed conveyor for empty pallets is designed as a sliding conveyor with steel plates. On the empty pallet infeed conveyor, one pallet fed from the empty pallet magazine is moved to the loading roller conveyor by the empty pallet pusher while passing through the waiting position. The pallet call from the waiting position is automatic and is activated when a full pallet is unloaded from the loading roller conveyor. The empty pallet pusher precisely positions the pallet on the loading roller table. After that, the empty pallet pusher returns to its original position to release the other pallet, which is still in the reserve position. Electric controls are installed for the automatic operation of the empty pallet conveyor.

	· • locking plate made of profile steel
· • buffer strip made of profile steel and steel sheet with fasteners
· • gear motor with brake and chain drive for empty pallet carriage
· sectional steel frame to accommodate all elements
· made of sheet steel with an edge
· profile steel guide rails for carriage for moving empty pallets
· chain drive carriage for moving empty pallets with roller chain, drive and tensioning station
· pallet pusher with movable carriage, pulleys and guide rollers
· guide spars as a side guide for an empty pallet
· switching flap for detecting an empty pallet
· overload safety clutch
· electrical contact elements for control and locking
· length 5300 mm
· transport height 700 mm

	2.15
	Driven roller conveyor
	The driven roller conveyor is designed to receive and transport packages on loaded pallets. Positioning and detection of a stack of loaded pallets on a roller conveyor is carried out using a photocell or a roller switch.
	· sectional steel frame
· drive straight rollers with sprockets
· gear motor with brake as transport drive
· chain drive for roller conveyor
· guide rails, chain guard, tension sprocket, chain guide and chain
· electrical contact elements for control and locking
· length 2120 mm
· width 1330 mm
· transport height 700 mm

	2.16
	Driven roller conveyor
length 2.120 mm
	The driven roller conveyor is designed to receive and transport packages on loaded pallets. Positioning and detection of a stack of loaded pallets on a roller conveyor is carried out using a photocell or a roller switch.
	· sectional steel frame
· drive straight rollers with sprockets
· gear motor with brake as transport drive
· chain drive for roller conveyor
· guide rails, chain guard, tension sprocket, chain guide and chain
· electrical contact elements for control and locking
· length 2120 mm
· • width 1330 mm
· • transport height 700 mm

	2.17
	Driven roller conveyor, for removing finished bags
with forklift protection device
length 1.820 mm
	The driven roller conveyor is designed for removing packages with a forklift.
To avoid damage to the conveyor when removing the package with a forklift, a stop plate is installed in front of the conveyor.
	· sectional steel frame
· drive straight rollers with sprockets
· gear motor with brake as transport drive
· chain drive for roller conveyor
· guide rails, chain guard, tension sprocket, chain guide and chain
· locking plate made of profile steel
· buffer strip made of profile steel for collision protection
· electrical contact elements for control and locking
· length 1820 mm
· width 1330 mm
· transport height 700 mm

	Based on the generally accepted engineering practice, potential suppliers can offer the necessary additional and auxiliary equipment.
• Drive control using equipment from well-known manufacturers;
• The presence of a protection system (blocking) and alarm;
   • Provide for the possibility of further maintenance and monitoring of the software of the automatic  control system of the technological process and visualization using a programmer or a special computer (open architecture principle)

	3.1.1 Services provided by the equipment supplier
• Supervision of installation and commissioning at the Customer's site;
• On-site training of the Customer's personnel;
• Organization, at its own expense, of familiarization of 3 (three) technical specialists of the Customer for inspection of complete equipment at the Manufacturer's factory.
• Conducting comprehensive performance warranty tests at the Customer's site after putting the complete equipment into operation and putting it into stable operation;
• Provision of qualified personnel of the manufacturer and sub-suppliers (if necessary) during the period of commissioning and comprehensive performance tests;
• The warranty period of operation of a set of equipment is 16,000 machine hours or 24 months (whichever comes first) after the completion of a comprehensive operational test for guaranteed performance and the signing of the equipment acceptance certificate;
• During the warranty period, the Supplier is obliged to send qualified specialists to eliminate any equipment malfunctions that occurred due to improper quality of the supplied equipment, or hidden equipment defects that could not be detected during warranty performance tests.;
• If it is necessary to replace any defective unit or part of the equipment, the period of replacement of the part and elimination of the identified defect should not exceed a period of more than 1 (one) month, unless otherwise stipulated by the production cycle of the replaced part and/or unit;
3.1.2 After the conclusion of the contract, the Supplier provides the Customer within 2 (two) weeks:
• Equipment locations;
   • Overall dimensions of the equipment;

	3.2 Main technical, economic and operational indicators

	For stable operation of the packaging line, the period of repair and replacement of spare parts should be no more than once in 2 years.

