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1. SCOPE 
 

1.1 This specification covers the vendor approval, supply and acceptance requirements 
of Low Travel Raised Capacity Draft Gears to be used in new age container wagons 
of IR and similar type of other stocks along with draft gear follower suitable for 
application in freight stock having a standard 625.5mm. (24 5/8”) pocket. 

1.2 This draft gear shall be used in the existing Slackless Draw Bar (SDB) assemblies 
used at lower ends of existing container flat wagons and its variants in wagons with 
axle load 20.32 T and 22T. 

1.3 Scope of supply shall include these low travel draft gear and draft gear follower.  
1.4 This specification shall enable development of indigenous manufacturing and testing 

capability for draft gears matching international standards. Development of 
indigenous manufacturing is in line with Government of India’s ‘Make in India’ 
initiative. It would be prudent to progress in a graduated manner, meeting the 
imperatives of up gradation of indigenous manufacturing capabilities. It is also 
emphasised that the product developed through this specification shall be capable to 
qualifying the requirement of IR wagons and perform satisfactorily in service life.  
 
 

2. GENERAL 
 

2.1 FUNCTIONAL REQUIREMNTS 
 

2.1.1 Since the location of these devices and dimensional aspects are controlled by various 
other factors (i.e. draw bar, center sill, yokes, followers, etc.), it is equally important 
that product interchangeability is ensured (in a rake/unit of wagons), to avoid 
duplication of resources & inventory costs. 

2.1.2 Also, the draft gears (for SDB sub-assembly) to be utilized on the Container Flat 
Wagons should be such that they can be fitted on the Wagons without involving any 
modification in the existing Wagons – which will again enhance the cost. 

2.1.3 Draft gear follower shall be to AAR Catalogue No. Y46AE as per AAR Standard S -
119. 

2.1.4 Complete draft gear and draft gear follower shall be interchangeable across all 
designs/variants. All components including draft gear castings and springs/rubber 
pads/elastomer pads etc. shall be interchangeable in the same design. 

2.1.5 The draft gear manufacturer shall supply all the spare parts required for maintenance   
of draft gears supplied by them for use on Indian Railways against specific 
requirements of Railways. In case of failure, their registration is liable to be cancelled. 
 

2.2 TECHNICAL REQUIREMNT 
 

2.2.1 The minimum declared official capacity of draft gear shall be 16,500 Foot-Pounds for 
use in wagons upto 22t axle load capacity. In official capacity test, the official capacity 
of no individual gear shall be more than 15 % above or below the average capacity of 
draft gears undergoing this test. The official capacity is described in para 1.2.2 of 
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Annexure-1. Draft gear shall have the required energy absorption capacity with 
preferably low re-coil. The level of energy absorption shall not be less than 75 %. 

2.2.2 The steel casting components shall be manufactured through either High Pressure 
Moulding Line with Intensive Mixture of Green sand with Automatic Moisture 
Control and addition of Binder in fixed rates or through Articulated Mixer (continuous 
type) with fume extraction facility & Compaction Table for No-Bake System. Casting 
components will have to be sourced from any RDSO approved class ‘A’ foundry and 
they will be inspected by RDSO. 
 
 

3. PARTICULAR REQUIREMNT 
 

3.1 ELIGIBILITY CRITERIA 
 

3.1.1 The draft gear manufacturer shall hold a valid Quality Assurance Certification as per 
ISO 9001 for manufacture and testing of draft gears of railway freight stock. 

3.1.2 Draft gear manufacturer offering their product shall have to possess the infrastructure 
for testing as per clause no 3.2. 

3.1.3 Indigenous draft gear manufacturer, if offering a proven draft gear design, shall have 
the certificate of approval from the collaborator principle manufacturer and the same 
shall be submitted to RDSO. Proven design means draft gear to that design being used 
in wagons 20.32T, 22t & 25 T axle load or above in an established rail road system. 

3.1.4 Indigenous draft gear manufacturer, offering a non-proven draft gear design but 
having experience in manufacturing of similar type of component. 

