

MANUFACTURE,SUPPLY,DELIVERY,SUPPLY AND CERTIFICATION OF PLAYGROUND EQUIPMENT


SPECIFICATION

CONTRACT PERIOD:  01 JULY 2009 TO 30 JUNE 2010WITH AN OPTION TO EXTEND 

ANNUALLY FOR A FURTHER PERIOD OF TWO YEARS NOT EXCEEDING 30 JUNE 2012
1.
GENERAL

1.1
This specification must be read in conjunction with the General Conditions of Purchase and Conditions of Tender and the attached annexure.

1.2
The Municipality reserves the right to accept or reject any item of the tender or to increase or decrease the number of units to be purchased.

2.
GENERAL DESCRIPTION OF THE WORK

2.1
The contract is for the manufacture, supply, delivery, erection and certification by a qualified, registered, Structural Engineer (Satisfactory proof will be required)of the following playground equipment as per specification:


Item 1:
JUNGLE GYMS


Item 2:
JOY WHEELS


Item 3:
SLIDES

3.
METHOD OF TENDERING

3.1
The contractor shall submit:


A price per unit for the manufacture, supply, delivery, erection and certification of the playground equipment.

4.
STEELWORK
4.1
All the circular hollow sections shall comply with SABS 657 as shown under the specific item descriptions except for the Joy Wheel.

4.2
Remainder of steelwork and all workmanship shall be in accordance with SABS 0162.

4.3
All bolts shall be in accordance with SABS 094-1982.

4.4
All welding shall be 6mm continuous fillet and shall comply with SABS 044.

4.5
Drain holes shall be provided in all closed sections in accordance with normal hot dip galvanising practice, hole diameters to be 25 - 30% of tubing outside diameters.  All vertical legs shall have these holes so placed as to be not more than one hole diameter from the base, to allow water to drain from legs once erected.  Centre holes in base plates may not replace water draining holes at the bottom of legs.

4.6
Finish and galvanising

(a)
Before assembly all components must be hot dipped galvanised in accordance with SABS 763/1967 covering all areas (inside and outside) of any component.


Manufacturer must ensure that all surfaces are smooth, neat and clean to ensure a high quality cover in galvanising process in accordance with SABS 0214/1987.

(b)
The manufacturer must obtain a letter of compliance from the galvanising firm which states that all criteria in the specification that pertains to the galvanising process has been met. Authorisation for payment can only be made when this document has been submitted to the Business unit manger: Environmental Services.

4.7
All open ends shall be fully closed (except for galvanising drain holes) by capping or sealed by crimping and shall be ground smooth.

All welds shall be fillet type, continuous, unless otherwise directed, ground smooth and free of blow holes.

4.6
Note:
  The joy wheel shall be constructed of medium galvanised water        pipe.

5.
FASTENERS AND BOLTS

5.1
All bolts, nuts, screws, anchor bolts and washers used in the construction or erection of any item of equipment shall be galvanised steel.

5.2
All baseplates and holes shall be drilled as specified and shown on Figure 9.

5.3
The manufacturer of the equipment shall make available to the firm carrying out the erection, templates, for the following items, viz. see-saw, slide, tarzan-bar and joy wheel.

5.4
It shall be the responsibility of the manufacturer to ensure that the bolts installed with the templates match the holes in the base plates of the equipment.

6.
SUPPLY OF MATERIAL

6.1
The contractor will be responsible for the supply of all material.

6.2
The contractor shall deliver all the playground equipment to various sites within the Metro and shall contact the relevant officials to confirm delivery dates , items and  positioning on the open space.
7.
ANNEXURES


It is the responsibility of the tenderer to ensure that the following annexures / drawings as stated below are obtained from the …………………….. Division or from the …………………………Directorate.
7.1
ANNEXURE P
GENERAL CONDITIONS OF THIS CONTRACT


ANNEXURE A
DETAILED SPECIFICATIONS FOR JUNGLE GYMS


ANNEXURE B
DETAILED SPECIFICATIONS FOR JOY WHEELS


ANNEXURE C
DETAILED SPECIFICATIONS FOR SLIDES

             ANNEXURE C DETAILED SPECIFICATIONS FOR TARZAN BAR
8.
INSPECTION


The Municipality shall retain the right to inspect the equipment at any time during its manufacture and to reject any item which is not to specification, regardless of the stage reached on the construction of the equipment.