	3.3 Design requirements, installation and technical requirements

	   The packaging line offered by the companies must correspond to the location of the packaging line installed in the polyethylene production shop.
   Before delivery of the packaging line, the Customer is provided with a detailed drawing of the packaging line for approval.
   The participating company is obliged to carry out installation and commissioning work. With a test run of 72 hours.

	3.4 Labeling requirements

	The marking must comply with the requirements of the state standards of the Republic of Uzbekistan, which do not contradict and are not inferior to generally accepted international standards. The labeling of the goods must contain the deciphered name of the equipment, the name of the manufacturer, the address of the manufacturer's location, the date of issue and other necessary information. The main marking data should contain:
- name or trademark of the manufacturer;
- conditional designation of equipment;
- year of manufacture of the equipment.

	3.5 Dimensions and packaging requirements

	Dimensions of goods according to the regulatory and technical documents of the manufacturer.
Packaging must be carried out in such a way as to exclude the movement of goods in containers during loading, transportation and unloading. The container must be marked in accordance with the requirements of GOST 14192-96.

	3.6 Requirements for spare parts and consumables

	In addition to the filling line provided by the companies, a set of two-year spare parts must be supplied.

	3.7 Requirements for technological documentation supplied by the equipment

	The set of documentation supplied with the equipment should include, but not be limited to, the list of documentation below, provided in Russian and English in 2 copies, in paper and electronic versions.
· Manual for installation, assembly and adjustment of equipment;
· Detailed general view drawings and sketch layouts of the line;
· Repair, operation and maintenance manual;
· Wiring diagrams (all types), circuit diagrams (circuit diagram, pneumatic diagrams, panel dimension and arrangement plan of control panel, part list, cable list/terminal diagram, check list) control, parts list, cable list/terminal diagram, checklist) for instrumentation and automation;
· Instruments and equipment for instrumentation and control (Automated process control system, emergency automatic protection, etc.) with passports and certificates of conformity;
· Description of interlocks (block diagrams) indicating the causes of possible emergency stops (cause-and-effect diagram) and their effect on devices;
· Programmable Logic Controller (PLC) Digital Software program print out CSF/STL;
· Technical characteristics and description of devices and other technical information;
Detailed technical characteristics of spare parts of the whole line with description and indication of drawings;


4. REQUIREMENTS AS PER DELIVERY AND ACCEPTANCE RULES
	4.1 Delivery and acceptance procedure, additional requirements of the Customer

	Goods are accepted after testing, subject to the technical parameters of chapter 3 of this specification, after which an acceptance certificate is issued in accordance with the contract.
The customer accepts the goods in terms of quantity, quality and completeness of the batch, and external signs of the safety of the goods (presence of mechanical damage, visible deformation of individual units and parts of the goods and other similar obvious signs of damage) in accordance with the transport and accompanying documents, quality certificates of the manufacturer.
The parties hereby agree that the visual inspection of the goods, carried out by the representative of the Customer, must be absolute and final for the parties to determine compliance in terms of quantity, completeness and external signs of the safety of the goods during transportation.
When accepting the goods from the carrier, the Customer (consignee) is obliged to check the compliance of the goods with the information specified in the contract, specifications or additional agreements to it, as well as in transport, accompanying documents, quality certificates of the manufacturer.
In the event that upon acceptance of the goods after its receipt from the carrier, a discrepancy between the goods in terms of quality / quantity is revealed, the Customer (consignee) is obliged to suspend the acceptance of the goods, take measures to ensure the safety of the goods and prevent mixing with other homogeneous goods and notify the Seller in writing form within 30 (thirty) working days from the date of detection of defects.
The Seller is obliged to send the Customer (consignee) no later than 10 (ten) working days from the date of receipt of the notification a response about the participation of his representative in the further acceptance of the goods. The Seller's representative must appear to participate in the acceptance of the goods within a reasonable time, not exceeding 20 (twenty) calendar days from the date of receipt of the notification.
If the Seller refuses to participate in the acceptance or does not provide a response to the notification, or if his representative does not appear within the period specified in the contract, the Customer has the right to further accept the goods in terms of quality / quantity, with the participation of a representative of the Chamber of Commerce and Industry or an independent expert organization with the preparation of an act in accordance with the contract, or unilaterally.
The receipt of goods must contain the following information:
- name of the Customer (consignee) of the goods;
- the number and date of drawing up the act, the place of acceptance of the goods, the time of the beginning and end of the acceptance of the goods;
- surnames and initials of persons participating in the acceptance of goods, their positions, information about documents confirming the authority of these persons to participate in the acceptance of goods, their details;
- names and addresses of the manufacturer of the Seller;
- date and number of the notification about the call of the Seller's representative;
- detected discrepancy of the goods, its nature;
- an indication of the contract number and specification;
- name and marking of goods according to the shipping documents for the corresponding consignment of goods;
- number of places and weight of metal products according to shipping documents;
- the state of the container (packaging);
- the weight of the identified shortage for each place;
-number of the shipping document and quality certificate;
- size, steel grade, lot number, label;
-conclusion on the nature of the identified defects of the goods and the reason for their occurrence.
The act must be signed by all persons involved in the acceptance of the goods.

