
Reason Document 
 

Para 

No. 

FIAT spring spec. no. RDSO/ Suggestion given by firm Accepted/ 

Not 

Accepted 

Reason 

Para 4.1 

 

Bar Diameter (mm) Material Norm No. 

<40 mm 51 Cr V4 ISO 683 Part-14 

Or  

prEN10089 

 

25 to 65mm 52 Cr Mo V4 

52 Si Cr Ni 5 

It was discussed during meeting that 

there is overlapping in wire diameter 

dimension. Therefore, it should be 

removed. 

Accepted  < 25mm        51 Cr V4 

 

From 25 to 65mm  

52Cr Mo V4 

52Si Cr Ni5 

Para 4.3 Steel shall be manufactured by electric, duplex or a 

combination of these processes routed through 

secondary refining furnace. The routing of the steel 

through vacuum de-gassing plant is essential as an 

additional requirement. 

The steel used is both of LD process 

as wellas from the electric furnace. 

Some steel producer are using argon 

instead of vaccume degassing used 

during the secondary metallurgy 

process. By our experience there is no 

negative influence on the final 

product. 

M/s Grueber 

Not 

Accepted 

IR has no experience of 

second process 

suggested, hence the 

process known to us is 

being retained. 

Para 4.4 Following information shall be hot stamped on each 

billet by the steel manufacturer. 

Name and trademark of the manufacturer, Type of 

steel, Cast number, Month & Year, Size 

 

The marking will be performed on 1 

end of the springs with Manufacturer 

name. year of production, month and 

type of steel 

M/s Grueber 

Not 

Accepted 

All manufacturers 

should have same type 

of stamping convention, 

it is necessary for 

standardization. 

Para 

5.2.3.3 

Bars shall be supplied in straightened condition and 

the limit for out of straightness shall be 1.5 

mm/metre length (maximum). 

the limit for out of straightness is 2.0 

mm/metre length. 

M/s Grueber 

Not 

Accepted 

The limits already being 

followed by IR are being 

retained.  

Para 

5.2.4.1 

In the cross-section (micro-section surface), no 

microscopic defects such as cavities, pores cracks or 

liquidations are permitted. Macro etch level shall not 

be worse than C2, R2, S2, of ASTM E-381 for 

blooms and billets. 

 

The realization of this technical 

requirement is possible. 

Important: For this test, a minimum 

amount is required. 

M/s Grueber 

Accepted Technically possible. 



Para 

5.2.4.2 

In longitudinal section, non-metallic inclusion rating 

shall not be worse than 2.0 A,B,C,D for both thick 

and thin series when compared to the chart for 

determining the inclusion content of secondary 

refined steels (Fig.2) of IS:4163-1982. 

 

The standard IS:4163-1982 is 

unknown and not in our possession. 

The non-metallic inclusion at every 

heat will be checked by the steel 

procedure in acc. to ASTM E45 

M/s Grueber 

Accepted Added with IS:4163-

1982 

Para 5.3 Following information shall be stamped at the 

extreme ends of each bar: 

Name and trademark of the manufacturer, Type of 

steel, Smelt number, Nominal diameter, Nominal 

length, Year 

 

1. The marking of bars is carried out 

with a tag. 

2. Comment Grueber: 

The marking (springs) will be stamped 

on 1 end of the springs with material 

code, 

manufactures name „G“ (for Grueber), 

year and month of production and 

serial number. 

For example: CV G 14 06 005 

The drawing code will be marked on a 

cupper strip. 

 

M/s Grueber 

Not 

Accepted 

 

All manufacturers 

should have same type 

of marking, it is 

necessary for 

standardization. 

Para 

6.1.1 

Rods shall be manufactured out of bars described in 

para 4 above. 

 

The surface of bars is peeled and 

polished. Not ground. 

 

M/s Grueber 

Accepted This is being followed 

for other springs by IR. 

Hence, polishing is also 

included in para 6.12. 

Para 

6.1.2 

Bars of such size shall be selected for rod 

manufacture which enables reduction in its dia, after 

peeling and centreless grinding by atleast 6% of 

nominal rod diameter or 2mm whichever is more. 