3.1.5 This specification is meant for development of indigenous sources as well as import 
substitution of draft gears. However previously Approved/Developed sources of these 
draft gears (whose name already exists in the list of RDSO Vendors) shall continue to 
be source of these draft gears for supply to IR for 20.32T & 22T axle loads wagons 
without any ceiling on the numbers of draft gears supplied.  
Such firms if opts for indigenous manufacturing (by themselves or in collaboration) of 
the proven design (on IR) of draft gears are not required to undergo the testing, annual 
production, production testing, field test etc. norms of the STR. Firm will have to 
submit their proposal to Wagon Directorate of RDSO containing documentary 
compliance to point 4.1 along with Quality Assurance Plan (QAP) based on the testing 
regime of the/their principal. RDSO team of two nominated officials shall carry out an 
audit of the manufacturing facilities and the quality assurance system to verify if the 
indigenous manufacturing setup is capable of manufacturing and testing draft gears to 
the QAP while ensuring compliance to the general clause of the STR (as applicable). 

3.1.6 However other overseas firms/proposer (having proven/new design of such type of 
draft gears) are required to set-up their facility (In India or can enter in an agreement 
with Indian firm/partner to submit their proposal (having manufacturing & testing 
facility detailed as mentioned earlier) in line with Government of India’s ‘Make in 
India’ initiative. 
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3.2 TESTING FACILITIES 

 
3.2.1 Firms possessing the manufacturing, testing and quality assurance setup in line with 

Wagon Directorate specification WD-71-BD-15, and having following Tup Hammer 
Set up Requirements: 

a. Draft gear manufacturer must have a 27,000 pound drop test machine, the 
anvil of which is supported on a rigid foundation. 

b. Transducer to be used for measuring the reaction force shall be capable of 
measurement up to 700 T. Transducer response shall be linear within +/- 1 % 
to a given static load. The transducer shall be adequately compensated against 
zero drift due to any changes in temperature. The transducer should have good 
zero stability. 

c. The overall system, transducer plus the recording instrumentation system, shall 
be designed so as to permit the calibration by static load method to be 
established on recording instrumentation with accuracy +/- 2 %. The overall 
system shall yield a dynamic record that is accurate within +/- 5 % of actual 
reaction force. 

d. LVDT Transducer to be used for measuring the actual travel during testing 
shall be capable of measuring up to 125 mm. 

e. Suitable instrumentation to work as signal conditioner and which removes 
electrical and magnetic noises from electrical signals and converts the millivolts 
to its measurable units. 

f. System to be capable of generating hard copy reports (digital) of dynamic 
events with a frequency of minimum of 1000 cycles per second. Software shall 
have the capability of automatic backup. 

g. The facility of following automatic report generation must be available: 
i. Peak reaction force(Graphical and numeric) 
ii. Peak Travel (Displacement)( Graphical and numeric) 
iii. Graph of load and displacement with absorbed energy 

h. The software should be capable of calculating the work done and can show 
multiple records/reports on a single interface. 
 

3.2.2 Endurance test requirement 
 
Firm shall have hydraulic testing machines having a minimum capacity > 150T for 
carrying out the endurance testing. The machine shall be capable of applying cyclic 
loading of varying loads. Arrangement for measuring surface temperature of rubber 
portion shall also be available with the firm. 
However firms not possessing the said machine/set-up can arrange for getting this 
testing done on draft gears (as per clause no-4 of Annexure-1) from a recognized 
testing facility/NABL lab in consultation with RDSO. Firm while submitting their 
initial proposal to Wagon directorate of RDSO shall indicate this along with details of 
recognized lab/testing facility where the testing is proposed to be done.  
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3.2.3 Static Compression test 
Firm shall have digital hydraulic load testing machines having a minimum capacity > 
300T for carrying out the Static compression testing (as per clause no. - 3 of Annexure-
1). The machine shall be capable of applying loading of in varying increments. 
 