	4.2 Requirements for the transfer to the customer of technical and other documents upon delivery of the goods.

	The product must be accompanied by the following documentation:
- product quality certificate;
- technical data sheet of the entire line according to the manufacturer's standard; 
- operation manual;
- manufacturer's test certificate;
- invoice (invoice) Seller with a description of the goods, indicating the quantity, unit price and total amount;
- a bill of lading issued in the name of the consignee with a mark of the departure station and a mark of the destination, the name of the Customer, the number and date of signing of the current contract;
- certificate of origin of the country of the goods indicating the invoice number and date;
- packing list;
-certificate of quality of the goods issued by the manufacturer;

	4.3 Requirements for equipment insurance

	The insurance of the line is carried out at the expense of the Supplier. The risks arising during the delivery of the equipment are insured by the Supplier



5. REQUIREMENTS FOR REPAIRABILITY
	The design must be maintainable, safe and easy to maintain.



6. REQUIREMENTS FOR QUALITY AND CLASSIFICATION 
	The goods must be of high quality, the quality guarantee period is at least 2 years.
It is necessary to provide certificates (international standards ISO 9001, 14001, 45001, 50001, manufacturer's quality certificate and / or other certificates of international, recognized laboratories and testing centers)


7. REQUIREMENTS FOR THE QUANTITY, COMPLETENEES, PLACE AND TERM (PERIODICITY) OF DELIVERY
	No:
	Name of product
	Units of measurement
	Quantity

	1
	Packing and palletizing of bags with polyethylene granulate on pallets.
	Set
	1

	2
	Two-year spare parts

	3
	Productive industrial laptop for configuration, installation; Software 2021, Windows 10/11, Intel Technology.


8. REQUIREMENTS FOR THE TECHNICAL PART OF TECHNICAL AND COMMERCIAL PROPOSALS OF SUPPLIERS
	The technical part of the proposals of potential suppliers should at least consist of the following documents:
· The submitted technical proposal must be drawn up in the state or Russian language and duplicated in English;
· The submitted technical proposal must have a copy on electronic media (CD/DVD disks or USB storage media);
· It is necessary to provide certificates (manufacturer's quality certificate and or other certificates of international, recognized laboratories and testing centers);
· It is necessary to provide a list of companies that are users of the proposed product;
· It is necessary to indicate publicly available information about the manufacturer (company website);
· Reference list of deliveries of similar equipment for the last 3 years, indicating contact Customers;
· Technical characteristics of the main and auxiliary equipment, indicating the guaranteed power of the equipment, specific properties and detailed energy requirements;


*Примечание: За правильность заполнения и незаполненные пункты ответственность несёт разработчик.
*Note: The developer is responsible for the correctness of filling and unfilled items.
	Разработчики: / Developed by:

	Заместитель директора: /
Deputy Director:
	__________________  U. Isaev

	Главный технолог: / 
Chief Technologist:
	
__________________  H. Toshboev

	Главный механик: / 
Chief Mechanic:
	__________________  X. Allayarov

	Главный метролог: / 
Chief Metrologist:
	__________________  H. Mahmudov

	Главный энергетик: / 
Chief Power Engineer:
	__________________  X. Normurodov

	Начальник СУМТР: / 
Head Material and Technical Resources Management Service:
	__________________  T. Vosiev

	Начальник цех ППЭ: / 
Head of the polyethylene production unit:
	__________________  U. Bazarov

	Старший механик ППЭ: / 
Senior Mechanic polyethylene production unit:
	__________________  Sh. Shukurov

	Ведущей инженер механик цеха ППЭ: /
Lead mechanical engineer
of the polyethylene production unit:
	

__________________  G. Rakhmonov

	Начальник служба по управлению надежностью: /
Head of the Reliability Management Service:
	
__________________  A. Kurbonov



Настоящее техническое задание составлено на русском и английском языках. При наличии разногласий между русским и английским языками, текст на русском языке будет превалировать.
This technical assignment is drafted in Russian and English languages. In case of discrepancies between the Russian and English languages, the Russian language shall prevail.
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