
     432-022 

ENQUIRY 
VALVES 

 

Bharat Heavy Electricals Limited 
(A Government of India undertaking) 

High pressure boiler plant 
Purchase department/valves 

Tiruchirappalli-620 014. 

 
Phone: +91 9442502544 & 
0431-2577544 
FAX :    0431-2520383 
Email:  
bppreddy@bheltry.co.in 
 

 
 

 
 

Enquiry No. Date 
Due  Date  For 

Quotation 

EN-VAL-OT-1008 12.01.2015 02.02.2015 

Please quote Enquiry No., and due date in correspondences  
This is only a request for quotation and not an order. 

 
 
 

 
Date , Time & 
Venue  of tender opening : 
 
02.02.2015 at 14.30 Hrs. 
at Valves Purchase Conference 
Hall , Building No 24, III Floor 
BHEL, Tiruchirappalli-620 014, 
Tamil Nadu State, India. 

 
 
 
 
 
 
 
 
 
 

  
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 

 
The applicable Taxes prevalent on the date of quotation should be 
clearly indicated in the Pre-qualification & Techno-commercial 
quotation (Part –A) itself. 
  
Please, submit your lowest quotation in duplicate subject to our terms 
and conditions , for the above Bill of Quantity, so as to reach us on or 
before the due date by 14.00 Hrs. (IST) 
 
Quotation will be opened at 14.30 Hrs. (IST) on the due date in the 
presence of tenderers who may like to be present. 
 
Late tenders are liable to be rejected. 

 
Yours faithfully, 

For Bharat Heavy Electricals Ltd 
 
 
 
 

B Rajendra Prasad Reddy 
Engr/Purchase/Valves 

 

 

Scope of work 
 
Repair work of Valve castings inside BHEL premises  
 

Enclosures 
 
- Enquiry Instructions, Annexure - A 
- Bill of Quantity, Annexure – B 
- Priced Bid format, Annexure - C 
- Terms and Conditions, Annexure - D 
- Standard Inspection Procedure (SIP:VS:17/ Rev.03) 
- Standard Inspection Procedure (SIP:VS:11/ Rev.02) 

mailto:bppreddy@bheltry.co.in
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ENQUIRY INSTRUCTIONS 
 

1. Sealed tenders in two parts; Part-I: Pre-qualification Techno-commercial bid and Part-II: Priced 
bid are invited for entering into Rate Contract for valve casting repair work inside BHEL 
premises. 
 
The two bids should be submitted in separate inner envelopes duly mentioning the details as 
follows:   
 

Part Bid Superscription on envelope 

I 

Pre-qualification & Techno-
Commercial Quotation in response 
to tender enquiry No. EN-VAL-OT-
1008 Dt: 12.01.2015 

PART-I   “Pre-qualification & Techno-Commercial 
Bid” Tender Enquiry No. EN-VAL-OT-1008 Dt: 
12.01.2015 Due date of opening: 02.02.2015 
Sender: 

    II 
Priced Quotation in response to 
tender enquiry No. EN-VAL-OT-
1008 Dt: 12.01.2015 

PART-II   “Priced Bid” 
Tender Enquiry No: EN-VAL-OT-1008 Dt: 
12.01.2015 
Sender: 

 
Both the sealed envelopes should be put in an outer envelope clearly mentioning Tender 
Enquiry No. and due date of opening & sender’s address on it. Quotations shall reach us by 
14.00 Hrs on 02.02.2015 
 

Necessary Document to be submitted in Part-I: 
 

 Authorization/ Approval Letter issued by Director of Boilers for permitting the contractor 
to carry out the repair of steel castings. 
 

 IBR Qualification for minimum 2 welders for Carbon Steel (WCB&WCC) & Alloy Steel 
(WC6&WC9). 

 
 Past experience in repair of castings is to be supported with necessary documentation - 

Customer details and validity of IBR approval during that period. 

 
 List of available equipment, tools and tackles necessary for carrying out repair work. 