4. APPROVAL REQUIREMENT  
The firms/proposers who offer their proposal for such type of draft gears shall be required 
to comply the following: 
 

4.1 Documents to be submitted with the proposal 
4.1.1 The Product description in terms of the Model Number and the General Diagram 

Drawing. (Copy of the Drawing to be annexed). In case the proposer is a licensee, the 
product identification details ie the Original Model Number of the OEM and the 
General Diagram Drawing of the OEM shall also be submitted.    

4.1.2 The draft gear manufacturer shall submit the gauging procedure including the gauge 
drawings for approval to RDSO at the time of registration. No change shall thereafter 
be carried out without the prior approval of RDSO. Draft gear manufacturer shall 
supply full/partial set of gauges to zonal railways on their request against payment. 

4.1.3 The draft gear manufacturer shall submit one set of drawings detailing important 
controlling dimensions and tolerances of draft gear along with surfaces and dimensions 
necessary to be gauged at the time of registration. Manufacturer shall also submit the 
detailed technical parameters of the proposed draft gear design along with internal test 
records for establishing intended performance. Maintenance manual is also required to 
be provided to RDSO at the time of registration. Maintenance manual shall contain 
following information:- 
i) Principle of operation and important design features 
ii) Illustration explaining the working and maintenance practices 
iii) Details of attention during overhauling 
iv) Special tools, capacity & specification of press etc. 
v)  Details of welding equipment & method of welding 
vi)  List of spares along with specification & part No. etc. 
 

4.1.4 Any change to draft gear (or its component) which can take place during service life 
(which will not adversely affect the normal working of gear and the envelope in which 
it is fitted) shall be clearly indicated in the initial proposal. It shall be clearly indicated 
the reasons for same and preventive action if any. 
 

4.2 Processing of Proposal - For Indigenous  supplier(With Proven technology) 
 

4.2.1 Indigenous draft gear manufacturer has to submit RDSO the test results and certificate 
from collaborator principal manufacturer that the indigenously manufactured draft gear 
has already been tested by the collaborator principal manufacturer in their premises 
and its performance is at par with the product manufactured by principal manufacturer 
and satisfies all testing requirements mentioned in Annexure -1, as applicable .They 
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have to also get their quality assurance plan(QAP) certified from their collaborator 
principal manufacturer. 

4.2.2 In scenario as described in Clause 4.2.1, RDSO team of two nominated officials shall 
carry out an audit of the manufacturing facilities and the quality assurance system to 
verify if the indigenous manufacturer is capable of manufacturing and testing draft 
gears to this specification (along with verification of QAP submitted). 
If the draft gear manufacturer is seeking the approval for draft gear design complying 
test regime mentioned in Annexure -1, the following shall be the procedure: 
25 draft gears will be manufactured by the manufacturer seeking approval. First article 
inspection of the two (randomly selected) draft gears for dimensional control as per 
gauging scheme will be carried out. Five draft gears shall be tested for official capacity 
test and static compression test as described in clause 2 & 3 of Annexure-1. One draft 
gear will be picked up by RDSO team and will witness for the endurance test and 
sturdiness test as detailed in Clause 4 and 5 of Annexure-1. Official capacity test, and 
Sturdiness test shall be conducted on the Tup hammer set up as described in clause 
3.2.1 above. However static compression test & endurance test will be conducted on 
hydraulic testing machines as detailed in para 3.2.2 & 3.2.3 above. 
 
 In case the inspection and type tests are satisfactory, manufacturer will be placed in the 
List of RDSO Vendors for Developmental Orders with following addendum  
 
Maximum permitted quantity-6000 No’s draft gear can be supplied by a Developmental 
Source. The firm shall keep record of all such supplies made by them during this 
stage.  
 

4.3 Processing of Proposal - For Indigenous  supplier(Without Proven technology) 
 

4.3.1 Indigenous draft gear manufacturer, if offering a new draft gear design (i.e. design not 
proven), shall have to submit the complete design details of proposed draft gear to 
RDSO. They have to also submit the internal (or at an reputed agency as approved by 
RDSO) test results for official capacity test, static compression testing, endurance test 
and sturdiness test as detailed in Annexure-1. 
 