Mentioned that reduction in dia after 

after peeling and centreless grinding 

by atleast 6% of nominal bar dia or 

2mm whichever is more. We want to 

say that it is too much and should be 

3% or 1 mm whichever is more. 

 

M/s Frontier Springs Ltd. 

Accepted This is specified in 

locomotive specification 

MP.0.4900.12 Rev.03 

Para 

6.2.1.3 

Surface finish of rods shall be 5 microns (µm) 

values. 

The surface finish of our bars is Ra ≤ 

1,0 μm or Rmax = 10μm 

M/s Grueber 

Not 

Accepted 

10μm is too rough hence 

it is tretained as 5 μm  



Para 

6.2.2.1 

The limit for out of straightness of rods shall be 

within 1mm/m length maximum. 

 

The straightness of rods is 2mm/meter Not 

Accepted 

This limit is being 

already followed by IR. 

Para 

6.2.2.3 

A thin corrosion protection layer shall be provided 

on the bar before dispatch. Corrosion protection 

shall be adequate to last for period of two months 

under storage in covered place. This shall not be in 

the form of oil/grease to prevent bar slippage during 

end tapering operation. The chemical used be such 

as to burn off or vaporize during heating at a 

temperature of 150 C & above leaving no residue. 

 

Comment Grueber: not accepted 

There are no problems with corrosion 

on bars. 

Not 

Accepted 

Considering corrosive 

environment in Indian 

climatic condition, this 

is essential.  

Para 

7.1.1 

Manufacturing sequence shall include the following 

operations, in order given in this para. 

M/s Abok Spring Pvt Ltd and M/s 

Grueber commented to change the 

sequence of operation. 

 

Not 

Accepted 

There is no reason to do 

scragging in hot 

condition.  

Para  

7.2.1 

Both the ends of the rod shall be tapered by Taper 

rolling to a length which shall      be equivalent to an 

arc angle of 270º (minimum) formed by end coils of 

the spring. This is meant to ensure a firm bearing of 

about 75% of the mean coil circumference at support 

surfaces of the finished springs. Formation of ends 

by hammering is totally unacceptable. 

 

Thickness of tapered end is mentioned 

as min. d/4. This thickness, we keep 

after end grinding operation and not at 

the time of taper rolling operation. 

  

M/s ABOK Spring Pvt. Ltd. 

Accepted The thickness indicated 

graphically is for finish 

ends only, which is 

achieved after end 

grinding. Hence the 

thickness shown in 

figure is correct.  

Para 

7.3.1 

The ends of rods (para 7.2) shall be heated in an 

electric indirect heating or LPG furnace etc, which 

are equipped with temperature controller and 

recorders. Temperature to which these ends shall be 

heated should be predetermined according to 

composition of the material. 

 

The ends of rods shall be heated in 

electrical, oil or gas fired indirectly 

heated furnace as mentioned in 6.4.1 

of MP.0.4900.12 Nov‟ 12 and 3.4.3 of 

WD-01HLS-1994 Rev. 03 Jan‟ 09. It 

should not be restricted to be heated in 

an electric indirect heating of LPG 

furnace etc.  

M/s ABOK Spring Pvt.Ltd. 

 Accepted The process already use 

for other spring. 

Para 

7.3.2 

Stamping The marking will be stamped on 1 end 

of the springs with material code, 

Not 

Accepted 

All manufacturers 

should have same type 



manufactures name 

„G“ (for Grueber), year and month of 

production and serial number. 

For example: CV G 14 06 005 

The drawing code will be marked on a 

cupper strip. 

M/s Grueber 

of stamping, it is 

necessary for 

standardization. Kindly 

use the drawing code as 

mentioned in the 

Annexure-I of this 

specification and used 

both end for stamping.  

Para 

7.3.4 

Stamping shall be done on the outer surface of the 

ends in the tapered end area. 

 

We are stamping both the sides of 

both the tapered end area. Where draft 

specification says Stamping shall be 

done on the outer surface of the ends 

in the tapered end area.  

M/s ABOK Spring Pvt.Ltd. 