 
 Un-priced bid with all taxes and duties (extra/inclusive) - % mentioned and other applicable 

commercial conditions. 
 

 Acceptance of all terms and conditions. Terms and conditions (Annexure-C) to be signed in 
all pages and sent back.  If nothing is mentioned for any terms and condition, it shall be 
concluded that the same is accepted. 

 
 Filled in Annexure-A to be submitted mentioning “Quoted” or “regretted” against each line 

item. 
 

  Documents of the following statutory Codes  

 ESI Code.  

 P. F.Code No.   
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 Labour licence (Central / State Government) should be submitted before 
commencement of work.  

 PAN No.  (In case not available, proof of having applied with Acknowledgement 
from concerned authorities) 

 
 

Document to be submitted in Part-II: 
 

Rate per Cubic Centimeter (CC) of repair to be mentioned in figures as well as in words in 
the Bill of Quantity (Annexure - A). No other condition shall be mentioned. 
 
All amounts shall be indicated both in words as well as figures. Where there is difference between 
amount quoted in words and figures, amount quoted in words shall prevail. 



EN-VAL-OT-1008 Rate Contract for Casting Repair Work inside BHEL Premises

Bill Of Quantities

Annexure-B

Sl no Particular

Estimated 

Volume

for 2 years CC

Quoted/ Not Quoted

1 CARBON STEEL

1A Material removal for Carbon steel (Gouging, Grinding)

1B Material build-up for Carbon steel (Welding & Grinding)

Total Welding repair of Carbon Steel Material  (1A+ 1B) 9,50,000

2 ALLOY STEEL

2A Material removal for Alloy Steel (Gouging , Grinding )

2B Material build-up for Alloy steel (Welding&Grinding)

Total Welding repair of Alloy Steel Material  (2A+ 2B) 6,20,000

3 C12A 

3A
Material removal for C12A material (Grinding only )

(Removal of excess material using electic grinder only)
1,05,000

Total package (1+2+3)



EN-VAL-OT-1008 Rate Contract for Casting Repair Work inside BHEL Premises

Priced Bid Format

Annexure-C

Sl no Particular

Estimated 

Volume

for 2 years 

CC

Quoted 

Pricein 

figures Rs/CC

Quoted Price in words 

Rs/CC

1 CARBON STEEL

1A Material removal for Carbon steel (Gouging, Grinding)

1B Material build-up for Carbon steel (Welding & Grinding)

Total Welding repair of Carbon Steel Material  (1A+ 1B) 9,50,000

2 ALLOY STEEL

2A Material removal for Alloy Steel (Gouging , Grinding )

2B Material build-up for Alloy steel (Welding&Grinding)

Total Welding repair of Alloy Steel Material  (2A+ 2B) 6,20,000

3 C12A

3A
Material removal for C12A material (Grinding only )

(Removal of excess material using electic grinder only)
1,05,000

Total package (1+2+3)
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ANNEXURE – D 

 

TERMS & CONDITIONS 

 

1. Repair of Valve castings inside BHEL premises in 3 identified locations. 

2. Bidder to quote rate on “Rate/CC” of repair work separately for Carbon Steel and Alloy Steel, 
metal removal by gouging & grinding or grinding for Carbon steel & Alloy steel, grinding of 
C12Amaterial,  material build-up by welding and grinding for Carbon steel and Alloy steel as 
per BOQ in Annexure-A. 

3. The price will be firm for a period of 2 years from the final approval of the competent 
authority.  

4. The work should be carried out within our premises allotted to the contractor. 

5. BHEL will provide the required space, power and compressed air. 

6. BHEL will provide the movement facility for the castings weighing more than 1 MT.  

7. The contractor has to arrange a temporary closed shed in the identified location in BHEL for 
carrying out the welding activities and proper storage, presentation of welding equipment 
and consumables. The approval for temporary shed should be got from BHEL. 