8.
GENERAL DESCRIPTION FOR THE MANUFACTURE OF A JOY WHEEL
8.1.
WHEEL

8.1.1
Outside diameter of the joy wheel shall be 3m.  The outer ring shall be of 38mm inside diameter mild steel hollow section welded to six 50mm inside diameter mild steel hollow section radials which in turn are welded to the top of the bearing housing.  An inner ring of 25mm inside diameter mild steel hollow section shall be welded to the radials at a diameter of 2,6m.

8.2.
CENTRE SHAFT AND BEARINGS

8.2.1
The centre shaft shall be solid mild steel 100 x 725mm, machined to accommodate the bearings and welded at right angles to a 600 x 600 x 12mm mild steel baseplate reinforced by four 50 x 12mm diagonal steel gossets.  Eight 19mm holes shall be drilled at 55mm from the edge and 155mm from each corner on both sides.

8.2.2
Bearings shall be as follows:


Top ID 60mm OD 95mm width 27mm (32012)


Bottom ID 90mm OD 160mm width 30mm (7218B)

8.3.
BEARING HOUSING

8.3.1
This shall be a thick walled mild steel hollow section, 125 x 610mm with suitable collars welded on to accept the centre shaft bearings.

8.3.2
Grease nipples shall be provided in easily accessible positions for lubrication of both bearings.

8.3.3
The top shall be closed with a weatherproof steel cover plate, held by 6 C.S. bolts screwed into tapped holes in the bearing housing, to facilitate access to the bearing.  The bottom bearing shall be sealed as shown.

8.3.4
In order to fasten the radial arms to the bearing housing, 140mm lengths of tubing, machined to fit over the arms, shall be welded onto the housing.  5mm Coverplates shall then be welded on the upper and under sides and in the gaps between the tubes, leaving approximately 40mm of the tubes protruding.

8.3.5
After fully pressing the radial arms into the machined tubes, they shall be welded in place.

8.3.6
Tenderers shall ensure that adequate provision is made to ensure that no distortion of the machined bearing collars occurs when the top radial arm assembly is welded.

8.4.
FINISH AND GALVANISING

8.4.1
Before assembly all components must be hot dipped galvanised in accordance with SABS 763/1967 covering all areas (inside and outside) of any component.  No welding is to take place after galvanising.

8.4.2
The manufacturer must ensure that all surfaces are smooth, neat and clean to ensure a high quality cover in galvanising process in accordance with SABS 0214/1987.

8.4.3
The manufacturer must obtain a letter of compliance from the galvanising firm which states that all criteria in the specification that pertains to the galvanising process has been met.  Authorisation for payment can only be made when this document has been submitted to the relevant Executive Director : Public Health : Parks.
9.
GENERAL DESCRIPTION FOR THE MANUFACTURE OF A SLIDE

9.1.
GENERAL


This specification is for a large slide (6,4).  The complete slide consists of 5 main components, all of which are bolted together using 10mm roundhead bolts - 


1: Platform


2: Ladder


3: Platform Support


4: Sliding Chute 


5: Extra Legs

9.2.
PLATFORM

9.2.1
The platform shall be constructed of 6mm over 4mm "vastrap" steel plate, 1200 x 600mm.

9.2.2
Ladder and chute shall be bolted opposite to each other with  the platform between(see drawing).

9.2.3
Handrails and corner uprights shall be made of 32 x 2mm mild steel circular hollow sections, welded together.  Corner uprights must be 760mm in height and be welded to the platform.

9.2.4
Each side of the platform shall have one vertical and two horizontal bars of 12mm steel rod, welded at even distances between platform and railing.

9.2.5
On both sides of the chute the handrail must extend for 1000mm over the chute, following its incline.  Suitable bracing must be provided.

