
 

 
 

ITER -India 

(Institute For Plasma Research) 

INDUS Ref. 

II -TCN92IB-v1_1 

 

  Page 1 of 73  
 

 

 

 

 

 

 

TENDER DOCUMENT  FOR THIRD PARTY INSPECTION  

DURING IWS MANUFACTURING  

 

 

 

(Tender No. I -I  TN 12008 DATED 30/01/2013) 

                                         

Due On:  27/02/2013 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

ITER -INDIA  

INSTITUTE FOR PLASMA RESEARCH  

A-29, ELECTRONIC ESTATE, GIDC 

SECTOR -25, GANDHINAGAR: 382016 

INDIA  

 

TWO PART TENDER  



 THIRD PARTY INSPECTION DURING IWS MANUFACTURING 

(Tender No.: I-I TN 12008 DATED 30/01/2013) 
II -TCN92IB-v1_1 

 

  Page 2 of 73 
 

TABLE OF CONTENTS   
 

Clause 

No. 
Title Page No. 

1 Introduction 03 

2 Instructions to the Bidders 03 

3 Road Map from obtaining the Offers to the Finalization of the Contract 09 

4 Essential Eligibility Criteria 10 

5 Technical Specification 11 

6 Scope of Work 15 

7 Execution Chart 19 

8 Definition of Codes used in Manufacturing and Inspection Plan 21 

9 Inputs from I-I 22 

10 Deliverables 22 

11 Monitoring 23 

12 Record Keeping 23 

13 Contract Completion 23 

---- Annexure ï 01 24 

---- Annexure ï 02 26 

---- Annexure ï 03 29 

---- Annexure ï 04 30 

---- Annexure ï 05 33 

---- Annexure ï 06 34 

---- Annexure ï 07 35 

---- Annexure ï 08 72 

 



 THIRD PARTY INSPECTION DURING IWS MANUFACTURING 

(Tender No.: I-I TN 12008 DATED 30/01/2013) 
II -TCN92IB-v1_1 

 

  Page 3 of 73 
 

1 INTRODUCTION  
 

ITER is a multinational project to demonstrate controlled energy production by Thermo 

Nuclear fusion of Deuterium and Tritium, two Hydrogen Isotopes.   India is one of seven 

participating nations and is responsible to supply some systems and equipment for ITER. 

Institute for Plasma Research (IPR) is responsible for this and this will be executed by its 

project ITER-India (www.iter-india.org). ITER-India (I-I) is also a Domestic Agency for 

Indiaôs in-kind contributions to ITER project.  
 

One of the systems which I-I has to deliver to ITER is ITER Vacuum Vessel In-Wall Shielding 

(IWS).  I-I has placed a contract with M/s. Avasarala Technology Limited (ATL), Bangalore, 

India for Manufacturing, Pre-Assembly and Supply of ITER Vacuum Vessel In-Wall Shielding 

(IWS) to (a) Europe, (b) South Korea and (c) ITER, Cadarache, France.   
 

I-I wants to appoint Third Party Inspection Agency (TPIA) during IWS Manufacturing.   
 

This document contains the Scope of Work, Technical Specifications and Contract Terms and 

Conditions for Third Party Inspection (TPI) during IWS Manufacturing. 
 

2 INSTRUCTIONS TO THE BIDDERS  
 

Sealed Tenders are invited in TWO PART for the scope of work defined in these tender 

documents from Parties fulfilling the Essential Eligibility Criteria mentioned therein. 
 

2.1 This Tender Document is to select the Inspection Agency to carry out Third Party Inspection 

(TPI) during IWS Manufacturing at M/s. Avasarala Technology Limited (ATL), Bangalore, 

India.  
 

2.2 Tender documents are available on I-I Website - http://www.iter-india.org. Bidders satisfying 

the Essential Eligibility Criteria mentioned in this tender document may, at their option, 

download the tender documents from the website and submit their offer along with prescribed 

Tender Fee (non refundable) and Earnest Money Deposit (EMD) as per the details given in 

this tender document.  
 

2.3 In case bidder desires to collect the tender documents by post, they may contact the Purchase 

Officer, ITER ï India, Institute for Plasma Research, A-29, GIDC, Electronic Estate, 

Sector ï 25, Gandhinagar ï 382016, Gujarat, India  along with prescribed tender fee. 

However, ITER ï India is not responsible for any postal delays and loss of tender documents 

during transit. While requesting for Tender Documents, envelope shall indicate the 

ñREQUEST FOR TENDER DOCUMENTS AGAINST TENDER NOTICE NO. I -I TN 

12008 DATED 21/01/2013 
 

2.4 If you accept this invitation to participate in tender process, submit the confirmation letter and 

the tender fee of Rs. 1000 = 00 (Rupees One Thousand Only) along with the bid. Tender fee 

can be paid by the way of Demand Draft from State Bank of India (SBI) or any Nationalized 

Bank or from any one of the banks mentioned in bracket (ICICI, IDBI, HDFC and AXIS Bank) 

drawn in favour of Institute for Plasma Research A/c ITER-India and payable at Ahmedabad. 

Bid received from the bidder without tender fee will not be considered for further evaluation. 

Tender fee is non-refundable. 
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2.5 Bid Preparation: 
 

2.5.1 Bidder will prepare an original and one copy of the bid clearly marked each one as ñOriginal 
Bidò and ñCopy No. 01ò.  In the event of any discrepancy between the original and bid copy,  

I-I will consider original bid for further evaluation. 
 

2.5.2 The original and copy of the bid with necessary supporting documents shall be typed and 

signed by the bidder or a person or persons authorized to sign the bid. 
 

2.5.3 Name of Person(s) signing the bid should be typed or printed below the signature.  The person 

or persons signing the Bid shall affix a company seal and sign on each page for this bid. 
 

2.5.4 The Bidderôs name stated on any part of bid shall be the exact legal name of the bidders firm. 
 

2.6 Bid Submission: 
 

2.6.1 This is a Two-Part  tender and offer shall be submitted in following manner. 
 

ü Part ï A: Technical and Commercial Bid shall be put in first sealed envelope.  This envelope 

should be superscribed as ñTechnical Bidò.  This envelope must contains followings 
 

(a) Demand Draft (DD) for Non Refundable Tender Fee (or Proof of Tender Fee payment in 

case Tender Document was requested from Purchase Officer, I-I.) 

(b) DD for EMD 

(c) Technical and Commercial Bid  

(d) Signed and Stamped copies of Tender Document 

(e) Signed and Stamped Check List 
 

ü Part ï B: Price Bid shall be put in second sealed envelope. This envelope should be 

superscribed ñ Price Bidò. 

(Use Price Bid Format ï Annexure ï 03 of this tender document for filling the price) 
 

Place both these envelopes in one single sealed envelope with superscribing tender number, 

due date and title of the tender.  Part A and Part B in one envelope shall be rejected. 
 

2.6.2 Due Date for Bid Submission :  
  

Bid containing Part A and Part B must be submitted in duplicate (Ref. Section 2.5.1 and 2.5.2) 

in sealed envelopes on or before 13.00 Hrs. (IST) on 27/02/2013 to the Purchase Officer, 

ITERïIndia at the following address: 
 

Purchase Officer 

ITER ï India, 

Institute for Plasma Research, 

A-29, GIDC Electronic Estate,  

Sector ï 25,  

Gandhinagar: 382016, Gujarat, India. 
 

2.6.3 The bidder is expected to examine all instructions, terms and conditions, technical specification 

given in this tender document.  Failure to furnish all information required by bid documents or 

submission of a bid not substantially responsive to the bid document will be at Bidderôs risk 

and may result in rejection of bid. 
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2.6.4 Bids shall be complete in all respects and shall include properly filled in prices and catalogues 

as necessary along with the bid covering letter, all in duplicate.ô 
 

2.6.5 Bid should be free from Correction and Erasures. Corrections, if any, must be attested. All 

amounts shall be indicated both in words as well as in figures. Where there is difference 

between amounts quoted in words and figures, amount quoted in words shall prevail. 
 

2.6.6 Bidder shall use high quality plastic bags to protect the bids from any damage in transit. 
 

2.6.7 Bidder shall submit Technical Bid, Price Bid and all supporting documents pertaining to this 

tender in English. 
 

2.6.8 Late and delayed bids will not be considered. I-I will not be responsible for postal delays or 

any other delays in receipt of bid. Envelopes received without Tender number, date, due date 

and short description of item may be rejected.   
 

2.6.9 Request for extension of due date will not be considered.  
 

2.6.10 If the offer is submitted without valid documents, it may not be considered for further 

evaluation and will be treated as incomplete bid. Incomplete bid will be rejected at the 

discretion of I-I 
 

2.6.11 All  costs and expenses incidental to preparation and submission of the bid including Pre-Bid 

Meeting and Pre-Award discussion, Submission of Necessary Technical and Other Documents 

etc., shall be to the account of the bidder. I-I will in no case be responsible or liable for these 

costs and expenses, regardless of the conduct or outcome of the bidding process. 
 

2.7 Following are the tentative dates for this tender: 
 

ü Pre ï Bid Meeting        : 18/02/2013 

ü Due date for Bid Submission      : 27/02/2013 

ü Opening of Part ï A (Technical and Commercial Bid)  : 27/02/2013 

ü Meeting with Bidders for Technical Evaluation   : 05/03/2013 

ü Opening of Part ï B (Price Bid) of selected bidders    : 08/03/2013 

  

 In case of any change, revised dates will be communicated to the bidders in advance 
 

2.8 In the event of any date indicated above is a declared Holiday, the next working day shall 

become operative for the respective purpose mentioned herein.  
 

2.9 Pre-Bid Meeting: Pre-bid meeting with the bidders will be organized at ITER-India. Bidder 

will confirm his participation in Pre-bid meeting. It is expected that the bidder will send list of 

clarifications/queries he wants to discuss during the Pre-bid meeting atleast 5 working days 

prior to pre-bid meeting. 

 

2.10 Earnest Money Deposit (EMD) : Bid must be submitted along with Earnest Money Deposit 

(EMD) for Rs. 3,15,000=00 (Rupees Three Lacs Fifteen Thousand Only) by way of interest 

free Demand Draft from State Bank of India (SBI) or any Nationalized Bank or from any one 

of the banks mentioned in bracket (ICICI, IDBI, HDFC and AXIS Bank) drawn in favour of 

Institute for Plasma Research A/c ITER-India and payable at Ahmedabad.. EMD of 

unsuccessful bidder will be returned after final contract award. 
 

2.10.1 Bid received without EMD will not be consider for further evaluation.   
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2.10.2 The EMD shall be forfeited in case the Bidder fails to comply with any of the terms and 

conditions stipulated in the tender documents, after submitting his bid.  
 

2.11 Security Deposit (SD): Successful Bidder will have to furnish an interest free Security Deposit 

in the form of a Bank Guarantee (BG) for 10% of the contract value from State Bank of India 

(SBI) or any Nationalized Bank or from any one of the banks mentioned in bracket (ICICI, 

IDBI, HDFC and AXIS Bank) for fulfillment of all the contractual obligations. If the 

contractor fails to fulfill any of the conditions in the contract, ITER-India shall invoke the BG 

without any reference to the Contractor. BG format for SD is given in Annexure ï 08.  
 

2.12 I-I reserves the right to issue amendment(s), clarification(s) to this tender document to all the 

bidders who have attended the Pre-Bid meeting or received tender documents from I-I with a 

reasonable time period prior to bid opening.  Such amendment(s) / clarification(s) etc., shall 

also be uploaded on our website www.iter-india.org  
 

2.13 The quotation and any order resulting from this tender shall be governed by the conditions of 

the contract and bidder participating in this tender shall be deemed to have read and understood 

the same in complete.   
 

2.14 Where counter terms and conditions have been offered by the Bidder, the same shall not be 

deemed to have been accepted by I-I, unless our specific written acceptance thereof is 

obtained.    
 

2.15 Clarifications:  Any technical and commercial questions, information, clarifications etc., 

required pertaining to this tender may be obtained from the Purchase Officer, I-I. Bidder will 

send the request for such clarifications to the Purchase Officer before the date of Pre-bid 

meeting. 
 

2.16 Offer should be valid for a period of 120 days from the due date of opening of the tender. If 

demanded by I-I the bidder shall extend the validity of the quotation for further period without 

any change in price and terms and conditions. 
 

2.17 Scope of Work:  The Scope of Work under this Tender Notice is given in Clause ï 6.  
 

2.18 Technical and Commercial Bid Format : Technical and Commercial Bid Format (Part ï A 

of bid) is given in Annexure ï 02 
 

2.19 Price Bid Format : Price Bid Format (Part ï B of bid) is given in Annexure ï 03 
 

2.20 Contract Period: The Contract Schedule and Contract Period is given in Annexure ï 04 

 

2.21 Check list of bid: Check List for the documents to be included with the bid is given as 

Annexure ï 06.  Bidder must ensure that all documents are included with the bid as per this 

check list.  Bidder shall attach the copy of this list tick marked against the documents attached 

and duly signed with Part ï A of this bid. 
 

2.22 Price should be quoted according to the Price Bid Format given in this Tender Document. 
 

2.23 Conditional discount, if any offered will not be considered.  
 

2.24 Rejection of bid: Non compliance of tender specification and/or tender documents including 

terms and conditions  may lead to summarily rejection of bids received 
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2.25 Service Tax: If  Service tax is applicable, it should be mentioned clearly. Bidder may indicate 

percentage of Service Tax in his quotation.  A copy of service tax registration should be 

submitted with the bid.  If applied for service tax registration, proof should be submitted.  
 

If any other tax is applicable, bidder may indicate the percentage of such taxes.  
 

2.26 Payment: The payment schedule is given in Annexure ï 05.  Payment will be made within 30 

days from the date of acceptance of each milestone shown in Annexure ï 05. To release the 

payment, contractor shall submit invoice in duplicate against each mile stone. Sr. No. in the 

payment schedule including the percentage claimed should also appear in the invoice.  
 

2.27 Penalty: Following types of Penalty can be applied during execution of Contract 
 

2.27.1 Due to Error in Inspection: If any discrepancy is found during checking of Inspected items 

and / or records and it is established that the discrepancy is on account of inaccurate / 

inadequate inspection, penalty of 0.5% of cost of associated milestone, maximum up to 5% of 

cost of associated milestone will be applicable and shall be deducted from pending bills and/ or 

Security deposit  
 

2.27.2 Due to Non attended Inspection Call: Time limit to attain an inspection call is given in 

Clause No. 7.1.  If inspection call is not attended within prescribed time, Penalty of 0.5% of 

cost of associated milestone for delay of each week, maximum up to 5% of cost of associated 

milestone will be applicable to the TPI and shall be deducted from pending bills and/or 

Security Deposit.  
 

2.28 Terms of prices:  The quoted price should not be subject to price escalation for whatsoever 

reasons. The quoted price shall be firm, fixed and non-revisable during the validity/extended 

validity of purchase order/contract. Quoted price should be valid during entire contract period.  

 

2.28.1 Quoted Price should be firm and fix and is inclusive of all expenses to carry out the job at 

Bangalore.  
 

2.29 Insurance: The contractor will at its expenses take out and maintain in effect during the 

execution of contract the insurance policies of its employees and any assets.  I-I shall not bear 

any liability for any mishap to the TPI personnel and assets during the execution of contract. 
 

2.30 Jurisdiction:  The contract shall be governed by the Laws of India for the time being in force. 

The Courts of Gandhinagar only shall have jurisdiction to deal with and decide any legal or 

dispute arising out of this contract.  
 

2.31 Settlement of Disputes:  Any disputes or differences arising out of or in connection with the 

Contract/Purchase order shall be to the extent possible settled amicably between the parties. If 

amicable settlement cannot be reached then all disputed issues shall be settled by arbitration. 
 