Not 

Accepted 

It is necessity of 

standardization   that all 

type of manufactured 

product should be 

similar type.  

Para 

7.4.1 

Rods with tapered ends shall be heated in LPG fired 

or electric indirectly heated furnace of minimum 10 

mtrs, equipped with automatic temperature 

indicators, controllers and recorders and soaked 

sufficiently at that temperature in a controlled 

atmosphere (Soaking/Heating time = 0.83 x Bar Dia. 

minute). 

 

Type of furnace should be as 

mentioned in Para No. 6.6.1 of 

MP.0.4900.12 Rev,02 Nov,12. The 

spring steel bars with tapered ends 

shall be heated in an electrically 

heated or, oil or gas fired indirectly 

heating walking beam furnace with 

variable speeds and as per Para No. 

3.6.1 of WD-01-HLS-1994 Rev. 03 

Jan, 09. The spring steel bars with 

tapered ends should be heated in an oil 

fired or electric indirectly heating 

walking beam furnace with variable 

speeds. It should not be restricted to 

be heated in an electric indirect 

heating of LPG furnace etc. 

M/s ABOK Spring Pvt.Ltd. &  

M/s Frontier Springs Ltd.   

Accepted Oil fired furnace is 

mentioned in the 

locomotive specification 

MP.0.4900.12 Rev.03. 

Hence acceptd.    

Para 

7.4.3 

Pre heated mandrel shall be used for coiling and 

water shall not be allowed to come in contact with 

heated rod. 

 

In our opinion, per heating of mandrel 

is not necessary. 

M/s ABOK Spring Pvt.Ltd.  

Not 

Accepted 

This is necessary to 

ensure proper quality 

and is a requirement 

even in RDSO spec. no. 



WD-01-HLS-94 (rev.3) 

Para 

7.4.4 

Coiling machine used for the purpose shall have in-

built features to maintain uniformity of pitch and 

gap between end coil and adjacent coil without the 

need for any manual adjustment. 

 

Coiling machine- The coiling machine 

shall be CNC/Computer/ PLC or PIV 

controlled, and shall be able to 

produce spring with uniform pitches 

and end coils as per the 

specification/drawing.  

M/s ABOK Spring Pvt.Ltd. 

Accepted Manual Machine cannot 

maintain uniformity. 

Para 

7.5.1 

With minimum time lag, coiled rods (called springs) 

as per para 7.4 shall be oil quenched in a suitable 

quenching medium. The temperature of which is 

maintained within 40º - 70º C in order to ensure 

optimum quenching conditions. 

The temperature is within 40° - 90°. 

 

M/s Grueber 

Not 

Accepted  

This is already being 

practiced at RSK and 

hence very much 

possible. 

Para 

7.5.3 

Furnace used for tempering shall be either LPG fired 

or electric indirect heating type equipped with 

independent pyrometer for each zone to control 

temperature within ± 10º C or below. 

 

Type of furnace should be as 

mentioned in Para No. 3.6.5 of WD-

01-HLS-1994 Rev. 03 Jan, 09. The 

furnace should of oil fired or electric 

indirect heating type and as per para 

6.6.5 of MP.0.4900.12 Rev. 02 

Nov.12. The furnace shall be oil fired, 

gas fired or electric indirectly heating 

type and it should not be restricted to 

be hearted in an electric in direct 

heating or LPG furnace etc.   

M/s ABOK Spring Pvt.Ltd.  

Accepted As mentioned in the para 

7.4.1 

Para 

7.5.4 

The tempered martensitic distribution across the 

complete cross-section of the active coil should be 

uniformly distributed and hardness difference from 

core to surface should not be more than 20 BHN. 

 

The hardness difference from core to 

surface is within 20HBW. 

The indication BHN is unknown for 

us. 

M/s Grueber 

Not 

accepted 

BHN – Brinnel hardness 

number.Both the 

indication convey same 

meaning. May check in 

Wikipedia.  

Para 

7.7.2 

Long duration scragging is to be introduced as a 

process check at regular intervals and necessary 

documents of the test results are to be maintained. 

For long duration scragging, the spring shall be 

A long-term elasticity test will be 

provided only for the first batch. The 

numbers of springs which will be 

tested is in acc. to EN13298. 