9.2.6
The handrails of the platform and the ladder must form a smooth pinch - free slip-in type of joint.

9.2.7
A fastening strip for the chute, 460 x 75 x 8mm, drilled with four 10mm holes, shall be welded into the platform at the same angle of the chute.  Centre of holes shall be 30mm from the lower edge of the strip and at a spacing of c-c) 80-100-100-100-80.

9.2.8
To fasten the ladder, 4 x 10mm holes spaced at 100mm (c-c), starting at 100mm from the outer corner and 30mm from the edge, shall be drilled in the platform.

9.3.
LADDER

9.3.1
Shall be made of 65 x 6mm flat iron sides with 400 x 100 x 8mm over 6mm "vastrap" plate steps welded between them, 175mm apart.

9.3.2
A 400 x 65 x 6mm flat iron strip shall be welded between the tops of the sides for bolting to the platform.  This shall be drilled with 4 x 10mm holes to correspond with those in the platform (1.8).

9.3.3
Handrail and uprights shall be 32 x 2mm round tubing, 3 uprights evenly spaced along the length of the ladder on each side.

9.3.4
2 Base plates, 200 x 150 x 8mm with 2 x 16mm holes shall be welded to the foot of the ladder.

9.3.5
The position of the ladder is shown on the drawing.

9.4.
PLATFORM SUPPORT

9.4.1
This shall consist of 2 legs, 2,5m in length, 530mm apart, and a central stay, all made of 60,33 x 3mm of round tubing, with 200 x 150 x 8mm base plates drilled to accommodate 2 x 16mm bolts (see drawing).

9.4.2
The top of the legs shall be welded to the platform reinforcement, which is made as shown (see drawing) out of 75 x 38 channel iron welded together, flat side up.

9.4.3
A cross piece must be welded between the legs 1000mm above the ground level.

9.4.4
Each end of the reinforcement shall have a 10mm hole for bolting to corresponding holes in the platform.

9.4.5
Suitable lugs, made of 8mm steel shall be welded on in the middle of the centre beam of the reinforcement, to fasten the stay.

9.4.6
The stay shall have a suitable lug made of 8mm steel welded on the top for bolting to the platform reinforcement lugs.

9.5.
SLIDING CHUTE

9.5.1
This shall be a continuous strip of 2mm 3CR12 steel, 6,4mm in length and 460mm wide, bent as shown in Figure 3, and shall be parallel with the ground for the last 1,8m, with the lower edge doubled over.

9.5.2
The sides of the chute shall be either one piece with the sliding surface, or made of the same material and welded on with a continuous weld.

9.5.3
The sides shall be 200mm in height for the first 1,8m and taper down to 100mm for the remaining length.  A 19mm mild steel rod, bent to shape, shall be welded on the edge with a minimum weld of 25mm per 100.  No gaps will be permitted between the side and the rod.

9.5.4
The joint between chute and platform shall be covered over its full width with a 2,5mm SS steel plate, suitably bent and protruding 75mm onto the chute, and 150mm on the platform, where it must be held in place by 2 x 5mm r/h bolts on each side and 3 along the upper edge.  The bolt and holes are to be counter-sunk on the platform and chute.

9.5.5
Two support brackets, made of 75 x 8 x 460 mild steel, each with lugs of the same material to hold the extra legs, shall be welded onto the chute at 0,40 and 3,25m from the lower end.

9.5.6
The outside of the chute and the inside of the sides shall be treated with Corrocote 2 Etch Primer, CODE 193-0821 and 115-0895 in equal parts prior to painting with gloss paint.

9.6.
EXTRA LEGS

9.6.1
Two pairs of extra legs made of 60,33 x 2mm circular hollow sections shall be installed under the chute.  At the top they shall have a lug, suitable for bolting onto the support brackets.  Baseplates shall be 200 x 150 x 3mm each, drilled to take two 16mm bolts.