8. The jobs up to 1 MT for repair are to be collected from Stores/Shops to the identified repair 
shops in BHEL and after completion of repair duly certified by BHEL QC to return back to 
concerned Stores/Shops.  

9. The contractors are to arrange necessary material handling facilities. 

10. BHEL will negotiate/ Re-float the tender in case the quoted prices are not acceptable. 

11. BHEL will enter into Rate Contract with 3 contractors. For this BHEL will counter-offer the 
negotiated L1 rates to L2 and L3 contractors. Distribution/Allocation of load: L1 – 45%; L2 – 
30%; L3 – 25%. In case of 2 vendors the ordering will be done in the ratio of L1 – 60% & L2 – 
40%. 

12. Subject to having minimum of 3 eligible contractors, the H1 contractor will not be 
considered. Qualification:  

a. Experience in steel casting repair under IBR inspection for a period of 2 years minimum.  

b. The contractor should have a valid IBR approval for carrying repair of steel casting for 
past 2 years. 

c. The contractor shall submit the necessary Authorisation / Approval Letter issued by 
Director of Boilers for permitting the contractor to carry out the repair of castings. 

d. Past experience in repair of castings is to be supported with necessary documentation - 
Customer details and validity of IBR approval during that period. 

e. Minimum 2 IBR Qualified welders for Carbon Steel (WCB/WCC) & Alloy Steel 
(WC6&WC9) along with supporting manpower to carry out the job. 

f. Welder qualification with IBR and IBR approval for carrying out repair of steel castings 
should be kept valid through the contract period. 

g. The contractor should arrange at his own expense, the welding power source for 
Welding and gouging, approved welding consumables, tools, tackles, consumables and 
tools for carrying out LPI. 

h. Equipment for grinding and other operations should be arranged by contractor. 
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13. Selection criteria:  

 Meet all qualification criteria ( 12a - 12h )  

 Competitive rate 

 If more than 3 contractors become L1 – Shortlisting will be based on Number of years 
of service in casting repair – IBR certificate 

 In case of two or more having same experience, the turnover in the last 2 years would 
be taken as the deciding criteria. The contractor with higher turnover would be 
considered for qualification. 

 The L1 contractor will be arrived at, on comparison of cumulative prices quoted for 
total package. i.e., Carbon steel + Alloy steel+C12A. The purpose of getting separate 
prices in 1A, 1B, 2A, 2B & 3A is to allocate the work based on the nature of defect and 
rework required.” 

14. PDO meeting convened by Stores will review the nature of defect and decides the scope of 
repair of the castings received through SPDO from Sub-contracting contractor and material 
received in PDO identified by Valves Production/OP&C/Buildings V & VI. Purchase/Valves 
will identify the repair shop and places service order on casting repair contractors. 

15. The work shall be completed considering the urgency of the shop requirement. The 
maximum period for completing the repair work is One week.   In case of non-performance, 
the work shall be cancelled and re-allotted to other repair contractor. The contractor shall 
arrange his own BHEL approved electrodes, consumables and pre/post-heating facilities. The 
contractor to ensure sufficient man power for welder, fitter and grinder to complete the job 
in the stipulated time.  

16. The repair should be carried out in a sound manner strictly as per our procedure for steel 
castings SIP: VS: 17(latest revision), and for OFE castings SIP: VS: 11(latest revision).  If any 
defects are found in the repaired part, the same should be rectified without any extra 
charges. The repaired castings have to be cleared by our RM QC/OP&C. 

17. The contractor shall do the co-ordination with IBR, NDTL, Inspection and Stores for arranging 
repair work.  After completion of repair work, the contractor shall prepare all related 
documents. 

18. The volume of repair will be certified by our RM QC/OP&C/ Bldg V & VI. 

19. After the inspection clearance, the castings have to be handed over to our Valves 
Production/OP&C/Bldg V & VI/Stores (Ward 20, 24, 33 & 35). 