4.3.2 On satisfaction of design documentation and its validation, RDSO team of two 
nominated officials shall carry out an audit of the manufacturing facilities and the 
quality assurance system to verify if the indigenous manufacturer is capable of 
manufacturing and testing draft gears to this specification(along with verification of 
QAP submitted). Inspection and type testing procedure shall be same as described in 
Clause 4.2 above. In case the inspection and type tests are satisfactory, manufacturer 
will be placed in the List of RDSO Vendors for Developmental Orders with following 
addendum.  
Maximum permitted quantity - 6000 No’s draft gear can be supplied by a 
Developmental Source. The firm shall keep record of all such supplies made by them 
during this stage. 
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4.4 Qualifying parameters for withdrawing ceiling limit- The  ceiling of 6000 Nos mentioned 
in Para 4.2.2 & 4.3.2 shall be withdrawn when the following is met: 

 1000 draft gears have completed one ROH period of satisfactory service. 

 Satisfactory compliance to general service check mentioned in Annexure -2 on 
four draft gears which have completed one ROH period of service. 

 No unresolved non-conformances or not more than one line failure per year 
on manufacturing account. 

 An audit of the manufacturing facility by RDSO/ RDSO nominated third 
party to ensure compliance of prescribed manufacturing facilities and 
adherence to approved quality assurance plan. 

 
5. DRAWINGS & SPECIFICATIONS FOR REFRENCE 

 
a. Draw Bar Arrangement drawing No.-RITES/TP-9405-S/001(Latest) 
b. 49-BD-08, M-901E, M- 901F, M-201, M-211, S-119, WD-70-BD-10 & WD-71-BD-

15, technical pamphlet of M/s Keystone (1999) submitted to RDSO. 
 

6. Annual Type Testing 
 
Indigenous manufacturer shall carry out annual type testing in the premises of principal 
collaborator draft gear manufacturer or at any AAR approved facility through third party or 
at independent third party testing house or in-house witnessed by a member of classification 
societies (IACS). The following shall be the annual type tests: the Official capacity test (two 
draft gears), static compression testing (two draft gears), as described in Annexure -1. The 
samples for annual type test shall be picked up by RDSO team. These annual type testing 
reports shall be submitted to Wagon Dte/RDSO by the indigenous manufacturer. Failure in 
either carrying out the annual type testing or failure in annual type testing shall lead to 
withdrawal of vendor approval. 
 

7. Production Testing 
 

7.1 The Draft gear manufacturer shall conduct the official capacity test and static testing 
(as defined in Clause 2 & 3 of Annexure-1) of 5% of Purchase Order or 10 in 100 
whichever is higher and maintain as a part of its internal records. 

7.2 The Inspecting Authority shall audit check the QAP records of manufacturer to  
ensure that draft gear components are manufactured as per QAP of the manufacturer 
and meets the requirements of dimensions, chemical properties, mechanical properties 
as laid down in QAP. 

7.3 It should be possible for Inspecting Authority to find out QAP test / inspection    
records of draft gear components with Serial no. cast on draft gear housing. On failure 
to meet this requirement, whole lot shall be rejected. 

7.4 Two draft gears shall be selected by the Inspecting authority from a lot of not less than 
fifty (50) draft gears or purchase order.  They shall be measured both in assembled and 
in disassembled condition. The dimensions shall be checked with gauges which should 
be in conformity with Manufacturer's approved drawings.  
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7.5 At least 2 draft gears out of every 50 draft gear or part thereof shall be drop – hammer 
tested to in presence of Inspecting Authority to ensure minimum capacity of the 
specification under which it has been approved. The test shall consist of the minimum 
number of blows required to produce the minimum capacity required. If any 
unacceptable gears are found, this will necessitate testing of the next 50 untested gears 
to 100% capacity. If any defective gears are found within that 50,100% capacity testing 
shall be continued until 50 consecutive gears have been tested without failure. 