2.32 Arbitration:  In the event of any dispute or difference arising under the Contract, the matter 

shall be referred to the Arbitrators one each nominated by the Purchaser and Contractor from 

their respective organizations. In case the said Arbitrators are not able to settle the dispute by 

themselves, the matter shall be referred to the Arbitrator mutually nominated by the Purchaser 

and the Contractor and whose decision will be final and binding on both the parties.   The 

venue of arbitration will be IPR / I-I.  Subject to   as  aforesaid  the  Arbitration  Act,  1996 and 

the rules   there under  and  any statutory  modification thereof for the time being  in  force 

shall  be  deemed to apply to  the  Arbitration  proceedings under this Contract. 
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2.33 Force Majeure: In the event of any unforeseen event directly interfering with the work arising 

during the execution of the contract, such as war, hostilities, act of the public enemy, civil 

commotion, sabotage, fires, floods, explosion, epidemics, quarantine restrictions, strikes, 

lockouts or acts of God, the TPIA shall, within a week from the commencement thereof; notify 

the same in writing to I-I with reasonable evidence thereof. If the force majeure condition(s) 

mentioned above be in force for a period of 90 days or more at any time, I-I shall have the 

option to terminate the contract on expiry of 90 days of commencement of such force majeure 

by giving 14 days notice to the TPIA in writing. In case of such termination, no damages shall 

be claimed by either party against the other, save and except those which had occurred under 

any other clause of this contract prior to such termination 
 

2.34 Assignment: The TPIA shall not off-load either full or part of the work assigned by I-I. 
 

2.35 Suspension: I-I reserves the right to suspend performance of any or all of its obligations for 

the contract.  Such notice shall specify the obligations of which performance is to be 

suspended, the effective date of the suspension and the reasons thereof.  The TPIA shall 

thereupon suspend performance of such obligations until ordered in writing to resume such 

performance by the same authority that ordered for suspension. 
 

2.36 Risk Purchase Clause: In case the bidder is not in a position to execute the inspection services 

or fails to execute the inspection services, I-I reserves the right to get the same services 

executed by any other TPI agency which I-I may deem fit and all additional costs incurred by 

I-I shall be recovered from the Contractorôs pending bills and/or Security Deposit Amounts. 
 

2.37 Termination of the contract: I-I reserves the right to terminate this contract at any time, with 

advanced notice of 1 month, if the quality and progress of the work is not found satisfactory.  
 

2.38 I-I reserves the right to carry out physical verification of facilities to assess bidder capability 

and capacity to perform the work.  In case, any deficiency/discrepancy is noticed at any point 

of time between the documents submitted and the physical verification, the bid is liable to be 

rejected or Contract is liable to be cancelled.  
 

2.39 Wherever options are specified in the tender documents, ITER ï India reserves the right to 

accept any option/s irrespective of whether all the bidders have quoted for all options or not.  

The decision of ITER ï India in this regard will be final. 
 

2.40 ITER-India shall be under no obligation accept the lowest or any other bid received in response 

to this tender and reserves the right of acceptance of the whole or any part of the bid or portion 

of the quantity offered and the bidder shall carry out the same at the rates quoted. ITER-India 

is not bound to accept the lowest bid. ITER-INDIA  reserves the right to split the contract 

among more than one bidders if found necessary at its sole discretion. 
 

2.41 I-I reserves the right to reject any or all bids or cancel / withdraw the invitation for bids without 

assigning any reason there off and in such cases no bidder shall have any claim arising out of 

such action 
 

2.42 Place of Work : 
 

M/s. Avasarala Technologies Limited 
Survey No. 60, K. Choodahalli, Somanahalli Gate 

27
th
 K.M., Kanakapura Road,  

Bangalore ï 560082, India. 
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The TPIA will comply with safety and regulatory requirements of ATL during contract 

execution. I-I shall not be responsible for any loss/damage on this account.  
 

2.47 Subletting or Sub-Contracting or Assignment of Contract: The Contractor shall not 

sublet, transfer or assign the Contract or any part thereof to any other contractor / sub-

contractor.  
 

Any breach of this condition shall entitle the Purchaser to cancel the Contract or any part 

thereof and/or recover from the Contractor damages arising from such cancellations.  
 

2.48 Indemnification:  The Bidder shall indemnify I-I from and against all actions, suits and 

proceedings by the third party for the acts/omissions of the agent and all costs, charges, 

expenses, losses, damages, duties, taxes, penalties, levies, and all other liabilities which I-I 

may be liable to pay, incur or sustain as a result of performance or non-performance, 

observance or non-observance by the agent of any of the terms and conditions of this 

Contract. 
 

I-I shall, without prejudice to its other rights be entitled to deduct/adjust from any dues 

payable to the agent or any security, all amount(s) which I-I may be liable to pay, incur or 

sustain as a result of the performance or non-performance, observance or non-observance of 

any of the terms of this Contract by the agent. 
 

2.43 All communications related to this tender must be sent to, 
 

Purchase officer, 

ITER ï India,  

Institute for Plasma Research, 

A-29, GIDC Electronic Estate,  

Sector -25  

Gandhinagar: 382016  

Gujarat, INDIA 
 

Phone:  079 23269551, Fax: 079 23269501 

E-mail:  rakhi.dharamdasani@iter-india.org (copy: haresh.pathak@iter-india.org) 
 

2.49 Result of the tenders: Unsuccessful bidders will not be informed of the result of their tenders. 
 

2.50 The Project Director, I-I reserves the right to accept or reject any quotation/tenders fully or 

partly without assigning any reason.  

 

3 ROADMAP FROM OBTAINING THE OFFERS TO THE FINALIZATION OF THE 

CONTRACT  
 

Following Road-Map will be followed by I-I from obtaining the bids to the finalization of the 

contract 
  

(a) Pre-Bid Meeting with bidders will be organized at ITER ï India, Gandhinagar. 
 

(b) Bidder will submit the offer in two parts, Part ï A (Technical and Commercial Bid) and Part ï 

B(Price Bid) with all necessary supporting documents as required/specified in the tender 

documents. 
 

mailto:haresh.pathak@iter-india.org
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(c) Tender Evaluation Committee (TEC) will be constituted by the competent authority of I-I to 

evaluate offers, shortlist the bidders, hold Techno-Commercial discussion with Bidders and to 

make recommendation(s) for Contract Placing. 
 

(d) TEC will hold discussion with bidders for Technical and Commercial Bid (Part ï A).  During 

this meeting, Bidder will make a presentation which will cover all the points defined in 

Technical and Commercial Bid.  This presentation must not have more than 15 (Fifteen) slides.  

The presentation time allocated to each bidder is limited upto 30 minutes. 
 

(e) TEC will carry out the Technical Evaluation of the Bidders based on this discussion, 

presentation and submitted documents. 
 

(f) TEC will short list the bidders based on submitted documents, presentations, discussions and 

technical evaluation. The committee shall hold techno commercial discussion with the short 

listed bidders. 
 

(g) TEC will send list of deviations, Technical Clarifications, queries on terms and conditions etc., 

to those short listed bidders.  TEC may ask the bidders to revise their price bid, if required.  

However, revision of price bid will be limited to the part of the bid affected due to such 

deviation. 
 

(h) Price Bid (Part ï B) of only short listed bidders will be opened.  
 

(i) TEC may hold negotiation with short listed bidders for price bid, terms of contract etc., 
 

(j) TEC will give its recommendation to the Competent Authority of I-I for placing the contract. 

 

 
 

4 ESSENTIAL ELIGIBILITY CRITERIA  
 

Bidder must submit documents in support to prove their eligibility to participate in this tender 
  

4.1 The Bidder must have well-defined and implemented Quality Management System and must be 

an ISO 9001:2008/2000 certified organization.  
 

4.2 The firm / company of TPIA must be registered in India over last 10 years.  
 

4.3 The Bidder must have minimum of 10 years experience of Third Party Inspection activities in 

major Engineering Industries involving at least but not limited to the (a) Dimension Inspection 

Technique, (b) NDT Techniques and (c) Documentation Review   
 

4.4 The Bidder must have executed three orders each having value of Minimum Rs. 25 Lacs in the 

last five years.  
 

4.5 The Bidder must have office/branch in Bangalore, India with adequate resources to carry out 

Dimension Inspection, NDT Inspection and Documentation Review  
 

4.6 The bidder must have an annual turnover of Minimum Rs. 50 Lacs for the last three years (i.e. 

2011-12, 2010-11 and 2009-10).  The firm / company must be a profit making company.  

Bidder must submit audited balance sheet of last three years to prove their eligibility for this 

clause.  
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5 TECHNICAL SPECIFICATION  
 

5.1 SYSTEM DESCRIPTION 
 

ITER vacuum vessel is made of double wall to get mechanical stability against severe loading 

conditions. Vacuum vessel has inner shell and outer shell which are connected by rib structure. 

The space between inner shell and outer shell is used to flow water to get operating temperature 

of vacuum vessel wall. Also, the space between these two shells is filled up with pre-assembled 

blocks to, (1) Stop neutrons streaming out of plasma and (2) Reduce toroidal magnetic field 

ripple. These blocks are called ITER Vacuum Vessel In-Wall Shield (IWS) blocks. Figure ï 1 

shows schematic view of IWS block. Figure ï 2 shows typical design of one IWS block and 

figure ï 3 shows pre-assembled IWS block. 

 
 

Figure ï 1: Schematics view of IWS block 

 

 

 

 
 

Shield plates 

Upper Bracket 

Lower Bracket Nuts and washers 

Bolts 
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Figure ï 2: Typical design of IWS block 

  
Figure ï 3: Pre-assembled IWS block 

 

The block used to stop neutrons is called Primary In-Wall Shielding block and the Block used to 

stop the neutrons and to reduce magnetic field ripple is called Ferromagnetic Insert. These shield 

blocks are made of (a) Borated steel SS 304 B7 (SS 304 with 1.75 % ï 2.25 % boron) and SS 304 

B4 (SS 304 with 1 % - 1.25 % boron) plates, (b) Ferritic Stainless Steel SS 430 plates, (c) Ribs 

made of SS 316 L(N)- IG, (d) Brackets made of SS 316L(N)-IG (d) Support structure hardware 

like long bolt rods, spacers, alignment keys etc. made of XM-19 steel, Alloy - 625 and SS 

316L(N)-IG material.   ITER-India will supply following materials as Free Issue Materials (FIM) 

to ATL for manufacturing of IWS. 

 

Sr.  

No.  
Material Approximate Weight (Ton) 

1 SS304B4, 40 mm thick 1375 ± 10 % 

2 SS303B7, 40 mm thick 182 ± 10 % 

3 SS430, 40 mm thick 551± 10 % 
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4 SS316L(N)(IG)- 50 mm thick 104 ± 10 % 

5 SS316L(N)(IG)- 75 mm thick 81 ± 10 % 

Total 2293 ± 10 % 

 

ATL will procure XM-19 and Alloy-625 material as per specifications provided by ITER-India 

and quantity estimated by them. 
 

Each IWS block comprises of number of plates (40 mm thick) stacked together with spacer in-

between the plates. These spaces generate the gap to allow required water flow. Actual numbers 

of plates in each block vary from one poloidal location to other. This is because of the fact that 

the space between outer and inner shells is different at different poloidal locations. Total number 

of blocks is more than 8000 depending upon the segmentation and total weight of finished blocks 

is more than 1775 t. Weight of one block can vary from 50 ~ 500 kg depending  upon the 

location. Each plate of IWS block is typically 0.4 m × 0.3 m and thickness is 40 mm. However, 

the actual sizes vary depending upon location of IWS block. IWS blocks are fixed to poloidal ribs 

between outer and inner shells of vacuum vessel or to special support ribs to withstand 

mechanical forces. These pre-assembled IWS blocks will be fixed on ribs between inner and outer 

shells of vacuum vessel as shown in figure ï 4 and 5.  

 

 
 

 

 

 

 
 

Figure ï 4: Mounting of Pre-assembled IWS block on poloidal rib 

 

In-board outer shell 

In-board inner shell 

Poloidal ribs  

Poloidal Rib Poloidal Rib 
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Figure ï 5: View of number of IWS blocks assembled between two shells of  vacuum vessel 

 

Following are approximate quantities of IWS blocks with a variation of ± 10 % 

 

Sr. 

No 

IWS blocks for PS1 PS2 PS3 PS4 Total 

1.  For all nine vessel sectors  1368 2124 1980 1845 7317 

2.  For all nine Field Joints  405 162 135 405 1107 

Total 1773 2286 2115 2250 8424 

 

Each of nine vessel sectors will be fabricated in four poloidal segments (PS1, PS2, PS3 and PS4) 

as shown in figure ï 6, which will be welded to form one vessel sector.   

 
 

Figure ï 6: Poloidal segments of 40̄  vessel sector 

 

5.2 CONTRACT DETAILS FOR IWS MANUFACTURING  
 

a) Name of contractor :  M/s. Avasarala Technologies Limited (ATL) 
 

b) Address  :   Sy. No. 60, K. Choodahalli, Somanhalli Gate, 

27
th
 K.M., Kanakapura Road, Bangalore, India 

PS1 

PS2 

PS3 

PS4 
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c) Scope of Contract :     
 

ü Procurement of materials (XM-19 and Alloy-625) for fasteners (bolt, nut, spacer, etc.,) 

ü Preparation of Manufacturing / Fabrication drawings 

ü Cutting and Machining of IWS plates 

ü Cutting and Machining of Lower and Upper brackets 

ü Cutting and Machining of support ribs 

ü Manufacturing/Arrangement of fasteners  

ü Stage wise and final inspection of IWS components 

ü IWS Block pre-assembly and Inspection 

ü Final cleaning and Packing 

ü IWS Shipment to Vessel manufacturerôs site in South Korea and European Union 

(E.U.) and field joints to ITER site at Cadarache, France.  
    

ATL will supply 30 % additional spares in addition to the required hardware.   

6.0 SCOPE OF THIS TPI CONTRACT 
 

I-I is having a contract with M/s. Avasarala Technology Limited (ATL) for Manufacturing, Pre-

Assembly and Supply of IWS blocks to European Union (EU), South Korea (KO) and IO.  A 

Manufacturing and Inspection Plan (MIP) has been prepared by ATL which defines the sequence 

of Manufacturing and Inspection activities for Component Manufacturing, Block Assembly and 

Packing of IWS.  ATL has prepared applicable Quality Procedure(s) for each activity.  The 

reference of the applicable Quality Procedure, Details of Records and the responsibilities of 

associated organizations i.e. (a) I-I, (b) IO, (c) Agreed Notified Body (ANB) and (d) TPIA are 

given in MIP (attached as Annexure ï 07 of this document).  The detailed Scope of Work (SoW) 

is given below:   

6.1 Inspection Call :  
 

TPIA shall have to attend the inspection calls raised by I-I for any inspections defined as TPIA 

responsibilities in MIP given as Annexure - 07 within the time schedule defined in Clause No. 

7.1.  

 

6.2 Component Inspection 

MIP for Component Manufacturing are defined as Appendix 02 to 18 in Annexure - 07.  TPIA 

scope is mainly divided into three categories (a) Witness, (b) Documentation Review and (c) 

Non Conformity (NC) Review.  The detailed SoW for each category is given below: 

(a) Witness: TPIA Agency shall depute their inspector(s) at ATL site during the execution of 

activities / operations where the responsibility for TPIA is defined as ñW1ò, ñW2ò or ñW3ò.  

The definition of ñW1ò, ñW2ò and ñW3ò are given in Clause No. 8 
 

The appointed inspector will closely witness the activity / operation.  He will ensure that  
 

(i) ATL is following applicable Quality Procedure during the execution of activity.  
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(ii)  ATL is using calibrated measuring instruments and equipments 

(iii)  ATL is carrying out inspection of all points as defined in approved Manufacturing 

Drawings or / and applicable Quality Procedures. 

(iv) ATL is using applicable format while recording of results. 

(v) ATL is recording true inspection values while generation of applicable records 

(vi) In case of Non Conformity (NC) or ambiguity between Requirements, TPI Inspector will 

ask ATL to stop the work immediately and inform I-I for the generation of this NC.  

TPIA Inspector will submit his inspection report with NC details (if any) to I-I within 2 

(Two) days after completion of inspection stage at ATL.   The format of Inspection Report 

will be discussed and mutually agreed by I-I and TPIA before start of work.  Inspection 

shall be treated as complete only when final inspection report is approved by I-I. 

(b) Documentation Review: TPIA Agency shall carry following activities where the 

responsibilities for TPIA are defined as ñDR-1ò.    The definition of ñDR-1ò is given in 

Clause No. 8 
 

(i) ATL has received all applicable approval(s) and clearance from I-I and IO before start of 

activity where the approval or/and clearance are required. 

(ii)  ATL has used the applicable format while generation of records and filled up all the 

required information in proper manner. 

(iii)  ATL has submitted all the records as per the requirements defined in approved MIP. 

(iv) TPI will check Record Value with the Requirements defined in applicable Quality 

Procedure / Approved Manufacturing Drawings. 

TPIA will submit his Document Review Report with NC Details (if any) to I-I within 2 

(Two) days after receipt of records from I-I. The format of Document Review Report will 

be discussed and mutually agreed by I-I and TPI before start of work.  Inspection shall be 

treated as complete only when final Documentation Review Report is approved by I-I. 