9.6.2
Each pair of legs shall have a connecting pipe welded in between, approximately in the middle.

9.7.
FINISH AND GALVANISING

9.7.1
Before assembly all components must be hot dipped galvanised in accordance with SABS 763/1967 covering all areas (inside and outside) of any component.  No welding is to take place after galvanising.


The manufacturer must ensure that all surfaces are smooth, neat and clean to ensure a high quality cover in galvanising process in accordance with SABS 0214/1987.

9.7.2
The manufacturer must obtain a letter of compliance from the galvanising firm which states that all criteria in the specification that pertains to the galvanising process has been met.  Authorisation for payment can only be made when this document has been submitted to the relevant Business Unit, Port Elizabeth.

10.
GENERAL DESCRIPTION FOR THE MANUFACTURE OF A JUNGLE GYM
10.1.
CONSTRUCTION

10.1.1
This item shall be constructed of straight vertical and horizontal steel pipes, welded together as shown in Figure 1.

10.1.2
The bars shall be spaced 600mm apart (c-c) except for two sides of the central tower and the bottom horizontal pipes, where, as indicated, the spacing of the horizontal shall be 300mm (c-c).

10.1.3
Corner uprights and bottom outer rail shall be 42,86 x 2mm round tubing and 32 x 2mm round tubing is to be used for the remainder of the structure.

10.1.4
All vertical pipes shall be steel capped.

10.1.5
The manufacturer must consult with the galvanising firm to establish the size of tank available for hot dip purposes, so that he can construct the jungle gym in as few components as possible so that he can minimise the welding on unit after the hot dip galvanising process.   The jungle gym must not be constructed in more than two sections.

10.1.6.
All welding after galvanising process must be smooth and clean before being treated with cold galvanising.

10.2.
BASEPLATES

10.2.1
The uprights of the climbing tower and the corner uprights shall be fitted with 200 x 150 x 8mm baseplates symmetrically drilled to accommodate two 16mm diameter anchor bolts (see Figure 9).

10.3.
FINISH AND GALVANISING

10.3.1.Before assembly all components must be hot dip galvanised in accordance with SABS 763/1967 covering all areas (inside and outside) of any component.

10.3.2.
The manufacturer must ensure that all surfaces are smooth, neat and clean to ensure a high quality cover in galvanising process in accordance with SABS 0214/1987.

10.3.4.The manufacturer must obtain a letter of compliance from the galvanising firm which states that all criteria in the specification that pertains to the galvanising process has been met.   Authorisation for payment can only be made when this document has been submitted to the relevant Business Unit Manager, Port Elizabeth.

11.ERECT CONCRETE APRINS AROUND PLAY EQUIPMENT.

11.1.SPECIFICATION

11.1.1.The relevant Parks official will indicate the positioning of   the apparatus on site prior.
11.1.2.11.All excavated material must be removed immediately from site to an official municipal tip site. The site must appear neat at all times during construction and the contractor must take suitable measures to ensure public safety at all times.

11.1.3..12.Precautions shall be taken to prevent the concrete becoming a medium for graffiti. Concrete shall have a brush finish.


11.2.MATERIALS
11.2.1. Ready mix 25 MPA 19 mm stone.

11.2.2. Equivalent mixture may be used and shall be mixed to the ratio of 1 cement : 2 sand : 3 stone (stone to be 35% 13 mm stone,65% 19mm stone)

11.2.3. Good quality formwork shall be used (this must be steel or board screeds)to ensure square concrete slabs with neat, straight edges. This will ensure that the product is of high quality once the grouting is completed.
11.2.4. Reinforcing wire netting – Ref 100

12. STAFF / EQUIPMENT

12.1.The contractor may employ extra staff at his expense to assist him. All casual staff must be employed from the ward from which they are working or the nearest previously disadvantaged area to that ward. The appropriate ward councilor must be contacted for assistance in this regard. 

12.2. No staff employed by the contractor may wear any clothing displaying the municipal logo or identification that may indicate that the staff member is employed by the City Council.

12.3. All unskilled / casual staff must be paid in accordance with the Labour Act. The contractor will be responsible for their training.