7.6 Draft gear follower Y46AE (if Grade ‘E’ cast steel) shall be tested for Chemical 
composition, Mechanical properties, Impact Test, Hardness and Dimensions as per 
procedure given in RDSO specification for Upgraded High tensile CBC No. WD-70-
BD-10 (Latest Rev). Draft Gear follower (if rolled steel) shall be Test, General 
requirement of casting acceptance, Marking, Weight variation tested for material, heat 
treatment and hardness as given in AAR S-119. 
 

8. Upgradation to Approved Vendors 
 
A manufacturer will obtain status of Approved Vendor when following is met: 

 1000 draft gears have completed one POH of satisfactory service. 

 Manufacturer should have manufactured 10,000 draft gears. 

 No unresolved non-conformances or more than one line failure per year on 
manufacturing account. 

 An audit of the manufacturing facility by RDSO/ RDSO nominated third party to 
ensure compliance of prescribed manufacturing facilities and adherence to approved 
quality assurance plan. 

 The Developed/Approved Status granted to a firm/vendor shall remain valid of 5 
years. Firm shall have to re-apply (at least three month in advance) to enable quality 
audit by RDSO/ RDSO nominated third party for validation of its status and 
capability. The team will carry out assessment of capacity/capability, QAP 
verification and carrying out official capacity testing, static testing etc. of two samples 
of draft gears (randomly picked from a lot of 25 draft gears) to ensure that the status 
quo of quality system and infrastructural setup is in desired condition. Endurance 
Test (One draft Gear) and Sturdiness Test (same draft gear after completion of 
endurance test) as described in Annexure -1 shall also be carried out by the inspecting 
team during the re-validation. 

 
9. Painting 

Draft gear and draft gear follower shall be painted with golden yellow paint on only exposed 
surfaces excluding working portions. 
 

10. Marking 
 

10.1 The manufacturer shall get the marking scheme for manufacturer’s code, batch no., 
serial no. etc approved from RDSO. All draft gear components should have clear and 
legible manufacturer’s code, batch no, month and year of manufacture etc., in cast 
condition, which shall remain legible throughout the entire service period of Draft 
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Gear. The Draft Gear components found having illegible marking at the time of 
fitment in Railway Workshops, Maintenance depot or on Wagon Builders premises 
shall be treated as rejected and shall be replaced by the manufacturer free of cost. The 
cost of transportation shall be borne by the manufacturer. 
 

10.2 The marking shall be made at the casting/forging stage itself so that the marking shall 
remain legible during entire service life of the components. Metallic markings (made 
from engraving process in CNC Machine) shall be used. Cores prepared from Shell 
core making process to be used for marking of serial numbers only during casting 
process. The manufacturer will not be permitted to provide manufacturer's code batch 
no., serial no. etc by electric arc welding in case these are not visible at casting / forging 
stage. 

 
11. Warranty 

 
The Contractor shall at his expense, replace the Draft Gears and components failing or 
proving unsatisfactory in service attributed to defective/faulty design, defective material or 
poor workmanship within a period of 144 months after their delivery or 130 months after the 
date of fitment whichever is earlier. This warranty shall survive notwithstanding the fact that 
the equipment may have been inspected, accepted and payment thereof made by the 
purchaser for the replaced equipment and period of 130 months would commence when the 
replaced component is commissioned in service. The sole judge in this case would be the 
purchaser whose decision shall be final and binding. 
 

12. Record of Internal Acceptance Tests 
 
The manufacturer will maintain a list of all internal acceptance tests being carried out by him 
at various stages of manufacturing of the product. Proper record of such internal acceptance 
tests shall be maintained by him and also included in the QAP. At the time of inspection of 
the product, these records shall be put up to the Inspecting Authority for scrutiny and 
countersign. 
 