(c) Review of Non-Conformity (NC) Report:  ATL will submit NC report to I-I if any 

Measured Value / Process(s) fail to comply with the requirements defined in approved 

Manufacturing Drawings and / or Quality Procedures.  This NC Report will contain the 

information like Details of NC, Root Cause for NC Generation, NC Type (i.e. Minor or 

Major), Corrective Action, Preventive Action.   I-I will give this NC report to TPIA to 

provide the opinion on Corrective and Preventive Action(s) submitted by ATL.     
 

TPIA will carry out this activity where the TPIA responsibility is defined as ñDR-2ò.  

However, NC can be generated at any stage and hence the scope should not be limit up to 

the activities defined as NC Handling in MIP.  TPIA will be responsible to carry out this 

review for all NCs generated after activity ï ñClearance to Start the Manufacturingò.  I-I 

will be responsible to carry out the handling of all NCs generated before the start of 

activity ï ñClearance to Start the Manufacturingò.  

TPIA agency will submit his opinion to I-I within 2 (Two) days after receipt of NC report 

from I-I.   Inspection shall be treated as complete only when final report is accepted by I-I. 

6.3 IWS Block Inspection 
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MIP for Block Pre-Assembly is defined as Appendix 01 in Annexure - 07.  TPIA scope is 

mainly divided into three categories (a) Witness, (b) Documentation Review and (c) NC 

Review.  The Scope of Work for each category is given below: 

(a) Witness: TPIA shall depute their inspector(s) at ATL site during the inspection of Pre-

Assembled IWS block.  The activity is defined as Sr. No. 70.   The responsibility of TPIA 

is defined as ñW1ò and the definition of ñW1ò is given in Clause No. 8 
 

The appointed inspector will closely witness the activity / operation.  He will ensure that  
 

(i) ATL is following applicable Quality Procedure during the execution of activity.  

(ii)  ATL is using calibrated measuring instruments and equipments 

(iii)  ATL is carrying out inspection of all points as defined in approved Manufacturing 

Drawings / Procedure. 

(iv) ATL is using applicable format while recording of results. 

(v) ATL is recording true inspection values while generation of applicable records 

(vi) In case of Non Conformity (NC) or ambiguity between Requirements, TPI Inspector will 

ask ATL to stop the work immediately and inform I-I for the generation of this NC.  

TPIA Inspector will submit his inspection report with NC details (if any) to I-I within 2 

(Two) after completion of inspection stage at ATL.   The format of Inspection Report will 

be discussed and mutually agreed by I-I and TPIA before start of work.  Inspection shall 

be treated as complete only when final inspection report is approved by I-I. 

(b) Documentation Review: TPIA shall carry following activities where the responsibilities 

for TPI are defined as ñDR-1ò.    The definition of ñDR-1ò is given in Clause No. 8  
 

(i) ATL has received all applicable approval(s) and clearance from I-I and IO before start of 

activity where the approval or/and clearance are required. 

(ii)  ATL has used the applicable format while generation of records and filled up all the 

required information in proper manner. 

(iii)  ATL has submitted all the records as per the requirements defined in approved MIP. 

(iv) TPI will check recorded value with the requirements defined in applicable Quality 

Procedure / Approved Manufacturing Drawings. 

TPIA will submit his Document Review Report with NC Details (if any) to I-I within 2 

(Two) days after receipt of records from I-I. The format of Document Review Report will 

be discussed and mutually agreed by I-I and TPIA before start of work. Inspection shall be 

treated as complete only when final Documentation Review Report is approved by I-I. 

(c) Review of Non-Conformity (NC) Report:  ATL will submit NC report to I-I if any 

Measured Value / Process are fails to comply with the requirements defined in approved 

Manufacturing Drawings and/or Quality Procedures.  This NC Report will contain the 

informations like Details of NC, Root Cause for NC Generation, NC Type (i.e. Minor or 

Major), Corrective Action, Preventive Action etc.,   I-I will give this NC report to TPIA to 

provide the opinion on Corrective and Preventive Action(s) submitted by ATL.     
 

TPIA will carry out this activity where the TPIA responsibility is defined as ñDR-2ò.  The 

definitation of ñDR-2ò is given in Clause No. 8.  However, NC can be generated at any 

stage and hence the scope should not be limited up to the activities defined as NC 

Handling in MIP.  TPIA will be responsible to carry out this review for all NCs generated 
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after activity no. 30 ï ñApproval of Manufacturing Drawingsò.  I-I will be responsible to 

carry out the handling of all NCs generated before the start of activity no. 40.  

TPIA will submit his opinion to I-I within 2 (Two) days after receipt of NC report from I-

I.   Inspection shall be treated as complete only when final report is accepted by I-I. 

6.4 Packing Inspection 
 

MIP for Packing Inspection is defined as Appendix 19 in Annexure - 07.  TPIA scope is 

mainly divided into three categories (a) Witness, (b) Documentation Review and (c) NC 

Review.  The Scope of Work for each category is given below: 
 

(a) Witness: TPIA shall depute their inspector(s) at ATL site the execution of activities / 

operations where the responsibility for TPIA is defined as ñW2. The definitation of ñW2ò 

is given in Clause No. 8.  
 

The appointed inspector will closely witness the activity / operation.  He will ensure that  
 

(i)  ATL is following applicable Quality Procedure during the execution of activity.  

(ii)  ATL is using calibrated measuring instruments and equipments 

(iii)  ATL is carrying out inspection of all points as defined in approved Manufacturing 

Drawings / Procedure. 

(iv) ATL is using applicable format while recording of results. 

(v) ATL is recording true inspection values while generation of applicable records 

(vi) In case of Non Conformity (NC) or ambiguity between Requirements, TPI Inspector will 

ask ATL to stop the work immediately and inform I-I for the generation of this NC.  

TPIA Inspector will submit his inspection report with NC details (if any) to I-I within 2 

(Two) after completion of inspection stage at ATL.   The format of Inspection Report will 

be discussed and mutually agreed by I-I and TPIA before start of work.  Inspection shall 

be treated as complete only when final inspection report is approved by I-I. 

(b) Documentation Review: TPIA shall carry following activities where the responsibilities for 

TPI are defined as ñDR-1ò.    The definition of ñDR-1ò is given in Clause No. 8 
 

(i) ATL has received all applicable approval(s) and clearance from I-I and IO before start of 

activity where the approval or/and clearance are required. 

(ii)  ATL has used the applicable format while generation of records and filled up all the 

required information in proper manner. 

(iii)  ATL has submitted all the records as per the requirements defined in approved MIP. 

(iv) TPI will check Record Value with the Requirements defined in applicable Quality 

Procedure / Approved Manufacturing Drawings. 

TPIA will submit his Document Review Report with NC Details (if any) to I-I within 2 

(Two) days after receipt of records from I-I. The format of Document Review Report will 

be discussed and mutually agreed by I-I and TPIA before start of work. Inspection shall be 

treated as complete only when final Documentation Review Report is approved by I-I. 

(d) Review of Non-Conformity (NC) Report:  ATL will submit NC report to I-I if any 

Measured Value / Process are fails to comply with the requirements defined in approved 

Manufacturing Drawings and/or Quality Procedures.  This NC Report will contain the 

informations like Details of NC, Root Cause for NC Generation, NC Type (i.e. Minor or 
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Major), Corrective Action, Preventive Action etc.,   I-I will give this NC report to TPIA to 

provide the opinion on Corrective and Preventive Action(s) submitted by ATL.     
 

TPIA will carry out this activity where the TPIA responsibility is defined as ñDR-2ò.   The 

definitation of ñDR-2ò is given in Clause No. 8.  However, NC can be generated at any 

stage and hence the scope should not be limit up to the activities defined as NC Handling 

in MIP.  TPIA will be responsible to carry out the review for all NCs generated during this 

stage. 

TPIA will submit his opinion to I-I within 2 (Two) days after receipt of NC report from I-

I.   Inspection shall be treated as complete only when final report is accepted by I-I. 

7.0 Execution Chart 

7.1 Inspection Call  

7.1.1 ATL will raise an inspection call well in advance to notify the execution of activities where I-I 

and/or IO and/or TPI is having Witness (W) or Hold Points (HP).  This inspection call will be 

forwarded to TPI if the said activity has been assigned to TPI.   
 

7.1.2 The inspection call shall be attended within three working (Monday to Saturday) days from the 

date of receipt of call if the proposed date is within these three days.  If the proposed date of 

inspection provides a notice of three or more days in advance, the inspection shall be attended 

on the proposed date.  In case of joint inspection with I-I and IO, the inspection shall be carried 

out by the date provided by I-I and/ or IO. 
 

7.1.3 TPI will classify the inspection call according his nature, take the appropriate action and will 

submit the applicable report to I-I for approval.  The Flow Chart is given in Clause No. 7.1.5 

 

7.1.4 Inspection Team : 
 

7.1.4.1 TPI will submit the bio-data which contains details of qualification and Experience of the 

inspection engineers to I-I for approval before the start of work.  Age of Inspection Engineers 

not to exceed 65 years. Only I-I approved engineers will be deputed for Inspection work.  The 

approved list will be maintained by the TPIA and I-I.  Any addition / deletion will be done after 

written approval from I-I.  
 

7.1.4.2 All Inspectors must be regular employees or shall have at least three years of running contract 

with TPI.  No consultant or Freelance person(s) is allowed for I-I Inspections for this contract.   
 

7.1.4.3 I-I reserves the right to seek additional information to assess the capability and capacity of the 

TPIA during the execution of the contract. 
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7.1.5 Flow Chart:  

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

7.1.6 Inspection Methodology: 
 

7.1.6.1 Inspection shall be carried out as per the responsibilities defined in approved MIP and the 

Scope of Work defined in Clause No. 6 of this document 

Report Approval from I-I 

Preparation of 

Inspection Report 

Preparation of Opinion 

for NC Report 

NC Review (DR ï 2) 
Deputation of 

Inspectors at ATL 
Deputation of 

Inspectors at ATL   

Receipt of Inspection Call from I-I to TPIA 

Classification 

of Inspection 

Call by TPIA 

Agency 

Witness (W) Documentation 

Review (DR ï 1) 

Preparation of 

Documentation  

Review Report 

Report Submission to I-I  
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7.1.6.2 ATL will provide all necessary facilities to TPIA to carry out inspections at ATL.  
 

7.1.6.3 TPIA should satisfy itself for adequate safety at ATL.   I-I will not be responsible for any 

loss / damage on this account.  In case of unsafe working conditions at ATL, the TPIA 

should immediately inform to I-I 

7.1.6.4 Inspection Report: The format of Inspection Report (IR) will be finalized before the start of 

work.  However, following details must be a part of Inspection Report: 
 

(a) Contract Number: 

(b) Inspection Report Number: 

(c) Name of Supplier: 

(d) Proposed Date of Inspection: 

(e) Date(s) of Inspection 

(f) Description of Inspection Code 

(g) Description of Items  

(h) Reference of MIP, MIP Activity Number and other applicable documents referred for 

inspection 

(i) Quantity offered, accepted, reworked, rejected 

(j) Acceptance Status  

(k) Details of NC (if any) 

It shall be ensured that all records of verification and inspection are enclosed with this IR. 

8.0 Definition  of Codes used in Manufacturing and Inspection Plan: 
 

8.1 ñPò: It means the Performer.  ATL is the performer for all the activities related to 

Manufacturing and Inspection of IWS Components and Block Assembly. 
 

8.2 ñW1ò:  100% witnessing (all dimensions of components / blocks) of Dimension Inspection 

during the execution of Activity/Operation.  If this code is assigned to TPI in MIP, TPIA will 

depute his inspector to ATL to witnessing of this activity for (a) All components in case of 

Component Inspection and (b) All IWS blocks in case of Block Assembly Inspection.  

Inspector will ensure that ATL is carrying out inspection of all points defined as per 

requirements defined in approved Quality Procedure. 
 

8.3 ñW2ò: 100% witnessing of processes during the execution of Activity/Operation.  If this code 

is assigned to TPI, TPI will depute his inspector to ATL to carry out witnessing of this activity 

for (a) All components in case of Component Inspection, (b) All IWS blocks in case of Block 

Assembly Inspection and (c) Packing of all IWS blocks in case of Packing Inspection.  

Inspector will ensure that ATL is carrying out inspection of all points as per the requirements 

defined in approved Quality Procedure. 
 

8.4 ñW3ò: 20% witnessing during the execution of Activity/Operation.  If this code is assigned to 

TPI, TPI will depute his inspector to ATL to carry out witnessing of this activity for 20% of 

components in case of Component Inspection.  The quantity will be selected by I-I and 
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appropriately Inspection call will be submitted to TPI to carry out the inspection of this 20% 

quantity.  Inspector will ensure that ATL is carrying out inspection of all points defined in 

approved Quality Procedures. 

 

8.5 ñW4ò: This code has been assigned to the activities where IO can depute their representative 

to witness the execution of activity / operation.  
 

8.6 ñDRò: This code has been assigned to the activities where IO can carry out the documentation 

review. 
 

8.7 ñDR-1ò: Documentation Review.  This code has been assigned to the activities where TPI is 

responsible to carry out the Documentation / Record Review. 
 

8.8  ñDR-2ò: This code has been assigned to the activities where TPI is responsible to give 

opinion about the corrective and preventive action(s) suggested by ATL. 
 

8.9 ñHPò: Hold Point.  It means that the Manufacturer cannot proceed to next step without getting 

the clearance or approval for this step.  Necessary approval or Clearance will be provided by I-

I and / or IO. 
 

8.10 ñIò: This code has been assigned to the activities where I-I is informing IO about the clearance 

or/and approval of activity/ operation. 
 

9.0 INPUTS FROM I -I    
 

a) Inspection Call for each Inspection 

b) Copy of Contract Document (Technical Part) placed with ATL 

c) Copy of Quality Procedures of ATL 

d) Copy of Quality Plan and Manufacturing and Inspection Plan of ATL 

e) Copy of Quality Plan of I-I 
 

It should be noted that all above mentioned inputs are confidential and must be returned to I-I 

at the time of contract completion.  All input data from I-I will be given by CD / DVD.   
 

10.0 DELIVERABLES  
 

TPIA will submit following reports with a NC details (if any) to I-I as a proof of completion 

of inspection activities 

a) Inspection Report for all ñWò Activities 

b) Documentation Review Report for all ñDR-1ò Activities 

c) Opinion on Corrective and Preventive Actions suggested by ATL for NCs for all ñDR-2ò 

Activities. 

d) End of TPI Contract Report 
 

Apart of above reports, TPI will submit a monthly report which will includes the details of 

inspection(s) carried out, Inspection time taken to attend the call / submission of Inspection 

report and pending Inspection calls.   
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The format of reports (mentioned as Sr. No. a to d) will be discussed and mutually agreed by 

I-I and TPI before start of work.  No additional charges will be payable for this activity. 

 

 

11.0 MONITORING   
 

Performance of TPIA shall be monitored on aspects of response time taken to attend the 

inspection call, Timely submission of Inspection Report, Deficiency in Inspection, Feedback 

from ATL and Audit report from I-I Audit.   
 

TPIA will arrange monthly progress meeting to monitor the contract execution.  The meeting 

notification shall be submitted to I-I at least 5 (Five) days in advance.  In case of In-Person 

meeting the cost and expenses for the meetings (including travel expenses) shall be borne by 

each party. The MoM of these meeting will be prepared by TPI.  

 

12.0 RECORD KEEPING  
 

All  inspection records must be retained by TPI for a period of 2 years after the completion of 

inspection activities 
 

13.0 CONTRACT COMPLETION    
 

The contract will be completed after the approval of End of TPI Contract Report.  I-I will 

issue a completion certificate to the TPI for their efforts 
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ANNEXURE ï 01 

 

TERMS AND CONDITIONS  

 

Following are the terms and conditions applicable to this tender. The contract resulting from this 

tender shall  be governed by the terms and conditions. Bidders submitting the bid against this tender 

shall be deemed to have read and understood the same in total. 

1.1 DEFINITIONS  

(a) ñSCOPE OF WORK/SERVICESò shall mean the Scope of Work defined in the tender for 

carrying out the Third Party Inspection during the IWS Manufacturing.  

(b) ñTPI/TPIAò shall mean Third Party Inspection Agency engaged by ITER-India to carry out 

Third Party Inspection during the IWS Manufacturing at Avasarala Technologies Ltd. (ATL), 

Bangalore. 

(c)  ñPURCHASERò shall mean the ITER-India, acting through the Project Director or his 

authorized representative herein after called as ñITER-India (I-I)ò 

(d) ñPROJECT DIRECTORò shall mean Project Director of ITER-India and includes any other 

off icer entrusted with the function of purchase order/contracts by the ITER-India. 

(e) ñI-Iò shall mean ITER-India (Institute for Plasma Research), Gandhinagar. 

(f) ñIOò shall mean ITER ï Organization. 