Not 

Accepted  

This clause is introduced 

to ensure proper quality 

of output. 



compressed three times holding it at the home load 

for two minutes in the first two strokes and for 48 

hours at the last stroke. 

 

Para 

7.9.1 

All the springs shall be shot-peened in a continuous 

type shot peening machine, preferably with self 

sieving arrangement in accordance with EN 13298 

Annex C. All care shall be taken to ensure uniform 

shot-peening over the entire area of springs. The 

intensity of the shot shall be “ALMEN = 0.5”. 

 

We are unable to understand what 

does in mean by the intensity of the 

shot shall be. “ALMEN = 0.5” as we 

are measuring ALMEN value (mm) – 

0.50 as per Para 7.10.6. 

All the springs shall be shot peened 

continuous type shot peening machine, 

preferably with self sieving 

arrangement in accordance with EN 

13298 Annex C. The minimum 

coverage(when checked visually) 

should be 90% and intensity when 

checked with Almen strip Type-A 

should be minimym 0.40mm(0.016”)  

M/s ABOK Spring Pvt.Ltd. 

Accepted The limits already being 

followed by IR . 

Para 

7.9.2 

All the springs shall be phosphated by using zinc 

phosphate within 30 mins. after shot peening. The 

thickness of coat shall be approx. 5-10 m of fine 

crystalline nature. 

 

M/s Frontier Springs Ltd. suggested 

during meeting that powder coating 

should also allow and add in 

specification.  

M/s Grueber Comment: The minimum 

thickness of coat is 5μm. 

Not 

Accepted 

according to FIAT spec. 

17.248 part document 

100 version 07. 

Para 

7.9.3-

7.9.4 

Priming shall be carried out using synthetic resin 

metallic primer 

Synthetic resin metal primer: 

           Basis: Alkyd resin, air and oven dried. 

           Pigmentation: Zinc Phosphate, heavy chip, 

talcum, tinting pigments. 

           Solvent: Aromatic substances 

           Dry film thickness: Minimum 80 µm. 

 

Coating lacquering 

 

The spring surface will be painted 

with environment friendly water based 

materials. 

Exception: first layer - Phosphatizing 

The other paint system is conform to 

the specification DB TL918301, 

supplementary sheet 

50.05.01 

Priming coat: 2 components EP-

Primer, shade acc. to RAL 1015 (light 

ivory) 

Not 

Accepted  

Considering highly 

corrosive environment, 

it is essential have a 

layer by phosphatizing 

finish. 



Synthetic resin dipping enamel: 

           Basis: Alkyd resin, air and oven dried. 

           Pigmentation: Lamp Black tinting pigments, 

extender. 

           Solvent: Aromatic substances - aliphates 

           Dry film thickness: Minimum 40 µm. 

 

 

Layer thickness Di ≥ 30μm 

Layer thickness De ≥60μm 

Finishing coat: 1 components EP-

Coat, shade acc. to RAL … 

Layer thickness Di ≥ 50μm 

Layer thickness De ≥ 100μm 

This standard painting is in 

accordance with the usual application 

to the supplied springs to 

Indian Railways. 

 

M/s Grueber 

Para 

7.10.2 

Dimensional accuracy of unloaded spring (before 

painting): 

It should conform to the following tolerances: 

 

 

Tolerance in free height should also be 

as per DIN 2096 Part-1 of Para 7.1 

M/s ABOK Spring Pvt.Ltd. 

& RCF kapurthala. 

 

S.No. 1.: -not accepted 

S.No. 2.: -please explain these 

requirement 

S.No. 3.: -No comment possible 

S.No. 4.: OK 

S.No. 5.: OK 

S.No. 6.:OK 

S.No. 7.: OK 

S.No. 8.: OK – remark: the correct 

form is: RodØ30 > 0,4 

S.No. 9. OK – remark: We use CNC – 

grinding equipment (without 

documentation) 

M/s Grueber 

Accepted RCF suggested that 

maintain tolerance at 

tare height is more 

important than maintain 

tolerance at the free 

height. Therefore, it is 

accepted. 