20. The invoice may be submitted along with the volume reports certified by our QC / Valves 
Production / OP&C and delivery challan duly acknowledged by our Valves Production / 
Stores / OP&C. 

21. Payment will be made against the above invoice. 

22. The rework report should contain the following details. 

Notification No. 

i. DB No. 

ii. Date 

iii. Melt No. / RT No. 

iv. Supplier Name 

v. Description 

vi. Qty. 

vii. Volume 

viii. The nature of repair work carried out 
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23) The Notification number shall be punched on the casting after repair work is completed and 
accepted by RMQC and NDTL.  

 

24) Contractors should keep the records of repair / IBR Certifications etc., for 3 years after repair.  

 
25) 100% payment after 45 days after submission of bills to Finance. 

 
26) The Contractor shall follow the safety / environmental norms followed at BHEL and 

accommodate for all safety issues concerning to their employees. The contractor to provide 
safety equipment like safety shoes, Aprons, gloves, goggles etc., 

 
27) Separate PF and Employees State Insurance code must be available for the people working 

under the contractor. 

28) Special Provisions for Micro and Small Enterprises (MSE) bidders registered as per MSME act:  
20% of the tendered quantity is earmarked for MSE suppliers in this tender. Out of the 20% 
tendered quantity reserved for MSE suppliers, 4% shall be earmarked for procurement from 
MSE owned by SC/ST entrepreneurs.  

In case MSE vendor participating in the tender quotes within the price band of L1 + 15%, they 
will be allowed to supply the portion of the requirement subject to acceptance of L1 price by 
MSE vendor. In case of more than one such MSE, the supply shall be shared proportionately.  

MSE suppliers can avail the intended benefits only if they submit along with offer, attested 
copies of either EM II certificate having deemed validity (Two years from the date of issue of 
acknowledgement in EM II) or valid NSIC certificate or EM II certificate along with CA certificate 
(Format enclosed as per Annexure I) applicable for the year, certifying quantum of investment 
in plant and machinery within the permissible limit as per the act for relevant status (Micro or 
small) where the deemed validity of EM II is over. Date to be reckoned for determining the 
deemed validity will be the last date of technical bid submission. Non submission of such 
documents will lead to consideration of their bids at par with other bidders and MSE status of 
such suppliers shall be shifted to Non MSE supplier till the supplier submits these documents.  
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ANNEXURE – I  

Certificate by Chartered accountant on Chartered Accountant’s letter head  

  

This is to Certify that M/s …………………………………………………………………………………………………………………………  

(hereinafter referred to as ‘company’) having its registered office at ………………………………………………………  

……………………………………………………………. is registered under MSMED Act 2006, (Entrepreneur Memorandum 

No (Part-II ……………………………………………………………………………………….. dated:………………………………… Category: 

…………………………..……………………………………(Micro/Small) (Copy enclosed).  

  

Further verified from the Books of Accounts that the investment of the company as on date ………………………. 

As per MSMED Act 2006 is as follows:  

  

Rs. …………………………………………………. Lacs  

  

For Manufacturing Enterprises: Investment in plant and machinery (i.e. original cost excluding land and 

building and the items specified by the Ministry of Small Scale Industries vide its notification No.S.O 1722 (E) 

dated October 5, 2006.  

  

Rs…………………………………………………….Lacs  

  

2. For Service Enterprises: Investment in equipment (original cost excluding land and building and furniture, 

fittings and other items not directly related to the service rendered or as may be notified under the MSMED 

Act, 2006:  

  

Rs. …………………………………………………….Lacs  

  

The above investment of Rs………………………………………………………….Lacs is within permissible limit of 

Rs…………………………………………….Lacs for ……………………………………………..Micro/Small (Strike off which is not 

applicable) Category under MSMED Act 2006.  