(g) ñPROJECT MANAGE R/PMò shall mean the person authorized to act as Project Manager 

by competent authority of ITER-India. 

(h) ñINSPECTORò shall  mean any person appointed by or on behalf  of the Purchaser to carry 

out TPI. 

(i) ñPARTYò shall mean either the PURCHASER or the CONTRACTOR/SERVICE 

PROVIDER. 

(j)  ñPARTIESò to the Contract are the Contractor/Service Provider and the Purchaser named in 

the Purchase Order/Contract. 

(k)  ñCONTRACTORò shall mean the firm or company with whom or with which the contract for 

providing services of Third Party Inspection is placed and shall be deemed to include the 

Contractorôs legal successors and/or assignees (approved by the Purchaser), representatives, 

heirs, executors and administrators unless excluded by the Purchaser. 

(l) ñCONTRACTò shall mean the communication or document signed for and on behalf  of the 

Purchaser by an Off icer duly authorized confirming the acceptance, for and on behalf of the 

Purchaser and signed by the authorized representative of the contractor on the terms and 

conditions mentioned or referred to in the said communication or document, including all  

attachments and appendices thereto. 

(m) ñBIDò/ ñTENDERò/ ñQUOTATIONò shall mean and include offer and quotation. 

(n) ñPRICEò shall mean the prices quoted by the Contractor in his Proposal for the entire scope of 

work and terms & condition covered under this tender document. 
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(o) ñTENDERERò/òBIDDERò/ñVENDORò shall mean the entity who seeks to provide services 

by sending Tender/Bid/Quotation. 

(p) ñTHIRD PARTYò shall mean the party authorized to carry out the assigned job on behalf of the 

Purchaser. 

(q) ñORDER ACKNOWLEDGEMENTò shall mean, for administrative reasons, the written 

acknowledgement sent by the Contractor to the Purchaser as soon as the Contract is signed by 

the Parties. 
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ANNEXURE ï 02 

 

TECHNICAL AND COMMERCIAL BID  FORMAT AND BIDDER'S CONFIRMATION  

 

1. TECHNICAL AND COMMERCIAL BID  FORMAT  
 

This Annexure describes the Technical and Commercial Bid Format to be followed by the bidder. 

Bidder will enclose Technical and Commercial Bid in this format in Part ï A of bid. Bidder shall 

submit two set of documents in support of the information provided in this Annexure.  
 

A. Information about bidder:  

 

Main 

Clause 

Sub 

Clause 
Required Details 

1 

- Bidderôs Profile 

1.1 Name of Company 

1.2 Head Office 

1.2.1 Address 

1.2.2 Phone No. 

1.2.3 Fax No. 

1.2.4 E ï Mail 

1.2.5 Website 

1.3 Information regarding the Staff at Bangalore Office / Branch 

1.3.1 Organization Chart  

1.3.2 Nos. of staff in Dimensions Inspection 

1.3.3 Nos. of staff in Liquid Penetrant Inspection 

1.3.4 Nos. of staff in Documentation / Record Review 

1.3.5 Please submit Bio ï Data of all Persons engaged in activities mentioned as 1.3.2, 

1.3.3, and 1.3.4 as per the following format. (add separate sheet if required) 

Sr. 

No. 
Name 

Technical 

Qualification 

Additional 

Qualification (NDT) 

Experience 

 

2 - 

List of On ïhand Projects for next five years.   

Please provide details in following format. 

Sr. 

No. 
Client Supplier(s) Item 

P.O / 

Contract No. 
Value 

 

B. Bidder's Experience 
 

Sr. 

No. 
Requirements 

1 

Bidderôs experience as a TPI in Major Engineering Industries ï Please submit the Minimum 

Five specific examples in the format described as following. Preference should be given for 

TPI Contracts related to Mechanical Jobs 

Sr. 

No. 
Client Item 

P.O / 

Contract No. 

Brief Description 

of TPI 

2 

Have you provided TPI services to any DAE, DOS and / or DST Unit?  If yes, Please 

provide details in following format. 
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Sr. 

No. 
Client Item 

P.O / 

Contract No. 

Brief Description 

of TPI 

3 

Bidderôs experience as a TPI for large value TPI Contracts ï Minimum Three specific 

examples in the format as described as following. Preference should be given for TPI 

Contracts for Mechanical Jobs 

Sr. 

No. 
Client Item 

P.O / 

Contract No. 

Brief Description 

of TPI 

4 

Any Appreciation received from Customer.  Please use following format to submit the 

necessary details 

Sr. 

No. 
Client Item 

Brief 

Description 

of TPI 

P.O / 

Contract No 

Appreciation 

Details 

 

 

C. Codes and Standards (C & S): 
 

Sr. 

No. 

Requirements 

1 

Bidderôs experience related to ASME, ASTM, RCC-MR (2007), ISO, EN for inspection 

and testing of Mechanical Components and Nuclear equipments. Please submit the details 

in following format 

Sr. 

No. 
Client 

Brief Description of  

Item and TPI  

P.O / Contract 

No. 

Description of Code 

and Standard used in 

this Contract 

 

D. Bidderôs assessment for IWS TPI Work: 
 

Sr. 

No. 

Requirements 

1 

(a) Quantity of IWS Components to be inspected per day during 

contract execution 

 

ü Numbers of Plates to be inspected per day  = 

_________________ 

ü Numbers of Brackets to be inspected per day = 

________________ 

 

(b) Quantity of IWS blocks to be inspected per day during 

contract execution 

 

ü Numbers of IWS Blocks to be inspected per day  = 

_________________ 

 

(c) Total Man days to carry out the Inspection of IWS 

Components = ____________ Man days 

 

(d) Total Man days to carry out the Inspection of IWS blocks = 

____________ Man days 
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(e) Total Man days to carry out Documentation / Record Review 

and NC Review = ____________ Man days 

 

 

 

 

2. DECLARATION CERTIFICATE  

 

Bidder will attach a confirmation letter (draft given below) with Part-A of the bid. 

 

I/ We have not been suspended / Delisted / Blacklisted by any Govt., Ministry / Department / Public 

Sector Undertaking / Any Quality Assurance Body / Autonomous Body / Financial Institution.  We 

also certify that neither our firm nor any of the partners are involved in any scam or disciplinary 

proceedings settled or pending adjudication. 

 

 

Place:     Signature  

 

Date:     Name: 

 

     Name of the bidder: 

 

     Official Seal: 

 

3. CONFIRMATION LETTER FROM BIDDER:  

 

Bidder will attach a confirmation letter (draft given below) with Part-A of the bid. 

  
ñThis is to confirm that we have studied all documents of Tender notice for ñThird Party Inspection 

during IWS Manufacturingò (Tender No. I-I TN 12008 Dated 21/01/2013). We also hereby confirm 

that our Price Bid is in-line with the requirements and conditions given in this tender.ò  

 

The total cost quoted in Price Bid includes the Travel Cost, Local Transportation, Accommodation or 

any other necessary cost which is required to execute this Contract.  

 

If any change in Scope of Work (SoW), We will carry out additional work worth of 2% of the total 

cost quoted in Price Bid. 
 

The signed tender documents in two copies are attached with this bid. 

 

Place:     Signature  

 

Date:     Name: 

 

     Name of the bidder: 

 

     Official Seal: 
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ANNEXURE ï 03 

 

PRICE BID  

 

This Annexure describes the Price Bid Format to be followed by the bidder. Bidder will enclose Price 

Bid with Part-B of the bid. Bidder shall submit two set of documents in support of the information 

provided in this Annexure.  

 

Bidder will submit the price bid in duplicate in the format given in Table-1.  

 

Table-1: Price-Bid Format:  

 

Sr. No Description 

 

Total (in INR) 

 

1 Charges to carry out Third Party Inspection (TPI) during 

Manufacturing of IWS 

 

2 Service Tax (if applicable)  

3 Indicate any other taxes (if applicable)  

Grand Total  

 

Notes: 

 

(a) The total cost is fixed and final to execute this contract.  

(b) Total Price offered is to carry out Third Party Inspection during IWS Manufacturing as per 

Scope of Work and Terms and Conditions of this tender.  Any deviation from Scope of Work and 

Terms and Conditions of this tender should be submitted along with Part ï A of bid. 

(c) The quantity of IWS components and blocks may vary in the range of ± 10%.  In case of 

addition or reduction of 10%,  Pro-Rata basis cost will be considered.  

(d) The total cost quoted in Price Bid includes the Travel Cost, Local Transportation, 

Accommodation or any other necessary cost which is required to execute this Contract.  

 

   

 

 

 

Place:      Signature  

 

Date:      Name: 

 

      Name of the bidder: 

 

      Official Seal: 
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ANNEXURE ï 04 

 

  CONTRACT SCHEDULE AND CONTRACT PERIOD  

 

Following Table defines the Schedule for Manufacturing, Pre-Assembly and Packing of IWS.  

However, it should be noted that the Contract will be valid for 180 days from the last activity for 

Packing.  

TENTATIVE IWS MANU FACTURING SCHEDULE  

 

Note: The Inspection Schedule for TPIA will be derived based on the following Manufacturing 

Schedule.  Please note at present the following Manufacturing Schedule is delayed by 2 to 3 (Two to 

Three) months.  

 

Sr.

No. 
Vessel 

Sector 

Poloidal 

Segment 

IWS Component Pre-Assembly Packing 

  Start Finish Start Finish Start Finish 

1 VS6 

PS1 
S.R.  14-Dec-12 26-Dec-12     16-Jan-13 17-Jan-13 

P & O.C. 3-Dec-12 19-Mar-13 27-Dec-12 17-May-13 24-Jun-13 9-Jul-13 

PS2 
S.R.  24-Dec-12 31-Dec-12     22-Jan-13 23-Jan-13 

P & O.C. 3-Jan-13 1-May-13 23-Jan-13 22-Jun-13 23-Jul-13 6-Aug-13 

PS3 
S.R.  28-Dec-12 3-Jan-13     24-Jan-13 25-Jan-13 

P & O.C. 30-Mar-13 5-Jun-13 17-Jun-13 15-Aug-13  26-Aug-13 10-Sep-13 

PS4 
S.R.  1-Jan-13 5-Jan-13     25-Jan-13 28-Jan-13 

P & O.C. 18-May-13 15-Jul-13 2-Aug-13 24-Sep-13 25-Sep-13 11-Oct-13 

2 VS5 

PS1 
S.R.  14-Dec-12 26-Dec-12     16-Jan-13 17-Jan-13 

P & O.C. 3-Dec-12 12-Apr-13 9-Jan-13 13-Jun-13 19-Jul-13 9-Aug-13 

PS2 
S.R.  24-Dec-12 31-Dec-12     22-Jan-13 23-Jan-13 

P & O.C. 29-Jun-13 20-Aug-13 23-Aug-13 14-Oct-13 14-Oct-13 25-Oct-13 

PS3 
S.R.  28-Dec-12 3-Jan-13     24-Jan-13 25-Jan-13 

P & O.C. 6-Aug-13 1-Oct-13 9-Sep-13 7-Nov-13 8-Nov-13 14-Nov-13 

PS4 
S.R.  3-Jan-13 8-Jan-13     29-Jan-13 30-Jan-13 

P & O.C. 8-Oct-13 22-Nov-13 5-Nov-13 14-Dec-13 16-Dec-13 21-Dec-13 

3 VS4 

PS1 
S.R.  14-Dec-12 26-Dec-12     16-Jan-13 17-Jan-13 

P & O.C. 24-Sep-13 15-Oct-13 16-Oct-13 19-Nov-13 19-Nov-13 25-Nov-13 

PS2 
S.R.  24-Dec-12 31-Dec-12     22-Jan-13 23-Jan-13 

P & O.C. 8-Oct-13 19-Nov-13 1-Nov-13 18-Dec-13 18-Dec-13 24-Dec-13 

PS3 
S.R.  5-Jan-13 11-Jan-13     31-Jan-13 1-Feb-13 

P & O.C. 13-Nov-13 7-Jan-14 17-Dec-13 5-Feb-14 5-Feb-14 11-Feb-14 

PS4 
S.R.  9-Jan-13 12-Jan-13     4-Feb-13 5-Feb-13 

P & O.C. 1-Jan-14 16-Feb-14 30-Jan-14 11-Mar-14 11-Mar-14 17-Mar-14 

4 VS3 

PS1 
S.R.  14-Dec-12 26-Dec-12     16-Jan-13 17-Jan-13 

P & O.C. 13-Nov-13 4-Dec-13 3-Dec-13 6-Jan-14 10-Jan-14 16-Jan-14 

PS2 
S.R.  24-Dec-12 31-Dec-12     22-Jan-13 23-Jan-13 

P & O.C. 1-Jan-14 13-Feb-14 29-Jan-14 17-Mar-14 17-Mar-14 22-Mar-14 

PS3 S.R.  11-Jan-13 16-Jan-13     6-Feb-13 7-Feb-13 
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P & O.C. 7-Feb-14 1-Apr-14 12-Mar-14 26-Apr-14 28-Apr-14 3-May-14 

PS4 
S.R.  1-Jan-13 5-Jan-13     25-Jan-13 28-Jan-13 

P & O.C. 28-Mar-14 14-May-14 28-Apr-14 6-Jun-14 6-Jun-14 12-Jun-14 

5 VS2 

PS1 
S.R.  14-Dec-12 26-Dec-12     16-Jan-13 17-Jan-13 

P & O.C. 7-Feb-14 28-Feb-14 27-Feb-14 2-Apr-14 7-Apr-14 12-Apr-14 

PS2 
S.R.  24-Dec-12 31-Dec-12     22-Jan-13 23-Jan-13 

P & O.C. 28-Mar-14 10-May-14 25-Apr-14 11-Jun-14 11-Jun-14 17-Jun-14 

PS3 
S.R.  7-Feb-13 13-Feb-13     6-Mar-13 7-Mar-13 

P & O.C. 5-May-14 26-Jun-14 5-Jun-14 21-Jul-14 22-Jul-14 28-Jul-14 

PS4 
S.R.  3-Jan-13 8-Jan-13     29-Jan-13 30-Jan-13 

P & O.C. 23-Jun-14 8-Aug-14 22-Jul-14 30-Aug-14 1-Sep-14 5-Sep-14 

6 VS1 

PS1 
S.R.  14-Dec-12 26-Dec-12     16-Jan-13 17-Jan-13 

P & O.C. 21-Feb-14 14-Mar-14 12-Mar-14 15-Apr-14 17-Apr-14 23-Apr-14 

PS2 
S.R.  24-Dec-12 31-Dec-12     22-Jan-13 23-Jan-13 

P & O.C. 7-Mar-14 19-Apr-14 4-Apr-14 21-May-14 21-May-14 27-May-14 

PS3 
S.R.  28-Dec-12 3-Jan-13     24-Jan-13 25-Jan-13 

P & O.C. 14-Apr-14 5-Jun-14 15-May-14 30-Jun-14 1-Jul-14 6-Jul-14 

PS4 
S.R.  9-Jan-13 12-Jan-13     4-Feb-13 5-Feb-13 

P & O.C. 2-Jun-14 18-Jul-14 1-Jul-14 9-Aug-14 11-Aug-14 18-Aug-14 

7 VS9 

PS1 
S.R.  14-Dec-12 26-Dec-12     16-Jan-13 17-Jan-13 

P & O.C. 2-Jun-14 22-Jun-14 20-Jun-14 23-Jul-14 29-Jul-14 7-Aug-14 

PS2 
S.R.  24-Dec-12 31-Dec-12     22-Jan-13 23-Jan-13 

P & O.C. 16-Jun-14 29-Jul-14 14-Jul-14 29-Aug-14 1-Sep-14 10-Sep-14 

PS3 
S.R.  28-Dec-12 3-Jan-13     24-Jan-13 25-Jan-13 

P & O.C. 23-Jul-14 15-Sep-14 26-Aug-14 10-Oct-14 13-Oct-14 21-Oct-14 

PS4 
S.R.  1-Jan-13 5-Jan-13     25-Jan-13 28-Jan-13 

P & O.C. 10-Sep-14 28-Oct-14 10-Oct-14 20-Nov-14 20-Nov-14 26-Nov-14 

8 VS8 

PS1 
S.R.  14-Dec-12 26-Dec-12     16-Jan-13 17-Jan-13 

P & O.C. 10-Sep-14 1-Oct-14 30-Sep-14 3-Nov-14 4-Nov-14 10-Nov-14 

PS2 
S.R.  24-Dec-12 31-Dec-12     22-Jan-13 23-Jan-13 

P & O.C. 24-Sep-14 7-Nov-14 23-Oct-14 9-Dec-14 9-Dec-14 15-Dec-14 

PS3 
S.R.  28-Dec-12 3-Jan-13     24-Jan-13 25-Jan-13 

P & O.C. 31-Oct-14 23-Dec-14 3-Dec-14 17-Jan-15 19-Jan-15 24-Jan-15 

PS4 
S.R.  3-Jan-13 8-Jan-13     29-Jan-13 30-Jan-13 

P & O.C. 19-Dec-14 5-Feb-15 19-Jan-15 27-Feb-15 2-Mar-15 6-Mar-15 

9 VS7 

PS1 
S.R.  14-Dec-12 26-Dec-12     16-Jan-13 17-Jan-13 

P & O.C. 31-Oct-14 21-Nov-14 19-Nov-14 23-Dec-14 26-Dec-14 1-Jan-15 

PS2 
S.R.  24-Dec-12 31-Dec-12     22-Jan-13 23-Jan-13 

P & O.C. 14-Nov-14 27-Dec-14 12-Dec-14 28-Jan-15 28-Jan-15 3-Feb-15 

PS3 
S.R.  28-Dec-12 3-Jan-13     24-Jan-13 25-Jan-13 

P & O.C. 22-Dec-14 13-Feb-15 23-Jan-15 10-Mar-15 11-Mar-15 17-Mar-15 

PS4 
S.R.  9-Jan-13 12-Jan-13     4-Feb-13 5-Feb-13 

P & O.C. 9-Feb-15 27-Mar-15 11-Mar-15 20-Apr-15 20-Apr-15 25-Apr-15 
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10 FJ (6+5) & (5+4) 
S.R.  11-Feb-13 14-Feb-13     11-Mar-13 12-Mar-13 