At the same time 

typographical error 

removed from sub para 8 

of para 7.10.2 (>30). 

 

 

 

  

Para 

7.10.3.1 

Under a vertical load which represents „ready to 

march condition‟ i.e. tare condition, both rod ends 

must rest against the first turn. This contact should 

not be a point contact at tip or any other point but 

should be in the form of a line of length not less than 

Comment Grueber: The 

requirement…line of length not less 

than 30% of mean coil diameter 

is not accepted. 

Contact length: We see the following 

Removed  Clause removed as per 

minutes of meeting held 

in Railway Board 

17.03.2015 



30% of mean coil diameter (nominal). The 

beginning of line of contact under this conditions 

should not further than 60º from the end. 

 

* Deviation from perpendicular at any point on the 

circumference shall not exceed:- 

a) At effective coil:                       -by more than 1% 

of the nominal free height. 

b) At ineffective coil:                    - by more than 1% 

of the nominal free height  

 (over a circumferential  length      plus 3mm.OR 2% 

of the nominal free  

from its free end equal to 3.5         height (whichever 

is less) 

times the wire dia.) 

 

contact length before: 

Outer spring - 0,2 x mean coil 

diameter 

Inner spring – 0, 15 x mean coil 

diameter 

We can rule out a punctiform rest at 

the end of the spring. 

 

Comment Grueber: The foreseen 

deviation of the generatrix from the 

perpendicular line 

e1= 0, 02* L0 (unloaded height) 

Para 

7.10.4.1 

Vertical height at loads (mm) 

 

  Tare= Nominal  ±3% of nominal deflection at this 

load 

Other loads= Nominal  +6%, -4% of nominal 

deflection at this load 

 

RCF official suggested during meeting 

that this should be as per relevant 

drawings. 

Accepted Vertical height at loads 

(mm) 

 

Tare= As per relevant 

drawings. 

Other loads= Nominal  

+6%, -4% of nominal 

deflection at this load 

 

Para 

7.10.4.2 

Solid/Block length (mm) ≤    (Ne+1.1)* (d+0.1) 

      

      Where Ne  = No. of active turns. 

                     D = rod dia. in mm. 

 

The block height is only a theoretical 

value without any tolerance. 

 

M/s Grueber 

Not 

Accepted 

There is tolerance on rod 

dia. Hence Block length 

may be varied.  

Para 

7.10.4.4 

Lateral Rigidity (N/mm) (for springs classified as 

„B‟) 

  

 Tare     ±15% of nominal value 

Gross  ±15% of nominal value 

Max. load  ±15% of nominal value 

The lateral spring rate is worked out 

and documented without stating a 

tolerance. 

Quantity of tested springs: 5 

First batch only. 

 

Not 

Accepted 

As per EN 13298:2003 



 M/s Grueber 

Para 

7.10.4.5 

Chasse Value: (For  springs classified as „B‟) 

 

Chasse value at normal gross load condition must 

not exceed the following limit: 

 

C= 0.018L+0.0072 L
2
/D 

Where, L = Nominal free length of spring in mm 

            D = Nominal mean coil dia in mm 

            C = Chasse in mm 

 

The chasse value is worked out and 

documented. A tolerance will be 

accepted after the first batch. 

 

M/s Grueber 

  

Para 

7.10.6 

Surface quality 

Following values must be guaranteed after shot-

peening operation of springs. 

Almen value (mm)  0.50
 

Blasting medium Ø(mm)   0.6mm – 1.0 mm 

 

GRUEBER standard in accordance to 

EN 13298 - ALMEN – Value A2: 

0,40 - 0,60 μm 

GRUEBER standard for blasting 

medium: 045 – 1,0mm 

Accepted  As per EN 13298 

Aneex-C. 

 

As stated in para 7.9.1 



Para 8.1 
 

S. 

No. 