  

  

Date:  

  

  

  

(Signature)  

  

Name:  

  

Membership number:  

  

Seal of Chartered Accountant:  
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Record of Revisions 

 

Rev.00 01.08.1996 Fresh 

Rev.01 14.11.2000 Text re-written, Details added for addl. components 

Rev:02 27.12.2014 Modified in Totality 
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1.0    SCOPE 
 
         Acceptance criteria and repair procedure for Foundry defects in castings observed 

after machining of PSL 1,2,3 & 3G OFE components manufactured to API Spec 6A 
 
2.0  DEFECT IDENTIFICATION 
 
2.1 No defects are allowed on critical and sealing surfaces as shown in the  enclosed 

sketches. If defects are noticed in the critical and sealing areas, such areas to be 
examined by Magnetic Particles Inspection(MPI) as per  ASTM E709  and/ or Liquid 
Penetrant Inspection(LPI) as per  ASTM E165 for Ferromagentic material as 
applicable. LPI shall be done on Non- Ferromagnetic materials. Repair on relevant 
indication shall be carried out as per Cl.4.0. 

 
2.2 If defects are noticed in other than critical and sealing areas, such areas to be 

examined by Visual Inspection as per MSS SP-55 and Liquid Penetrant Inspection as 
per ASTM E165. Repair on relevant indication shall be carried out as per Cl.4.0. 

 
2.3  If any indications are believed to be non-relevant on the basis that they are not         

associated with a surface rupture, they shall be examined by liquid penetrant surface         
NDE methods, or removed and re-inspected, to confirm their non-relevancy. 

 
2.4   Relevant Indication(as per ASME B16.34,2013 edition):                                           

Surface NDE indications with major dimension greater than 1.6mm                        
Linear Indication : Relevant indications where length >/= 3 x Width                           
Rounded Indication : A surface NDE indication circular or elliptical with its length < 3 x 
Width 

 
3.0  ACCEPTANCE CRITERIA  
 
3.1 Critical and pressure contact sealing surfaces: No relevant indications is permitted. 
 
3.2   Other than Critical and pressure contact sealing surfaces: As per Table-1 
 

TABLE-1 
 

Acceptance Norms Ferromagnetic 
material 

Non Ferromagnetic 
material 

Four or more relevant indications in a line 
separated by less than 1,6 mm (1/16 in) 
(edge to edge) are unacceptable 

√ √ 

No relevant linear indication -- √ 

No relevant rounded indication with a major 
dimension equal to or greater than 5 mm 
(3/16 in). 

√ √ 

No more than ten relevant indications in any 
continuous 40 cm2  (6 in2) area. 

√ -- 

 
 
4.0   REPAIR OF RELEVANT INDICATIONS: 
 

4.1   Indications to be removed by grinding and the defect removal confirmed by MPI / LPI 

         Prods are not permitted on well-Fluid surfaces or sealing surfaces while doing MPI. 
 
4.2   Repair welding by qualified procedures and qualified welders as per ASME Sec IX. All  
        repair welds shall be examined using the same methods and acceptance criteria as 

used for examining the base metal ie.,original casting. 
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4.3   Post Weld Heat Treatment (PWHT) shall be carried out as specified in the Welding  
        Procedure Specification(WPS). 
 
4.4   All surface NDE methods(LPI/MPI) shall be performed after final heat treatment and  
        final machining operations in case of all accessible wetted surfaces and sealing  
        surfaces of each finished part.  
 
4.5  The examination shall include 13mm of adjacent base metal on all sides of weld. 
 
4.6  The following NDE shall be done in general on  all repair welds as a minimum. 
         i) Visual Inspection 
         ii) LPI and or MPI. 
 
4.7  Wet MPI shall  be carried out for PSL 3 & 3G. 
 
4.8   All repair welds where the repair is greater than 25 % of the original wall thickness or 25  
        mm (1 in), whichever is less, shall be examined by  either Radiography or Ultrasonic 

methods after all welding and post-weld heat treatment. 
 
5.0. DOCUMENTATION 
 

The  Reports of minor repair on casting shall be documented and maintained. 
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