P & O.C. 23-Mar-15 18-Apr-15 14-Apr-15 1-Jun-15 4-Jun-15 12-Jun-15 

11 FJ (3+2) & (2+1) 
S.R.  11-Feb-13 14-Feb-13     11-Mar-13 12-Mar-13 

P & O.C. 10-Apr-15 7-May-15 4-May-15 20-Jun-15 24-Jun-15 3-Jul-15 

12 FJ (9+8) & (8+7) 
S.R.  11-Feb-13 14-Feb-13     11-Mar-13 12-Mar-13 

P & O.C. 29-Apr-15 26-May-15 26-May-15 8-Jul-15 10-Jul-15 18-Jul-15 

13 
FJ (1+9), (3+4) & 

(6+7) 

S.R.  11-Feb-13 14-Feb-13     11-Mar-13 12-Mar-13 

P & O.C. 18-May-15 26-Jun-15 16-Jun-15 28-Aug-15 31-Aug-15 11-Sep-15 

 

Note 1: S. R. means ñSupport Ribò and P & O.C. means ñPlate and other Componentsò 

Note 2: In case, the contract for TPI starts after the start of Manufacturing, TPIA will be responsible 

for components whose manufacturing started after finalization of the contract.  
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ANNEXURE ï 05 

 

PAYMENT SCHEDULE  

 

Sr. 

No. 

Description of Activities / Milestones Approx. 

Quantity 

% of total Price 

defined in Price 

bid 

1 Factory Acceptance of all Block Assembly of VS ï 6  840 8.5 

2 Factory Acceptance of all Block Assembly of VS ï 5 840 8.5 

3 Factory Acceptance of all Block Assembly of VS ï 4 840 8.5 

4 Factory Acceptance of all Block Assembly of VS ï 3 840 8.5 

5 Factory Acceptance of all Block Assembly of VS ï 2 840 8.5 

6 Factory Acceptance of all Block Assembly of VS ï 1 840 8.5 

7 Factory Acceptance of all Block Assembly of VS ï 9 840 8.5 

8 Factory Acceptance of all Block Assembly of VS ï 8 840 8.5 

9 Factory Acceptance of all Block Assembly of VS ï 7 840 8.5 

10 Factory Acceptance of all Block Assembly for Field Joints 1100 8.5 

11 Shipping Release of all IWS blocks for VS and Field Joints 8500 2.0 

12 Approval of Support Rib 1700 1.0 

13 Approval of Brackets and Fasteners applicable to Brackets 
As given in 

MIP 
2.0 

14 Approval of End of TPI Contract Report ---- 10.0 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 



 THIRD PARTY INSPECTION DURING IWS MANUFACTURING 

(Tender No.: I-I TN 12008 DATED 30/01/2013) 
II -TCN92IB-v1_1 

 

  Page 34 of 73 
 

 

ANNEXURE ï 06 

 

CHECK LIST FOR B IDDERS 

 

The bidder shall fill up, sign, stamp and enclose the checklist with Technical and Commercial Bid 

(Part ï A).  The Technical and Commercial Bid shall be treated as incomplete in absence of this 

check list 

 

Sr. No. Description Bidderôs Confirmation 

and Acceptance 

Yes No 

1 All the pages of Tender documents are accepted & signed by 

Authorized Signatory  

  

2 Technical and Commercial Bid is filled as per the format 

provided in Annexure ï 02 

  

3 Price Bid is filled as per the format provided in Annexure ï 03   

4 EMD is enclosed   

5 Tender Fee is enclosed   

6 Deviation from Tender Terms and Conditions, if any enclosed 

in Part ï A  

  

 

 

Place:      Signature  

 

Date:      Name: 

 

      Name of the bidder: 

 

      Official Seal: 
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ANNEXURE ï 7 

 

MANUFACTURING AND INSPECTION PLAN (MIP)  

 

1.0 Scope: This document defines the Manufacturing and Inspection plan (MIP) to be followed 

during the Manufacturing of IWS Components, Pre-Assembly and Packing.  This document also 

contains the reference of applicable Quality Procedure, Responsibilities of associate 

organizations and Record.   

 

Sr . 

No 

MANUFACTURING AND INSPECTION PLAN FOR  APPENDIX No. 

1 Vacuum Vessel In Wall Shielding block pre-assembly Appendix ï 1  

2 Shield plate (Top) Appendix ï 2 

3 Shield plate (Bottom) Appendix ï 3  

4 Shield plate (Adjacent to Bottom Plate with Lower bracket  

Bolted type) 

Appendix ï 4 

5 Shield plate Appendix ï 5 

6 Lower bracket welded type Appendix ï 6 

7 Lower bracket bolted type Appendix ï 7  

8 Upper bracket Appendix ï 8 

9 M30_Spacer_2x2 Appendix ï 9 

10 M30_Spacer_14 Appendix ï 10 

11 M30_Spacers_38 Appendix ï 11 

12 M20_Lock Washer Appendix ï 12 

13 M30_Lock Washer Appendix ï 13 

14 M20 Cap Screw Appendix ï 14 

15 M24 Cap Screw Appendix ï 15 

16 MXX _Bolt (Where XX = 30, 24, 20) Appendix ï 16 

17 MXX_Nut (Where XX = 30, 24, 20) Appendix ï 17 

18 Support rib and Stub Platform Appendix ï 18 

19 Packing Appendix ï 19 

.   

2.0 Abbreviations and Meaning of Symbols used in MIP: 

Sr. 

No. 

Symbol Meaning Sr. 

No. 

Symbo

l 

Meaning 

1 P 

Refer Clause No. 8 

for Details 

10 A Approval Note from I-I and IO 

2 W1 11 B Inspection Report from TPI 

3 W2 12 C TPI Opinion for C & P* Action for NC 

4 W3 13 D NC Decision Note from I-I 

5 W4 14 E Document Review Report 

6 HP 15 F Acceptance Note from I-I and IO 

7 DR & 

DR - 1 

16 G Clearance Note from I-I 

8 DR ï 2 17 H Approval Note from I-I 

9 I 18 J Testing Reports approval from I-I and IO 

 

*Note ï 1: C & P Means Corrective and Preventive Actions suggested by ATL
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APPENDIX ï 1   

MANUFACT URING AND INSPECTION  PLAN FOR VACUUM VESSEL IN  WALL SHIELDING PRE -ASSEMBLY   

(Quantity ï Approx. 8500 Blocks) 

CODE ACTIVITY  
APPLICABLE 

DOCUMENT  

RESPONSIBILITY  RECORDS 

ATL  I -I  TPI  IO ANB ATL  
I -I &  

IO 
TPI  

02 Approval of Applicable Documents 620-22_QA_DOC-002 - HP - HP - ----- (A) ------ 

10 
Preparation of  

Manufacturing Drawings 
620-22_DE_DOC-001 P - - - - Manufacturing drawings ------ ------ 

20 Inspection of Manufacturing drawings 620-22_DE_DOC-001 P - - - - 620-22_DE_REC-002 ------ ------ 

30 Approval of Manufacturing drawings - - HP - HP - ----- (A) ------ 

40 
Verification of Approved parts before  

Block Pre-Assembly 
620-22_AS_DOC-001 P - - - - 620-22_MF_REC-002 ------ ------ 

50 Assembly 620-22_AS_DOC-001 P - - - - 620-22_MF_REC-002 ------ ------ 

60 Controlled storage for 24 Hrs 
620-22_AS_DOC-004 

620-22_IP_DOC-007  
P - - - - 

(a) 620-22_MF_REC-002, 

(b) 620-22_QA_REC-013 
------ ------ 

70 
Assembly Inspection                         

(including Pre-Tension Inspection) 
620-22_IP_DOC-007 P - 

W1 

&W2 
- - 620-22_IP_REC-003 ------ (B) 

80 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C)  

85 
Records Checking for  

Code No. 30, 40, 50, 60, 70 and 80. 
- - - 

 

DR-1 - - ------- ------ (E) 

90 Approval for pre-assembly Inspection report - - HP - HP - ------- (A) ------ 

100 Factory acceptance II -ICP9ER0-v1_0 - HP - HP - ------- (F) ------ 



 THIRD PARTY INSPECTION DURING IWS MANUFACTURING 

(Tender No.: I-I TN 12008 DATED 30/01/2013) 
II -TCN92IB-v1_1 

 

  Page 37 of 73 

 

 

APPENDIX ï 2  

MANUFACTURING AND IN SPECTION PLAN FOR SHIELD PLATE (TO P)  (Quantity ï Approx. 8500 Plates) 

CODE ACTIVITY  
APPLICABLE 

DOCUMENT  

RESPONSIBILITY  RECORDS 

ATL  I -I  TPI  IO ANB ATL  
I -I &  

IO 
TPI  

02 Approval of Applicable Documents 620-22_QA_DOC-002 - HP - HP - ----- (A) ------ 

10 Preparation of Manufacturing Drawings 620-22_DE_DOC-001 P - - - - 
Manufacturing 

Drawings 
------ ------ 

20 Inspection of Manufacturing drawings 620-22_DE_DOC-001 P - - - - 620-22_DE_REC-003 ------ ------ 

30 Approval for Manufacturing drawings - - HP - HP - ----- (A) ------ 

40 
Raw material inspection ï                            

Physical & Dimensional 

620-22_IP_DOC-003/ 

620-22_IP_DOC-004/ 

620-22_IP_DOC-005 

P - - - - 620-22_IP_REC-001 ------ ------ 

50 
Raw material inspection ï                        

Chemical analysis 

620-22_IP_DOC-003/ 

620-22_IP_DOC-004/ 

620-22_IP_DOC-005 

P - - - - 620-22_IP_REC-005 ------ ------ 

60 Clearance to use the FIM material - - HP - I  ----- (G) ------ 

70 Nesting plan Preparation 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

80 Nesting plan Verification 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

90 Nesting plan Approval - - HP - - - ----- (H) ------ 

100 Clearance to Start the Manufacturing - - HP - - - ----- (G) ------ 

110 CNC Abrasive water jet cutting 620-22_MF_DOC-002 P - - - - 620-22_MF_REC-003 ------ ------ 

120 Water jet cutting Inspection 620-22_MF_DOC-002 P - - - - 620-22_MF_REC-003 ------ ------ 

130 Marking 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-003 ------ ------ 
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140 Marking Inspection 620-22_QA_DOC-003 P - W2 W4 - 620-22_MF_REC-003 ------ (B) 

150 CNC Milling ï Profile 620-22_MF_DOC-002 P - - - - 620-22_MF_REC-003 ------ ------ 

160 CNC Milling ï Pocket 620-22_MF_DOC-002 P - - - - 620-22_MF_REC-003 ------ ------ 

170 Dimensional Inspection 620-22_QA_DOC-010 P - W1 W4 - 620-22_IP_REC-002 ------ (B) 

180 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C)  

190 Magnetic permeability test  620-22_QA_DOC-014 P - - - - 620-22_IP_REC-004 ------ ------ 

200 Inspection 620-22_QA_DOC-014 P - W3 - - 620-22_IP_REC-004 ------ (B) 

210 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C)  

220 Liquid Penetrant test on machined surface 620-22_QA_DOC-013 P - - - - 620-22_QA_REC-012 ------ ------ 

230 Inspection 620-22_QA_DOC-013 P - W2 W4 - 620-22_QA_REC-012 ------ (B) 

240 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C)  

250 Cleaning 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-003 ------ ------ 

260 Cleaning Inspection 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-003 ------ (B) 

270 Ultrasonic cleaning 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-003 ------ ------ 

280 Wipe test 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-003 ------ ------ 

290 Wipe test Inspection 620-22_MF_DOC-007 P HP W2 HP - 620-22_MF_REC-003 ------ (B) 

300 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C)  

305 
Record Checking for Code No. 30, 60, 90, 100 

and from Code No. 110 to 300 
- - - DR-1 - - ------- ------ (E) 

310 Approval - - HP - DR - ------- (H) ------ 

 

Note 1: Above activities will be carried out according to the approved contract schedule. 
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APPENDIX - 3 

MANUFACTURING AND IN SPECTION PLAN FOR SHIELD PLATE (BO TTOM)  (Qty. Approx. 8000 Plates) 

CODE ACTIVITY  
APPLICABLE 

DOCUMENT  

RESPONSIBILITY  RECORDS 

ATL  I -I  TPI  IO ANB ATL  
I -I &  

IO 
TPI  

02 Approval of Applicable Documents 620-22_QA_DOC-002 - HP - HP - ------ (A) ------ 

10 Preparation of Manufacturing Drawings 620-22_DE_DOC-001 P - - - - 
Manufacturing 

drawings 
------ ------ 

20 Inspection of Manufacturing drawings 620-22_DE_DOC-001 P - - - - 620-22_DE_REC-004 ------ ------ 

30 Approval for Manufacturing drawings - - HP - HP - ------ (A) ------ 

40 
Raw material inspection ï                            

Physical & Dimensional 

620-22_IP_DOC-003/ 

620-22_IP_DOC-004/ 

620-22_IP_DOC-005 

P - - - - 620-22_IP_REC-001 ------ ------ 

50 
Raw material inspection ï                        

Chemical analysis 

620-22_IP_DOC-003/ 

620-22_IP_DOC-004/ 

620-22_IP_DOC-005 

620-22_IP_DOC-005 

620-22_IP_DOC-005 

620-22_IP_DOC-005. 