Test 

1 Chemical composition of raw 

material and pducts i.e.bars & 

rods 

2 Hardness of  surface 

3 Inclusin contents 

 Depth of decarburization & structure 

5 Grain size 

6 Visual checks for defects 

7 Macro-examination 

8 Magnaflux testing 

9 Surface finish of rods 

10 Dimensional and other checks of 

finished spring 

11 Vertical stiffness tests 

12 Transverse stiffness test (for group 

„B‟ classification spring only, and 

chasse evaluation (See para 7.2 

&7.3) 

13 Tests to verify quality of shot 

peening (Almen test) 

14 Tests to verify quality of 

phosphatizing 

15 Breaking strength 

16 Elongation at breaking load 

Comment Grueber: The extensive 

carrying out of certain tests, especially 

the destructive and 

metallographic tests, must be stated in 

the order. Without such notification, 

tests will only be 

carried out on the following 

characteristics: 

Statistical test:  

Dimensions 

HBW hardness 

Thickness of layer and adhesion 

100% test  

Test for cracking 

Length under test load 

Spring constant 

Deviation from alignment and 

marking 

S.No. 1.: OK 

S.No. 2.: in accordance to EN ISO 

18265 

S.No. 3.: OK 

S.No. 4: OK 

S.No. 5: OK 

S.No. 6: OK 

S.No. 7: see inspection certificate 

from the steel mill 

S.No. 8: OK 

S.No. 9: OK 

S.No.10: see inspection certificate 

from the steel mill 

S.No.11: OK 

S.No.12: OK 

S.No.13: OK 

S.No.14: see our comments 7.9.2 – 

7.9.5 

  



S.No.15: OK 

S.No.16: OK 

Para 8.2 Special test for measurement of lateral rigidity (for 

group „B‟ classification springs) and Chasse 

evaluation according to the EN13298. 

 

See our comments 7.10.4.4 

 

M/s Grueber 

Not 

Accepted 

Tolerance is mentioned 

in EN 13298 

Para 8.3 Special test for evaluation of chasse value, direction 

and rotation etc. according to the EN13298. 

 

The rotation is worked out without 

stating a tolerance. 

M/s Grueber 

Not 

Accepted 

Chasse value according 

to clause 7.10.4.5 

Para 

9.1.4 

The finished spring shall be presented for inspection 

in batches of not more than 1000. The springs shall 

be presented for inspection after the application of 

the protective coating against corrosion. The 

Inspecting official is free to have the sample springs 

shot peened for various tests. 

 

not more than 1000. -not accepted 

 

 

 

M/s Grueber 

Not 

Accepted 

This is being followed 

for other springs by IR. 

Para 

9.2.1 

The steel and rolled bar manufacturer shall submit to 

the spring manufacturer necessary test certificates of 

the following tests, carried out by him apart from the 

documents pertaining to the steel manufacture and 

refining details, ingot shape and size of the rolled 

product, cropping yield etc. 

 

a) Chemical composition of the ladle analysis 

and product analysis. 

b) Inclusion contents in bars 

c) Reduction Ratio. 

d) Depth of decarburization 

e) Surface hardness 

f) Grain size 

g) Dimensions 

h) Macro-examination. 

 

The steel and rolled bar manufacturer 

did not accept your demand. We 

get our steel only from European steel 

factories. It is unusual to get the ingot 

shape and size 

at the certificate. In detail: 

a) only the chemical composition of 

the heat 

b) only the non metallic inclusion of 

the heat 

c) okay 

d) okay 

e) not accepted 

f) okay 

g) okay 

h) okay 

M/s Grueber 

 

Not 

Accepted 

This is being followed 

for other springs by IR. 



Para 

9.2.2 

a) Size of ingots/billets used as verified from the 

records of the steel manufacturer. 

b) Dressing of complete billet by general surface 

grinding and freedom from surface defects. 

c) Discarding of end portions at both ends of each 

billet and freedom from piping. 

d) The size of ingot used shall be checked, recorded 

and verified that minimum reduction ratio of 

16:1 is ensured for the rolled bars offered for 

inspection. 

 

a) not accepted 

b) not accepted 

c) not accepted 

d) OK 

 

M/s Grueber 

Not 

Accepted 

All these check are 

being done for other 

springs of Indian 

Railway 

Para 

9.2.3 to 

9.3.3 

Para 9.2.3 to 9.3.3 Not accepted by M/s Grueber Not 

Accepted  

These para are followed 

by other springs of 

Indian Railway. 