12.4.The contractor must supervise his own staff and must always be on site

 12.5.The contractor shall ensure exemplary behaviour and that all his 

personnel are neatly dressed so as not to bring the good name of the    ……………….as a whole into disrepute.   

All personnel shall wear the necessary protective clothing in              accordance with OHS Act No.85 / 1993

 12.6.The Parks Manager  or his representative has the right to instruct the removal of any individual that he deems to be undesirable.

12.7.The council reserves the right to reduce or increase the quantity if the sum total does not comply with the budget. 

12.8.
Work shall commence within 14 days of this tender being awarded to the successful tenderer.
12.9
The contract may be cancelled if at any stage it is found that the      


specifications described in item 2 above are not adhered to in terms              of …………………. policy 

12.10
Work shall be carried out only on the instruction of an official order.

12.11.
Payment shall not be made less than 21 days from the date of invoice. 
12.12
Sites that do not conform to contract specification will not receive payment. 

12.13.    ………………………….. Municipality reserves the right to accept all or   part of the tender. 
12.14. A departmental official will inspect the site thereafter prior to any recommendation is made for payment.

13.    SAFETY

13.1.    For the purposes of the Occupational, Health and Safety Act, 1993      (Act No.85/1993), with affect from 1 January 1994 the site is transferred, for the duration of the cutting period, to the control of the contractor as if it were his property. As the employer, he is in every respect responsible for compliance with the provisions of the Act and any other legislation pertaining to this activity.

Contractor to ensure that any holes are not left open for lengthy periods and that adequate safety precautions are taken to ensure safety of pedestrians and other users.

14. 
INSURANCE OF THE WORKS AND DAMAGES

14.1
The proposed activity shall be conducted entirely at the risk of the applicant and the ……………. Municipality shall be indemnified accordingly. For this purpose, a suitable public liability insurance policy, issued in the joint names of the applicant and the ………………………….. Municipality, is required.

14.2
In respect of 6.1 above, the applicant shall, conjunction with the City    


Treasurer, negotiate a public liability 


insurance policy.

14.3
In respect of all public open spaces, tenderers have the option to   


participate in the PCI insurance cover arranged by the ………………... Directorate. All contractor who wish to participate shall        

advise the…………………………….. in writing prior to commencing with the contract.

144.  The contractor will be held responsible for any damages to Metro property for the duration of the job. In this regard the contractor must expose all services by hand prior to commencing any work.
14.5.The tenderer, by tendering, shall be deemed to have satisfied oneself as to all the conditions and circumstances affecting the tender.

15.Commencement, Completion Provisions.

The contract must be completed within 4 weeks from receipt of official order. Should the contractor fail to meet this deadline a penalty of R100 per day will be charged. (inclement weather days will be agreed upon with both parties. In this regard it is incumbant on the contractor to contact the official in charge of the project on the day).
16. Further Information.

Contact………………………………






ANNEXURE “A”


MANUFACTURE, SUPPLY ,DELIVERY,ERECTION AND CERTIFICATION OF PLAYGROUND EQUIPMENT

	ITEM NO.
	DESCRIPTION
	PRICE EXCL. V.A.T.

	1
	JUNGLE GYMS


	

	2
	JOY WHEELS


	

	3
	SLIDES


	

	4
	TARZAN BAR
	


PRICES ARE VALID FOR 90 DAYS FROM CLOSING DATE OF TENDER
TENDERER TO STATE %:  _______________ DISCOUNT FOR PAYMENT WITHIN 30 DAYS OF STATEMENT/INVOICE

(THE DATE WILL BE CALCULATED FROM THE DATE OF RECEIPT OF GOODS/RENDERING OF SERVICE)

DELIVERY PERIOD, IN WEEKS, FROM DATE OF RECEIPT OF ORDER: ____________

NAME OF TENDERER:  _____________________________________________________

ADDRESS:  _______________________________________________________________

TEL. NO.: __________________________ FAX NO.:  ______________________________

SIGNATURE OF TENDERER:  ______________________  DATE: ___________________