P - - - - 620-22_IP_REC-005 ------ ------ 

60 Clearance to use the FIM material - - HP - I  ------ (G) ------ 

70 Nesting plan Preparation 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

80 Nesting plan Verification 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

90 Nesting plan Approval - - HP - - - ------ (H) ------ 

100 Clearance to Start the Manufacturing - - HP - - - ------ (G) ------ 

110 CNC Abrasive water jet cutting 620-22_MF_DOC-002 P - - - - 620-22_MF_REC-004 ------ ------ 

120 Water jet cutting Inspection 620-22_MF_DOC-002 P - - - - 620-22_MF_REC-004 ------ ------ 

130 Marking 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-004 ------ ------ 
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140 Marking Inspection 620-22_QA_DOC-003 P - W2 W4 - 620-22_MF_REC-004 ------ (B) 

150 CNC Milling ï Profile 620-22_MF_DOC-002 P - - - - 620-22_MF_REC-004 ------ ------ 

160 CNC Milling ï Pocket 620-22_MF_DOC-002 P - - - - 620-22_MF_REC-004 ------ ------ 

170 Dimensional Inspection 620-22_QA_DOC-010 P - W1 W4 - 620-22_IP_REC-002 ------ (B) 

180 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C)  

190 Magnetic permeability test  620-22_QA_DOC-014 P - - - - 620-22_IP_REC-004 ------ ------ 

200 Inspection 620-22_QA_DOC-014 P - W3 - - 620-22_IP_REC-004 ------ (B) 

210 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C)  

220 Liquid Penetrant test on machined surface 620-22_QA_DOC-013 P - - - - 620-22_QA_REC-012 ------ ------ 

230 Inspection 620-22_QA_DOC-013 P - W2 W4 - 620-22_QA_REC-012 ------ (B) 

240 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C)  

250 Cleaning 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-004 ------ ------ 

260 Cleaning Inspection 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-004 ------ (B) 

270 Ultrasonic cleaning 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-004 ------ ------ 

280 Wipe test 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-004 ------ ------ 

290 Wipe test Inspection 620-22_MF_DOC-007 P HP W2 HP - 620-22_MF_REC-004 ------ (B) 

300 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C)  

305 
Record Checking for Code No. 30, 60, 90, 100 

and from Code No. 110 to 300 
- - - DR-1 - - ------ ------ (E) 

310 Approval - - HP - DR - ------ (H) ------ 

 

Note 1: Above Operations will be carried out according to the approved contract schedule.  
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APPENDIX - 4 

MANUFACTURING AND IN SPECTION PLAN FOR SHIELD PLATE  

(ADJACENT TO BOTTOM PLATE WITH LOWER BRA CKET BOLTED TYPE)   (Qty. Approx. 3750 Plates) 

CODE ACTIVITY  
APPLICABLE 

DOCUMENT  

RESPONSIBILITY  RECORDS 

ATL  I -I  TPI  IO ANB ATL  
I -I &  

IO 
TPI  

02 Approval of Applicable Documents 620-22_QA_DOC-002 - HP - HP - ------ (A) ------ 

10 Preparation of Manufacturing Drawings 620-22_DE_DOC-001 P - - - - 
Manufacturing 

Drawings 
------ ------ 

20 Inspection of Manufacturing drawings 620-22_DE_DOC-001 P - - - - 620-22_DE_REC-005 ------ ------ 

30 Approval for Manufacturing drawings - - HP - HP - ------ (A) ------ 

40 
Raw material inspection ï                            

Physical & Dimensional 

620-22_IP_DOC-003/ 

620-22_IP_DOC-004/ 

620-22_IP_DOC-005 

P - - - - 620-22_IP_REC-001 ------ ------ 

50 
Raw material inspection ï                        

Chemical analysis 

620-22_IP_DOC-003/ 

620-22_IP_DOC-004/ 

620-22_IP_DOC-005 

620-22_IP_DOC-005 

620-22_IP_DOC-005 

620-22_IP_DOC-005. 

P - - - - 620-22_IP_REC-005 ------ ------ 

60 Clearance to use the FIM material - - HP - I  ------ (G) ------ 

70 Nesting plan Preparation 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

80 Nesting plan Verification 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

90 Nesting plan Approval - - HP - - - ------ (H) ------ 

100 Clearance to Start the Manufacturing - - HP - I - ------ (G) ------ 

110 CNC Abrasive water jet cutting 620-22_MF_DOC-002 P - - - - 620-22_MF_REC-005 ------ ------ 

120 Water jet cutting Inspection 620-22_MF_DOC-002 P - - - - 620-22_MF_REC-005 ------ ------ 

130 Marking 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-005 ------ ------ 
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140 Marking Inspection 620-22_QA_DOC-003 P - W2 W4 - 620-22_MF_REC-005 ------ (B) 

150 CNC Milling ï Profile 620-22_MF_DOC-002 P - - - - 620-22_MF_REC-005 ------ ------ 

160 CNC Milling ï Pocket 620-22_MF_DOC-002 P - - - - 620-22_MF_REC-005 ------ ------ 

170 Dimensional Inspection 620-22_QA_DOC-010 P - W1 W4 - 620-22_IP_REC-002 ------ (B) 

180 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C)  

190 Magnetic permeability test  620-22_QA_DOC-014 P - - - - 620-22_IP_REC-004 ------ ------ 

200 Inspection 620-22_QA_DOC-014 P - W3 - - 620-22_IP_REC-004 ------ (B) 

210 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C)  

220 Liquid Penetrant test on machined surface 620-22_QA_DOC-013 P - - - - 620-22_QA_REC-012 ------ ------ 

230 Inspection 620-22_QA_DOC-013 P - W2 W4 - 620-22_QA_REC-012 ------ (B) 

240 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C)  

250 Cleaning 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-005 ------ ------ 

260 Cleaning Inspection 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-005 ------ (B) 

270 Ultrasonic cleaning 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-005 ------ ------ 

280 Wipe test 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-005 ------ ------ 

290 Wipe test Inspection 620-22_MF_DOC-007 P HP W2 HP - 620-22_MF_REC-005 ------ (B) 

300 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C)  

305 
Record Checking for Code No. 30, 60, 90, 100 

and from Code No. 110 to 300 
- - - DR-1 - - ------ ------ (E) 

310 Approval - - HP - DR - ------ (H) ------ 

 

Note 1: Above Operations will be carried out according to the approved contract schedule.  
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APPENDIX - 5 

MANUFACTURING AND IN SPECTION PLAN FOR SHIELD PLATE (Qty. Approx. 33400 Plates) 

CODE ACTIVITY  
APPLICABLE 

DOCUMENT  

RESPONSIBILITY  RECORDS 

ATL  I -I  TPI  IO ANB ATL  
I -I &  

IO 
TPI  

02 Approval of Applicable Documents 620-22_QA_DOC-002 - HP - HP - ------ (A) ------ 

10 Preparation of Manufacturing Drawings 620-22_DE_DOC-001 P - - - - 
Manufacturing 

drawings 
------ ------ 

20 Inspection of Manufacturing drawings 620-22_DE_DOC-001 P - - - - 620-22_DE_REC-006 ------ ------ 

30 Approval for Manufacturing drawings - - HP - HP - ------ (A) ------ 

40 
Raw material inspection ï                            

Physical & Dimensional 

620-22_IP_DOC-003/ 

620-22_IP_DOC-004/ 

620-22_IP_DOC-005 

P - - - - 620-22_IP_REC-001 ------ ------ 

50 
Raw material inspection ï                        

Chemical analysis 

620-22_IP_DOC-003/ 

620-22_IP_DOC-004/ 

620-22_IP_DOC-005 

620-22_IP_DOC-005 

620-22_IP_DOC-005 

620-22_IP_DOC-005. 

P - - - - 620-22_IP_REC-005 ------ ------ 

60 Clearance to use the FIM material - - HP - I  ------ (G) ------ 

70 Nesting plan Preparation 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

80 Nesting plan Verification 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

90 Nesting plan Approval - - HP - - - ------ (H) ------ 

100 Clearance to Start the Manufacturing - - HP - - - ------ (G) ------ 

110 CNC Abrasive water jet cutting 620-22_MF_DOC-002 P - - - - 620-22_MF_REC-006 ------ ------ 

120 Water jet cutting Inspection 620-22_MF_DOC-002 P - - - - 620-22_MF_REC-006 ------ ------ 

130 Marking 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-006 ------ ------ 
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140 Marking Inspection 620-22_QA_DOC-003 P - W2 W4 - 620-22_MF_REC-006 ------ (B) 

150 CNC Milling ï Profile 620-22_MF_DOC-002 P - - - - 620-22_MF_REC-006 ------ ------ 

170 Dimensional Inspection 620-22_QA_DOC-010 P - W1 W4 - 620-22_IP_REC-002 ------ (B) 

180 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C)  

190 Magnetic permeability test  620-22_QA_DOC-014 P - - - - 620-22_IP_REC-004 ------ ------ 

200 Inspection 620-22_QA_DOC-014 P - W3 - - 620-22_IP_REC-004 ------ (B) 

210 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C)  

220 Liquid Penetrant test on machined surface 620-22_QA_DOC-013 P - - - - 620-22_QA_REC-012 ------ ------ 

230 Inspection 620-22_QA_DOC-013 P - W2 W4 - 620-22_QA_REC-012 ------ (B) 

240 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C)  

250 Cleaning 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-006 ------ ------ 

260 Cleaning Inspection 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-006 ------ (B) 

270 Ultrasonic cleaning 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-006 ------ ------ 

280 Wipe test 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-006 ------ ------ 

290 Wipe test Inspection 620-22_MF_DOC-007 P HP W2 HP - 620-22_MF_REC-006 ------ (B) 

300 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C)  

305 
Record Checking for Code No. 30, 60, 90, 100 

and from Code No. 110 to 300 
- - - DR-1 - - ------ ------ (E) 

310 Approval - - HP - DR - ------ (H) ------ 

 

Note 1: Above Operations will be carried out according to the approved contract schedule.  
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APPENDIX ï 6 

MANUFACTURING AND IN SPECTION PLAN FOR LOWER BRACKET (W ELDED TYPE) (Qty. Approx. 1700 Brackets) 

CODE ACTIVITY  
APPLICABLE 

DOCUMENT  

RESPONSIBILITY  RECORDS 

ATL  I -I  TPI  IO ANB ATL  
I -I &  

IO 
TPI  

02 Approval of Applicable Documents 620-22_QA_DOC-002 - HP - HP - ------ (A) ------ 

10 Preparation of Manufacturing Drawings 620-22_DE_DOC-001 P - - - - 
Manufacturing 

drawings 
------ ------ 

20 Inspection of Manufacturing drawings 620-22_DE_DOC-001 P - - - - 620-22_DE_REC-007 ------ ------ 

30 Approval for Manufacturing drawings - - HP - HP - ------ (A) ------ 

40 
Raw material inspection ï                            

Physical & Dimensional 
620-22_IP_DOC-006 P - - - - 620-22_IP_REC-001 ------ ------ 

50 
Raw material inspection ï                        

Chemical analysis 

620-22_IP_DOC-006 

 
P - - - - 620-22_IP_REC-005 ------ ------ 

60 Clearance to use the FIM material - - HP - I  ------ (G) ------ 

70 Nesting plan Preparation 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

80 Nesting plan Verification 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

90 Nesting plan Approval - - HP - - - ------ (H) ------ 

100 Clearance to Start the Manufacturing - - HP - - - ------ (G) ------ 

110 CNC Abrasive water jet cutting 620-22_MF_DOC-003 P - - - - 620-22_MF_REC-007 ------ ------ 

120 Water jet cutting Inspection 620-22_MF_DOC-003 P - - - - 620-22_MF_REC-007 ------ ------ 

130 Milling - Sizing 620-22_MF_DOC-003 P - - - - 620-22_MF_REC-007 ------ ------ 

140 CNC Milling ï Finishing 620-22_MF_DOC-003 P - - - - 620-22_MF_REC-007 ------ ------ 

150 Tapping 620-22_MF_DOC-003 P - - - - 620-22_MF_REC-007 ------ ------ 
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160 Marking 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-007 ------ ------ 

170 Marking Inspection 620-22_QA_DOC-003 P - W2 W4 - 620-22_MF_REC-007 ------ (B) 

180 Dimensional Inspection 620-22_QA_DOC-010 P - W1 W4 - 620-22_IP_REC-002 ------ (B) 

290 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

200 Liquid Penetrant Test 620-22_QA_DOC-013 P - - - - 620-22_QA_REC-012 ------ ------ 

210 Inspection 620-22_QA_DOC-013 P - W2 W4 - 620-22_QA_REC-012 ------ (B) 

220 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

230 Cleaning 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-007 ------ ------ 

240 Cleaning Inspection 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-007 ------ (B) 

250 Ultrasonic cleaning 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-007 ------ ------ 

260 Wipe test 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-007 ------ ------ 

270 Wipe test Inspection 620-22_MF_DOC-007 P HP W2 HP - 620-22_MF_REC-007 ------ (B) 

280 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

285 
Record Checking for Code No. 30, 60, 90, 100 

and from Code No. 110 to 280 
- - - DR-1 - - ------ ------ (E) 

290 Approval - - HP - DR - ------ (H) ------ 

 

Note 1: Above Operations will be carried out according to the approved contract schedule.  
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APPENDIX - 7 

MANUFACTURING AND IN SPECTION PLAN FOR LOWER BRACKET (B OLTED TYPE)  (Qty. Approx. 3750 Brackets) 

CODE ACTIVITY  
APPLICABLE 

DOCUMENT  

RESPONSIBILITY  RECORDS 

ATL  I -I  TPI  IO ANB ATL  
I -I &  

IO 
TPI  

02 Approval of Applicable Documents 620-22_QA_DOC-002 - HP - HP - ------ (A) ------ 

10 Preparation of Manufacturing Drawings 620-22_DE_DOC-001 P - - - - 
Manufacturing 

drawings 
------ ------ 

20 Inspection of Manufacturing drawings 620-22_DE_DOC-001 P - - - - 620-22_DE_REC-008 ------ ------ 

30 Approval for Manufacturing drawings - - HP - HP - ------ (A) ------ 

40 
Raw material inspection ï                            

Physical & Dimensional 
620-22_IP_DOC-006 P - - - - 620-22_IP_REC-001 ------ ------ 

50 
Raw material inspection ï                        

Chemical analysis 

620-22_IP_DOC-006 

 
P - - - - 620-22_IP_REC-005 ------ ------ 

60 Clearance to use the FIM material - - HP - I  ------ (G) ------ 

70 Nesting plan Preparation 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

80 Nesting plan Verification 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

90 Nesting plan Approval - - HP - - - ------ (H) ------ 

100 Clearance to Start the Manufacturing - - HP - - - ------ (G) ------ 

110 CNC Abrasive water jet cutting 620-22_MF_DOC-003 P - - - - 620-22_MF_REC-008 ------ ------ 

120 Water jet cutting Inspection 620-22_MF_DOC-003 P - - - - 620-22_MF_REC-008 ------ ------ 

130 Milling - Sizing 620-22_MF_DOC-003 P - - - - 620-22_MF_REC-008 ------ ------ 

140 CNC Milling ï Finishing 620-22_MF_DOC-003 P - - - - 620-22_MF_REC-008 ------ ------ 

150 Tapping 620-22_MF_DOC-003 P - - - - 620-22_MF_REC-008 ------ ------ 
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160 Marking 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-008 ------ ------ 

170 Marking Inspection 620-22_QA_DOC-003 P - W2 W4 - 620-22_MF_REC-008 ------ (B) 

180 Dimensional Inspection 620-22_QA_DOC-010 P - W1 - - 620-22_IP_REC-002 ------ (B) 

290 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

200 Liquid Penetrant test  620-22_QA_DOC-013 P - - - - 620-22_QA_REC-012 ------ ------ 

210 Inspection 620-22_QA_DOC-013 P - W2 W4 - 620-22_QA_REC-012 ------ (B) 

220 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

230 Cleaning 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-008 ------ ------ 

240 Cleaning Inspection 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-008 ------ (B) 

250 Ultrasonic cleaning 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-008 ------ ------ 

260 Wipe test 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-008 ------ ------ 

270 Wipe test Inspection 620-22_MF_DOC-007 P HP W2 HP - 620-22_MF_REC-008 ------ (B) 

280 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

285 
Record Checking for Code No. 30, 60, 90, 100 

and from Code No. 110 to 280 
- - - DR-1 - - ------ ------ (E) 

290 Approval - - HP - DR - ------ (H) ------ 

 

Note 1: Above Operations will be carried out according to the approved contract schedule.  
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APPENDIX - 8 

MANUFACTURING AND IN SPECTION PLAN FOR UPPER BRACKET (Qty. 7150 Brackets) 

CODE ACTIVITY  
APPLICABLE 

DOCUMENT  

RESPONSIBILITY  RECORDS 

ATL  I -I  TPI  IO ANB ATL  
I -I &  

IO 
TPI  

02 Approval of Applicable Documents 620-22_QA_DOC-002 - HP - HP - ------ (A) ------ 

10 Preparation of Manufacturing Drawings 620-22_DE_DOC-001 P - - - - 
Manufacturing 

drawings 
------ ------ 

20 Inspection of Manufacturing drawings 620-22_DE_DOC-001 P - - - - 620-22_DE_REC-009 ------ ------ 

30 Approval for Manufacturing drawings - - HP - HP - ------ (A) ------ 

40 
Raw material inspection ï 

Physical & Dimensional 
620-22_IP_DOC-006 P - - - - 620-22_IP_REC-001 ------ ------ 

50 
Raw material inspection ï                        

Chemical analysis 

620-22_IP_DOC-006 

 
P - - - - 620-22_IP_REC-005 ------ ------ 

60 Clearance to use the FIM material - - HP - I - ------ (G) ------ 

70 Nesting plan Preparation 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

80 Nesting plan Verification 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

90 Nesting plan Approval - - HP - - - ------ (H) ------ 

100 Clearance to Start the Manufacturing - - HP - - - ------ (G) ------ 

110 CNC Abrasive water jet cutting 620-22_MF_DOC-003 P - - - - 620-22_MF_REC-009 ------ ------ 

120 Water jet cutting Inspection 620-22_MF_DOC-003 P - - - - 620-22_MF_REC-009 ------ ------ 

130 Milling - Sizing 620-22_MF_DOC-003 P - - - - 620-22_MF_REC-009 ------ ------ 

140 CNC Milling ï Finishing 620-22_MF_DOC-003 P - - - - 620-22_MF_REC-009 ------ ------ 

150 Tapping 620-22_MF_DOC-003 P - - - - 620-22_MF_REC-009 ------ ------ 
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160 Marking 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-009 ------ ------ 