Para 

9.4.2 

Sampling from the batch of finished springs 

 

 

S.No. Test 

1. Depth of Decarburization 

2. Core Hardness 

3. Surface Hardness 

4. Crack Detection 

5. Dimensional check (unloaded) 

6. Scragging 

7. Dimensional Checks & chasse* check 

(loaded) 

8. Grain Size 

9. Chemical composition 

10. Vertical and Lateral* Rigidity 

11. Inclusion Rating 

12. Mechanical Characteristics 

13. Almen Test 

Sample Size of 3 Nos. is too much as 

we get orders for 6 Nos. only.  

M/s ABOK Spring Pvt.Ltd. 

Comment Grueber: In detail: 

S.No. 1.: not accepted 

S.No. 2.: not accepted 

S.No. 3.: OK 

S.No. 4: OK 

S.No. 5: OK 

S.No. 6: OK 

S.No. 7: OK 

S.No. 8: not accepted 

S.No. 9: not accepted 

S.No.10: quantity in acc. to EN13298 

S.No.11: see inspection certificate 

from the steel mill 

S.No.12: not accepted 

S.No.13: according to internal testing 

instructions 

 

Not 

Accepted  

It is changed according 

to spec. no. WD-01-

HLS-94 (Rev.03).   

Para 

9.4.3 

Records of individual test results as above will be 

kept by the spring manufacturer for a period of 15 

Keeping of records for 15 years is 

very long time and will be difficult to 

Accepted Changed to 5 years and 

preservation of cut 



years following delivery and can be viewed upon 

demand. 

 

maintain.  

M/s ABOK Spring Pvt.Ltd. 

                   &  

About record preservation period 

given in spec is 15 year which is too 

more and it should be 5 years similar 

to spring guarantee period. The 

preservation of cut sample not 

mention in the specification. 

  M/s Frontier Springs Ltd. 

sample is added. 

Para 10 
 

Test Certification 

 Mechanical 
characteristics 

 Hardness and 
through hardening 
capacity 

 Structure 
examination 

 Chemical 
composition 

Final acceptance 
test certificate 
according to EN 
10204  
(DIN 50049 – 3.1B) 

 Length under test 
load 

 Vertical rigidity 

 Alignment 
deviation (chasse) 

 Almen Test 

 Magnaflux 
inspection 

 Dimensional 
checks – loaded 
& unloaded 
condition 

Manufacturer’s test 
certificate according 
to DIN 56350 Part 
18-4.2 

 

 

 

Clause 1: The extensive carrying out 

of certain tests, especially the 

destructive and metallographic tests, 

must be stated in the order (additional 

costs necessary). 

 

 

Clause 2: in accordance to EN10204 

 

M/s Grueber 

Corrected Changed according to 

FIAT spec. 17.248 part 

document 100 version 

07 



Para 11 The springs shall be guaranteed for a period of five 

years against any defect imputable to manufacture 

from the date of delivery of the spring as stamped on 

end coil or for a period of four years from the date of 

actual fitment whichever is earlier. Springs that 

show, during the guarantee period, defects making 

them either unfit for service or reduce the 

effectiveness of the life and which defects may be 

imputable to manufacture shall be replaced free of 

cost by the manufacturer.(Other than Railway 

manufacturer) 

 

a period of five years… we accept 3 

years 

… a period of four years… we accept 

2 years 

 

M/s Grueber 

Not 

Accepted 

As in case of other 

springs of Indian railway 

used in suspension of 

coaches. 

Para 13 Spring is being placed first in “Ethylene Vinyl 

Acetate” Sheet of 1.5 mm thick bag and then it is 

packed in 7 ply corrugated Carton Boxes. 

Subsequently the Carton boxes are wrapped tightly 

by plastic strips using automatic machine. 

 

The springs must be packed and transported in such 

a way that the coating lacquer is protected from any 

damage. 

 

We have foreseen seaworthy packing. Not 

Accepted 

This is not applicable for 

overseas packing, but 

your packing be in such 

a way that the coating 

lacquer is protected from 

any damage. 

 