170 Marking Inspection 620-22_QA_DOC-003 P - W2 W4 - 620-22_MF_REC-009 ------ (B) 

180 Dimensional Inspection 620-22_QA_DOC-010 P - W1 - - 620-22_IP_REC-002 ------ (B) 

290 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

200 Liquid Penetrant test 620-22_QA_DOC-013 P - - - - 620-22_QA_REC-012 ------ ------ 

210 Inspection 620-22_QA_DOC-013 P - W2 W4 - 620-22_QA_REC-012 ------ (B) 

220 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

230 Cleaning 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-009 ------ ------ 

240 Cleaning Inspection 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-009 ------ (B) 

250 Ultrasonic cleaning 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-009 ------ ------ 

260 Wipe test 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-009 ------ ------ 

270 Wipe test Inspection 620-22_MF_DOC-007 P HP W2 HP - 620-22_MF_REC-009 ------ (B) 

280 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

285 
Record Checking for Code No. 30, 60, 90, 100 

and from Code No. 110 to 280 
- - - DR-1 - - ------ ------ (E) 

290 Approval - - HP - DR - ------ (H) ------ 

 

Note 1: Above Operations will be carried out according to the approved contract schedule.  
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APPENDIX ï 9 

MANUFACTURING AND IN SPECTION PLAN FOR M30_SPACER_2 × 2 (Qty. Approx. 78500 Spacers) 

CODE ACTIVITY  
APPLI CABLE 

DOCUMENT  

RESPONSIBILITY  RECORDS 

ATL  I -I  TPI  IO ANB ATL  
I -I &  

IO 
TPI  

02 Approval of Applicable Documents 620-22_QA_DOC-002 - HP - HP - ------ (A) ------ 

10 Preparation of Manufacturing Drawings 620-22_DE_DOC-001 P - - - - 
Manufacturing 

drawings 
------ ------ 

20 Inspection of Manufacturing drawings 620-22_DE_DOC-001 P - - - - 620-22_DE_REC-010 ------ ------ 

30 Approval for Manufacturing drawings - - HP - HP - ------ (A) ------ 

40 
Receipt of Manufacturing Reports from      

Material Manufacturer  
620-22_PU_DOC-001 P HP - - - 

Test Reports of 

Material Manufacturer 
------ ------ 

50 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP - HP - 620-22_QA_REC-001 ------ ------ 

55 Factory Acceptance -- P HP - HP  ------- (J) ------ 

60 Clearance for Material Dispatch 620-22_PU_DOC-001 P - - - - 
Clearance Note from 

ATL 
------ ------ 

62 
Raw material inspection ï                            

Physical & Dimensional 
620-22_IP_DOC-001 P - - - - 620-22_IP_REC-001 ------ ------ 

65 
Raw material inspection ï                        

Chemical analysis 

620-22_IP_DOC-001 

 
P - - - - 620-22_IP_REC-005 ------ ------ 

68 Approval for Raw Material - - HP - I - ------- (G) ------ 

70 Nesting plan Preparation 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

80 Nesting plan Verification 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

100 Clearance for Production 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 
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110 CNC Turning 620-22_MF_DOC-010 P - - - - 620-22_MF_REC-010 ------ ------ 

120 CNC Turning Inspection 620-22_MF_DOC-010 P - - - - 620-22_MF_REC-010 ------ ------ 

130 Marking 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-010 ------ ------ 

140 Marking Inspection 620-22_QA_DOC-003 P - W2 - - 620-22_MF_REC-010 ------ (B) 

150 Milling ï Groove 620-22_MF_DOC-010 P - - - - 620-22_MF_REC-010 ------ ------ 

160 Dimensional Inspection 620-22_QA_DOC-010 P - W1 W4 - 620-22_IP_REC-002 ------ (B) 

170 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

180 Liquid Penetrant test  620-22_QA_DOC-013 P - - - - 620-22_QA_REC-012 ------ ------ 

190 Inspection 620-22_QA_DOC-013 P - W2 W4 - 620-22_QA_REC-012 ------ (B) 

200 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

210 Cleaning 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-010 

 

 

------ ------ 

220 Cleaning Inspection 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-010 ------ (B) 

230 Ultrasonic cleaning 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-010 

 

 

------ ------ 

240 Wipe test 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-010 ------ ------ 

250 Wipe test Inspection 620-22_MF_DOC-007 P HP W2 HP - 620-22_MF_REC-010 ------ (B) 

260 Non-conformance Handling (if any) 620-22_QA_DOC-007 - HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

265 
Record Checking for Code No. 30, 55, 68, 100 

and from Code No. 110 to 260 
- - - DR-1 - - ------ ------ (E) 

270 Approval - - HP - DR - ------ (H) ------ 

 

Note 1: Above Operations will be carried out according to the approved contract schedule.  
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APPENDIX ï 10 

MANUFACTURING AND IN SPECTION PLAN FOR M30_SPACER_14  (Qty. Approx. 6000 Spacers) 

CODE ACTIVITY  
APPLICABLE 

DOCUMENT  

RESPONSIBILITY  RECORDS 

ATL  I -I  TPI  IO ANB ATL  
I -I &  

IO 
TPI  

02 Approval of Applicable Documents 620-22_QA_DOC-002 - HP - HP - ------ (A) ------ 

10 Preparation of Manufacturing Drawings 620-22_DE_DOC-001 P - - - - 
Manufacturing 

drawings 
------ ------ 

20 Inspection of Manufacturing drawings 620-22_DE_DOC-001 P - - - - 620-22_DE_REC-011 ------ ------ 

30 Approval for Manufacturing drawings - - HP - HP - ------ (A) ------ 

40 
Receipt of Manufacturing Reports from      

Material Manufacturer  
620-22_PU_DOC-001 P - - - - 

Test Reports of 

Material Manufacturer 
------ ------ 

50 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP - HP - 620-22_QA_REC-001 ------ ------ 

55 Factory Acceptance -- P HP - HP  ------ (J) ------ 

60 Clearance for Material Dispatch 620-22_PU_DOC-001 P - - - - 
Clearance Note from 

ATL 
------ ------ 

62 
Raw material inspection ï                            

Physical & Dimensional 
620-22_IP_DOC-001 P - - - - 620-22_IP_REC-001 ------ ------ 

65 
Raw material inspection ï                        

Chemical analysis 

620-22_IP_DOC-001 

 
P - - - - 620-22_IP_REC-005 ------ ------ 

68 Approval for use of Raw Material - - HP - I - ------ (G) ------ 

70 Nesting plan Preparation 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

80 Nesting plan Verification 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

100 Clearance for Production 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 
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110 CNC Turning 620-22_MF_DOC-010 P - - - - 620-22_MF_REC-011 ------ ------ 

120 CNC Turning Inspection 620-22_MF_DOC-010 P - - - - 620-22_MF_REC-011 ------ ------ 

130 Marking 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-011 ------ ------ 

140 Marking Inspection 620-22_QA_DOC-003 P - W2 - - 620-22_MF_REC-011 ------ (B) 

150 Milling ï Groove 620-22_MF_DOC-010 P - - - - 620-22_MF_REC-011 ------ ------ 

160 Dimensional Inspection 620-22_QA_DOC-010 P - W1 W4 - 620-22_IP_REC-002 ------ (B) 

170 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

180 Liquid Penetrant test  620-22_QA_DOC-013 P - - - - 620-22_QA_REC-012 ------ ------ 

190 Inspection 620-22_QA_DOC-013 P - W2 W4 - 620-22_QA_REC-012 ------ (B) 

200 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

210 Cleaning 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-011 ------ ------ 

220 Cleaning Inspection 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-011 ------ (B) 

230 Ultrasonic cleaning 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-011 ------ ------ 

240 Wipe test 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-011 ------ ------ 

250 Wipe test Inspection 620-22_MF_DOC-007 P HP W2 HP - 620-22_MF_REC-011 ------ (B) 

260 Non-conformance Handling (if any) 620-22_QA_DOC-007 - HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

265 
Record Checking for Code No. 30, 55, 68, 100 

and from Code No. 110 to 260 
- - - DR-1 - - ------ ------ (E) 

270 Approval - - HP - DR - ------ (H) ------ 

 

Note 1: Above Operations will be carried out according to the approved contract schedule 
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APPENDIX ï 11  

QUALITY ASSURANCE PL AN FOR M30_SPACER_38  (Approx. Qty. 22350 Spacers) 

CODE ACTIVITY  
APPLICABLE 

DOCUMENT  

RESPONSIBILITY  RECORDS 

ATL  I -I  TPI  IO ANB ATL  
I -I &  

IO 
TPI  

02 Approval of Applicable Documents 620-22_QA_DOC-002 - HP - HP - ------ (A) ------ 

10 Preparation of Manufacturing Drawings 620-22_DE_DOC-001 P - - - - 
Manufacturing 

drawings 
------ ------ 

20 Inspection of Manufacturing drawings 620-22_DE_DOC-001 P - - - - 620-22_DE_REC-012 ------ ------ 

30 Approval for Manufacturing drawings - - HP - HP - ------ (A) ------ 

40 
Receipt of Manufacturing Reports from      

Material Manufacturer  
620-22_PU_DOC-001 P - - - - 

Test Reports of 

Material Manufacturer 
------ ------ 

50 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP - HP - 620-22_QA_REC-001 ------ ------ 

55 Factory Acceptance -- P HP - HP  ------ (J) ------ 

60 Clearance for Material Dispatch 620-22_PU_DOC-001 P - - - - 
Clearance Note from 

ATL 
------ ------ 

62 
Raw material inspection ï                            

Physical & Dimensional 
620-22_IP_DOC-001 P - - - - 620-22_IP_REC-001 ------ ------ 

65 
Raw material inspection ï                        

Chemical analysis 

620-22_IP_DOC-001 

 
P - - - - 620-22_IP_REC-005 ------ ------ 

68 Approval for use of Raw Material - - HP - I - ------ (G) ------ 

70 Nesting plan Preparation 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

80 Nesting plan Verification 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

100 Clearance for Production 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 (G) ------ 
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110 CNC Turning 620-22_MF_DOC-010 P - - - - 620-22_MF_REC-012 ------ ------ 

120 CNC Turning Inspection 620-22_MF_DOC-010 P - - - - 620-22_MF_REC-012 ------ ------ 

130 Marking 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-012 ------ ------ 

140 Marking Inspection 620-22_QA_DOC-003 P - W2 - - 620-22_MF_REC-012 ------ (B) 

150 Milling ï Groove 620-22_MF_DOC-010 P - - - - 620-22_MF_REC-012 ------ ------ 

160 Dimensional Inspection 620-22_QA_DOC-010 P - W1 W4 - 620-22_IP_REC-002 ------ (B) 

170 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

180 Liquid Penetrant test  620-22_QA_DOC-013 P - - - - 620-22_QA_REC-012 ------ ------ 

190 Inspection 620-22_QA_DOC-013 P - W2 W4 - 620-22_QA_REC-012 ------ (B) 

200 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

210 Cleaning 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-012 ------ ------ 

220 Cleaning Inspection 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-012 ------ (B) 

230 Ultrasonic cleaning 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-012 ------ ------ 

240 Wipe test 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-012 ------ ------ 

250 Wipe test Inspection 620-22_MF_DOC-007 P HP W2 HP - 620-22_MF_REC-012 ------ (B) 

260 Non-conformance Handling (if any) 620-22_QA_DOC-007 - HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

265 
Record Checking for Code No. 30, 55, 68, 100 

and from Code No. 110 to 260 
- - - DR-1 - - ------ ------ (E) 

270 Approval - - HP - DR - ------ (H) ------ 

 

Note 1: Above Operations will be carried out according to the approved contract schedule 
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APPENDIX ï 12 

MANUFACTURING AND IN SPECTION PLAN FOR M20 & 24_LOCK WASHER (Qty.  Approx.  13400 Washers) 

CODE ACTIVITY  
APPLICABLE 

DOCUMENT  

RESPONSIBILITY  RECORDS 

ATL  I -I  TPI  IO ANB ATL  
I -I &  

IO 
TPI  

02 Approval of Applicable Documents 620-22_QA_DOC-002 - HP - HP - ------ (A) ------ 

10 Preparation of Manufacturing Drawings 620-22_DE_DOC-001 P - - - - 
Manufacturing 

drawings 
------ ------ 

20 Inspection of Manufacturing drawings 620-22_DE_DOC-001 P - - - - 620-22_DE_REC-013 ------ ------ 

30 Approval for Manufacturing drawings - - HP - HP - ------ (A) ------ 

40 
Receipt of Manufacturing Reports from      

Material Manufacturer  
620-22_PU_DOC-001 P - - - - 

Test Reports of 

Material Manufacturer 
------ ------ 

50 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP - HP - 620-22_QA_REC-001 ------ ------ 

55 Factory Acceptance -- P HP - HP  ------ (J) ------ 

60 Clearance for Dispatch to ATL 620-22_PU_DOC-001 P - - - - 
Clearance Note from 

ATL 
------ ------ 

62 
Raw material inspection ï                            

Physical & Dimensional 
620-22_IP_DOC-001 P - - - - 620-22_IP_REC-001 ------ ------ 

65 
Raw material inspection ï                        

Chemical analysis 

620-22_IP_DOC-001 

 
P - - - - 620-22_IP_REC-005 ------ ------ 

70 Approval for use of Raw Material - - HP - I - ------ (G) ------ 

80 Nesting plan Preparation 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

90 Nesting plan Verification 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

100 Clearance for Production 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 (G) ------ 
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110 Stamping (Sub-Contractor Activity)  
Quality Procedure of 

Sub-Contractor 
P - - - - 

Inspection Reports of    

Sub ï Contractor  
------ ------ 

120 Inspection 620-22_MF_DOC-005 P - - - - 620-22_MF_REC-013 ------ ------ 

130 Marking 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-013 ------ ------ 

140 Marking Inspection 620-22_QA_DOC-003 P - W2 - - 620-22_MF_REC-013 ------ (B) 

150 Milling - Groove 620-22_MF_DOC-005 P - - - - 620-22_MF_REC-013 ------ ------ 

160 Dimensional Inspection 620-22_QA_DOC-010 P - W1 W4 - 620-22_IP_REC-002 ------ (B) 

170 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

210 Cleaning 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-013 ------ ------ 

220 Cleaning Inspection 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-013 ------ (B) 

230 Ultrasonic cleaning 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-013 ------ ------ 

240 Wipe test 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-013 ------ ------ 

250 Wipe test Inspection 620-22_MF_DOC-007 P HP W2 HP - 620-22_MF_REC-013 ------ (B) 

260 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

265 
Record Checking for Code No. 30, 55, 70, 100 

and from Code No. 110 to 260 
-  - DR-1 - - ------ ------ (E) 

270 Approval  - HP - DR - ------ (H) ------ 

 

Note 1: Above Operations will be carried out according to the approved contract schedule 
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APPENDIX ï 13  

MANUFACTURING AND IN SPECTION PLAN FOR M30_LOCK WASHER (Approx. Qty. 31300 Washers) 

CODE ACTIVITY  
APPLICABLE 

DOCUMENT  

RESPONSIBILITY  RECORDS 

ATL  I -I  TPI  IO ANB ATL  
I -I &  

IO 
TPI  

02 Approval of Applicable Documents 620-22_QA_DOC-002 - HP - HP - ------ (A) ------ 

10 Preparation of Manufacturing Drawings 620-22_DE_DOC-001 P - - - - 
Manufacturing 

drawings 
------ ------ 

20 Inspection of Manufacturing drawings 620-22_DE_DOC-001 P - - - - 620-22_DE_REC-014 ------ ------ 

30 Approval for Manufacturing drawings - - HP - HP - ------ (A) ------ 

40 
Receipt of Manufacturing Reports from      

Material Manufacturer  
620-22_PU_DOC-001 P - - - - 

Test Reports of 

Material Manufacturer 
------ ------ 

50 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP - HP - 620-22_QA_REC-001 ------ ------ 

55 Factory Acceptance -- P HP - HP  ------ (J) ------ 

60 Clearance for Dispatch to ATL 620-22_PU_DOC-001 P - - - - 
Clearance Note from 

ATL 
------ ------ 

62 
Raw material inspection ï                            

Physical & Dimensional 
620-22_IP_DOC-001 P - - - - 620-22_IP_REC-001 ------ ------ 

65 
Raw material inspection ï                        

Chemical analysis 

620-22_IP_DOC-001 

 
P - - - - 620-22_IP_REC-005 ------ ------ 

70 Approval to use the Raw Material - - HP - I - ------ (G) ------ 

80 Nesting plan Preparation 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

90 Nesting plan Verification 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

100 Clearance for Production 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 
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110 Stamping (Sub-Contractor Activity) 
Quality Procedure of 

Sub-Contractor 
P - - - - 

Inspection Reports of    

Sub ï Contractor  
------ ------ 

120 Inspection 620-22_MF_DOC-005 P - - - - 620-22_MF_REC-014 ------ ------ 

130 Marking 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-014 ------ ------ 

140 Marking Inspection 620-22_QA_DOC-003 P - W2 - - 620-22_MF_REC-014 ------ (B) 

150 Milling ï Groove and Tail 620-22_MF_DOC-005 P - - - - 620-22_MF_REC-014 ------ ------ 

160 Dimensional Inspection 620-22_QA_DOC-010 P - W1 W4 - 620-22_IP_REC-002 ------ (B) 

170 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

210 Cleaning 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-014 ------ ------ 

220 Cleaning Inspection 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-014 ------ (B) 

230 Ultrasonic cleaning 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-014 ------ ------ 

240 Wipe test 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-014 ------ ------ 

250 Wipe test Inspection 620-22_MF_DOC-007 P HP W2 HP - 620-22_MF_REC-014 ------ (B) 

260 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

265 
Record Checking for Code No. 30, 55, 70, 100 

and from Code No. 110 to 260 
-  - DR-1 - - ------ ------ (E) 

270 Approval  - HP - DR - ------ (H) ------ 

 

Note 1: Above Operations will be carried out according to the approved contract schedule 
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APPENDIX ï 14 

MANUFACTURING AND IN SPECTION PLAN FOR M20 _CAP SCREW (Qty.  Approx.  23700 Cap Screws) 

CODE ACTIVITY  
APPLICABLE 

DOCUMENT  

RESPONSIBILITY  RECORDS 

ATL  I -I  TPI  IO ANB ATL  
I -I &  

IO 
TPI  

02 Approval of Applicable Documents 620-22_QA_DOC-002 - HP - HP - ------ (A) ------ 

10 Preparation of Manufacturing Drawings 620-22_DE_DOC-001 P - - - - 
Manufacturing 

drawings 
------ ------ 

20 Inspection of Manufacturing drawings 620-22_DE_DOC-001 P - - - - 620-22_DE_REC-015 ------ ------ 

30 Approval for Manufacturing drawings - - HP - HP - ------ (A) ------ 

40 
Receipt of Manufacturing Reports from      

Material Manufacturer  
620-22_PU_DOC-001 P - - - - 

Test Reports of 

Material Manufacturer 
------ ------ 

50 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP - HP - 620-22_QA_REC-001 ------ ------ 

55 Factory Acceptance -- P HP - HP  ------ (J) ------ 

60 Clearance for Dispatch to ATL 620-22_PU_DOC-001 P - - - - 
Clearance Note from 

ATL 
------ ------ 

62 
Raw material inspection ï                            

Physical & Dimensional 
620-22_IP_DOC-001 P - - - - 620-22_IP_REC-001 ------ ------ 

65 
Raw material inspection ï                        

Chemical analysis 

620-22_IP_DOC-001 

 
P - - - - 620-22_IP_REC-005 ------ ------ 

70 Approval for use of Raw Material - - HP - I - ------ (G) ------ 

80 Nesting plan Preparation 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

90 Nesting plan Verification 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

100 Clearance for Production 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 



 TENDER DOCUMENT FOR THIRD PARTY INSPECTION  DURING IWS MANUFACTURING 
(Tender No.: I-I TN 12008 DATED 30/01/2013) 

II -TCN92IB-v1_1 

 

  Page 62 of 73 
 

110 Head Forging and Thread Rolling 
Quality Procedure of 

LPS Bossard 
P - - - - 

Inspection Reports of    

LPS Bossard  
------ ------ 

120 Inspection 620-22_MF_DOC-004 P - - - - 620-22_MF_REC-015 ------ ------ 

130 Marking 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-015 ------ ------ 

140 Marking Inspection 620-22_QA_DOC-003 P - W2 - - 620-22_MF_REC-015 ------ (B) 

150 Milling ï Groove  620-22_MF_DOC-004 P - - - - 620-22_MF_REC-015 ------ ------ 

160 Dimensional Inspection 620-22_QA_DOC-010 P - W1 W4 - 620-22_IP_REC-002 ------ (B) 

170 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

180 
Liquid Penetrant Testing  

(Except for Threaded Portion) 
620-22_QA_DOC-013 P - - - - 620-22_QA_REC-015 ------ ------ 

190 Inspection 620-22_QA_DOC-013 P - W2 W4 - 620-22_QA_REC-015 ------ (B) 

200 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

210 Cleaning 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-015 ------ ------ 

220 Cleaning Inspection 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-015 ------ (B) 

230 Ultrasonic cleaning 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-015 (D) (C) 

240 Wipe test 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-015 ------ ------ 

250 Wipe test Inspection 620-22_MF_DOC-007 P HP W2 HP - 620-22_MF_REC-015 ------ (B) 

260 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 ------ ------ 

265 
Record Checking for Code No. 30, 55, 70, 100 

and from Code No. 110 to 260 
-  - DR-1 - - ------ ------ (E) 

270 Approval - - HP - DR - ------ (H) ------ 

 

Note 1: Above Operations will be carried out according to the approved contract schedule 
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APPENDIX ï 15 

MANUFACTURING AND IN SPECTION PLAN FOR M24_CAP SCREW (Qty.  Approx.  8000 Cap Screws) 

CODE ACTIVITY  
APPLICABLE 

DOCUMENT  

RESPONSIBILITY  RECORDS 

ATL  I -I  TPI  IO ANB ATL  
I -I &  

IO 
TPI  

02 Approval of Applicable Documents 620-22_QA_DOC-002 - HP - HP - ------ (A) ------ 

10 Preparation of Manufacturing Drawings 620-22_DE_DOC-001 P - - - - 
Manufacturing 

drawings 
------ ------ 

20 Inspection of Manufacturing drawings 620-22_DE_DOC-001 P - - - - 620-22_DE_REC-016 ------ ------ 

30 Approval for Manufacturing drawings - - HP - HP - ------ (A) ------ 

40 
Receipt of Manufacturing Reports from      

Material Manufacturer  
620-22_PU_DOC-001 P - - - - 

Test Reports of 

Material Manufacturer 
------ ------ 

50 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP - HP - 620-22_QA_REC-001 ------ ------ 

55 Factory Acceptance -- P HP - HP  ------ (J) ------ 

60 Clearance for Dispatch to ATL 620-22_PU_DOC-001 P - - - - 
Clearance Note from 

ATL 
------ ------ 

62 
Raw material inspection ï                            

Physical & Dimensional 
620-22_IP_DOC-001 P - - - - 620-22_IP_REC-001 ------ ------ 

65 
Raw material inspection ï                        

Chemical analysis 

620-22_IP_DOC-001 

 
P - - - - 620-22_IP_REC-005 ------ ------ 

70 Approval for use of Raw Material - - HP - I - ------ (G) ------ 

80 Nesting plan Preparation 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

90 Nesting plan Verification 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

100 Clearance for Production 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 
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110 Head Forging and Thread Rolling 
Quality Procedure of 

LPS Bossard 
P - - - - 

Inspection Reports of    

LPS Bossard  
------ ------ 

120 Inspection 620-22_MF_DOC-004 P - - - - 620-22_MF_REC-016 ------ ------ 

130 Marking 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-016 ------ ------ 

140 Marking Inspection 620-22_QA_DOC-003 P - W2 - - 620-22_MF_REC-016 ------ (B) 

150 Milling ï Groove  620-22_MF_DOC-004 P - - - - 620-22_MF_REC-016 ------ ------ 

160 Dimensional Inspection 620-22_QA_DOC-010 P - W1 W4 - 620-22_IP_REC-002 ------ (B) 

170 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

180 
Liquid Penetrant Testing  

(Except for Threaded Portion) 
620-22_QA_DOC-013 P - - - - 620-22_QA_REC-016 ------ ------ 

190 Inspection 620-22_QA_DOC-013 P - W2 W4 - 620-22_QA_REC-016 ------ (B) 

200 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

210 Cleaning 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-016 ------ ------ 

220 Cleaning Inspection 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-016 ------ (B) 

230 Ultrasonic cleaning 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-016 ------ ------ 

240 Wipe test 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-016 ------ ------ 

250 Wipe test Inspection 620-22_MF_DOC-007 P HP W2 HP - 620-22_MF_REC-016 ------ (B) 

260 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

265 
Record Checking for Code No. 30, 55, 70, 100 

and from Code No. 110 to 260 
-  - DR-1 - - ------ ------ (E) 

270 Approval - - HP - DR - ------ (H) ------ 

 

Note 1: Above Operations will be carried out according to the approved contract schedule 
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APPENDIX ï 16 

MANUFACTURING AND IN SPECTION PLAN FOR M XX - BOLT (Where XX = 30, 24 and 20) 

(Qty.  Approx.  M30 Bolt ï 18900, M24 Bolt ï 1400, M20 Bolt - 2550)  

CODE ACTIVITY  
APPLICABLE 

DOCUMENT  

RESPONSIBILITY  RECORDS 

ATL  I -I  TPI  IO ANB ATL  
I -I &  

IO 
TPI  

02 Approval of Applicable Documents 620-22_QA_DOC-002 - HP - HP - ------ (A) ------ 

10 Preparation of Manufacturing Drawings 620-22_DE_DOC-001 P - - - - 
Manufacturing 

drawings 
------ ------ 

20 Inspection of Manufacturing drawings 620-22_DE_DOC-001 P - - - - 620-22_DE_REC-017 ------ ------ 

30 Approval for Manufacturing drawings - - HP - HP - ------ (A) ------ 

40 
Receipt of Manufacturing Reports from      

Material Manufacturer  
620-22_PU_DOC-001 P - - - - 

Test Reports of 

Material Manufacturer 
------ ------ 

50 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP - HP - 620-22_QA_REC-001 ------ ------ 

55 Factory Acceptance -- P HP - HP  ------ (J) ------ 

60 Clearance for Dispatch to ATL 620-22_PU_DOC-001 P - - - - 
Clearance Note from 

ATL 
------ ------ 

62 
Raw material inspection ï                            

Physical & Dimensional 
620-22_IP_DOC-001 P - - - - 620-22_IP_REC-001 ------ ------ 

65 
Raw material inspection ï                        

Chemical analysis 

620-22_IP_DOC-001 

 
P - - - - 620-22_IP_REC-005 ------ ------ 

70 Approval of use of Raw material - - HP - I - ------ (G) ------ 

80 Nesting plan Preparation 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

90 Nesting plan Verification 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

100 Clearance for Production 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 
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110 Head Forging and Thread Rolling 
Quality Procedure of 

LPS Bossard 
P - - - - 

Inspection Reports of    

LPS Bossard  
------ ------ 

120 Inspection 620-22_MF_DOC-004 P - - - - 620-22_MF_REC-017 ------ ------ 

130 Marking 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-017 ------ ------ 

140 Marking Inspection 620-22_QA_DOC-003 P - W2 - - 620-22_MF_REC-017 ------ (B) 

150 Milling ï Groove  620-22_MF_DOC-004 P - - - - 620-22_MF_REC-017 ------ ------ 

160 Dimensional Inspection 620-22_QA_DOC-010 P - W1 W4 - 620-22_IP_REC-002 ------ (B) 

170 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

180 
Liquid Penetrant Testing  

(Except for Threaded Portion) 
620-22_QA_DOC-013 P - - - - 620-22_QA_REC-017 ------ ------ 

190 Inspection 620-22_QA_DOC-013 P - W2 W4 - 620-22_QA_REC-017 ------ (B) 

200 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

210 Cleaning 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-017 ------ ------ 

220 Cleaning Inspection 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-017 ------ (B) 

230 Ultrasonic cleaning 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-017 (D) (C) 

240 Wipe test 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-017 ------ ------ 

250 Wipe test Inspection 620-22_MF_DOC-007 P HP W2 HP - 620-22_MF_REC-017 ------ (B) 

260 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 ------ ------ 

265 
Record Checking for Code No. 30, 55, 70, 100 

and from Code No. 110 to 260 
-  - DR-1 - - ------ ------ (E) 

270 Approval - - HP - DR - ------ (H) ------ 

 

Note 1: Above Operations will be carried out according to the approved contract schedule 

Note 2: XX Means the Bolt of M30, 20 and 24. 
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APPENDIX ï 17  

MANUFACTURING AND IN SPECTION PLAN FOR MXX ï NUT  (Where XX = 30, 24 and 20) 

(Qty.  Approx.  M30 Nut ï 12500 Nuts, M24 Nut ï 2650, M29 Nut - 5700) 

CODE ACTIVITY  
APPLICABLE 

DOCUMENT  

RESPONSIBILITY  RECORDS 

ATL  I -I  TPI  IO ANB ATL  
I -I &  

IO 
TPI  

02 Approval of Applicable Documents 620-22_QA_DOC-002 - HP - HP - ------ (A) ------ 

10 Preparation of Manufacturing Drawings 620-22_DE_DOC-001 P - - - - 
Manufacturing 

drawings 
------ ------ 

20 Inspection of Manufacturing drawings 620-22_DE_DOC-001 P - - - - 620-22_DE_REC-018 ------ ------ 

30 Approval for Manufacturing drawings - - HP - HP - ------ (A) ------ 

40 
Receipt of Manufacturing Reports from      

Material Manufacturer  
620-22_PU_DOC-001 P - - - - 

Test Reports of 

Material Manufacturer 
------ ------ 

50 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP - HP - 620-22_QA_REC-001 ------ ------ 

55 Factory Acceptance -- P HP - HP  ------ (J) ------ 

60 Clearance for Dispatch to ATL 620-22_PU_DOC-001 P - - - - 
Clearance Note  

from ATL 
------ ------ 

62 
Raw material inspection ï                            

Physical & Dimensional 
620-22_IP_DOC-001 P - - - - 620-22_IP_REC-001 ------ ------ 

65 
Raw material inspection ï                        

Chemical analysis 

620-22_IP_DOC-001 

 
- - - - - 620-22_IP_REC-005 ------ ------ 

70 Approval for use of Raw Material - - HP - I - ------ (G) ------ 

80 Nesting plan Preparation 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

90 Nesting plan Verification 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 

100 Clearance for Production 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-001 ------ ------ 
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110 Forging and Thread Forming 
Quality Procedure of 

LPS Bossard 
P - - - - 

Inspection Reports of    

LPS Bossard  
------ ------ 

120 Inspection 620-22_MF_DOC-004 P - - - - 620-22_MF_REC-018 ------ ------ 

130 Marking 620-22_QA_DOC-003 P - - - - 620-22_MF_REC-018 ------ ------ 

140 Marking Inspection 620-22_QA_DOC-003 P - W2 - - 620-22_MF_REC-018 ------ (B) 

150 Milling ï Groove  620-22_MF_DOC-004 P - - - - 620-22_MF_REC-018 ------ ------ 

160 Dimensional Inspection 620-22_QA_DOC-010 P - W1 W4 - 620-22_IP_REC-002 ------ (B) 

170 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

180 
Liquid Penetrant Testing  

(Except for Threaded Portion) 
620-22_QA_DOC-013 P - - - - 620-22_QA_REC-018 ------ ------ 

190 Inspection 620-22_QA_DOC-013 P - W2 W4 - 620-22_QA_REC-018 ------ (B) 

200 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

210 Cleaning 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-018 ------ ------ 

220 Cleaning Inspection 620-22_MF_DOC-009 P - - - - 620-22_MF_REC-018 ------ (B) 

230 Ultrasonic cleaning 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-018 ------ ------ 

240 Wipe test 620-22_MF_DOC-007 P - - - - 620-22_MF_REC-018 ------ ------ 

250 Wipe test Inspection 620-22_MF_DOC-007 P HP W2 HP - 620-22_MF_REC-018 ------ (B) 

260 Non-conformance Handling (if any) 620-22_QA_DOC-007 P HP DR-2 HP - 620-22_QA_REC-001 (D) (C) 

265 
Record Checking for Code No. 30, 55, 70, 100 

and from Code No. 110 to 260 
-  - DR-1 - - ------ ------ (E) 

270 Approval - - HP - DR - ------ (H) ------ 

 

Note 1: Above Operations will be carried out according to the approved contract schedule 

Note 2: XX Means the Nut for Bolt of M30, 20 and 24 