The manufacturer shall maintain records for a minimum period of six years of all weights, 
mechanical test reports, chemical test reports and heat treatment records as applicable to the 
purchased draft gear. These records shall be made available to the purchaser upon request. 
The manufacturer shall also maintain records for a minimum of six years that provide 
traceability from the serial number of individual draft gear, where applicable to the records 
stated above. 
 

13. Reconditioning 
 
The manufacturer shall also undertake reconditioning of Draft gear against Zonal Railways 
request. The reconditioned draft gear assembly shall perform satisfactory in service and shall 
meet the requirements laid down in clause 11 above. 
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Annexure-1 

1.0 DEFINITIONS 
 
1.1 Travel 
1.1.1   The effective travel in buff shall not be more than 0.75 inches (i.e. 19mm). The 

combined maximum draft and buff travel shall not exceed 1 ½ inches.  

1.1.2 “Rating Travel” shall be the travel at a point where two successive free falls of the tup 
hammer at the same height will produce a reaction of 500,000 pounds or greater, 
subjected that the point (in buff) is not exceeding the limits as specified under point no 
1.1.1.   

Note: Travel and reaction force will be calculated as the average of the two travels and two 
reaction forces as produced by the two successive free falls of the tup hammer. 

 
1.2 CAPACITY 

1.2.1   The capacity of a gear is the weight of the tup hammer in pounds multiplied by the total 
fall in feet. 

1.2.2   The “official capacity” shall be the capacity determined at the “Rating Travel” in the 
official capacity test. 

1.2.3    The capacity at “Effective/Maximum Travel” in buff shall be determined. 

 

2.0 OFFICIAL CAPACITY TEST 

2.1      The capacity of each gear shall be determined by a test made as follows:  

a. Start at 0” free fall. 
b. Continue free fall with ½” increment upto .35” travel. 
c. Continue free fall with .3” increment upto .60” travel. 
d. Continue free fall with .2” increment up to gear reaches a reaction force of 5, 00,000 lb. 

& capacity 16,500 ft-lb. 
e. Second blow from same height should produce a capacity >16,500 ft-lb & reaction force 

> 5, 00,000 lb.  
f. The above shall be achieved with a gear travel (not exceeding) of .75” (i.e19mm). 

 
2.2     In order to pass this test, average capacity of gears tested must not be less than declared 

official capacity in buff at the “Official Rating Travel. No individual gear official capacity 
shall be more than 15 % above or below the average capacity of draft gears undergoing 
this test. 

 
 
3.0 STATIC COMPRESSION TEST 
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3.1       This test will require subjecting draft gears to a 270T (for draft gears with 16,500ft-lb 

capacity) static compressive force and holding up for 60 seconds at maximum load, on 
machines as mentioned under point no 3.2.3. However this above mentioned force 
application shall start from no load to gradually increasing upto 270T and thereafter 
holding up for 60 sec at final load. The initial gear ht. shall be measured in no load 
condition and thereafter after every increment of 10 t compressive force.  

 
Before on-set of the test it shall be ensured that the draft gear is properly 
secured/restrained so that the load application (centrally) can be done in a way to 
simulate the actual working condition. 
 
Upon completion of above mentioned test gear shall return fully to its neutral 
condition with no broken, crack parts. The curve plotted shall have smooth 
progress with no abrupt behaviour/deviation. 

 
 
4.0 ENDURANCE TEST 

 
The required gears shall be subjected to the Endurance Test. The endurance testing shall 
be carried out on hydraulic testing machines having minimum capacity > 150 T on 
machines as mentioned under point no 3.2.2, in following ways: 
 

 Draft Gears having capacity of 16,500 ft-lb shall be subjected to cyclic loading 
ranging from 40T to 120 T.  

 The gears shall be subjected to 600,000 cycles (for load range as mentioned above). 

 Frequency of load cycle shall be up to 2Hz. 

 It shall be ensured that the load application (centrally) can be done in a way to 
simulate the actual working condition. 

 Necessary arrangement for measuring the surface temperature of rubber portion of 
draft gears during the endurance testing shall be made. It is recommended that the 
temperature (of rubber portion) shall not go beyond 40º C or as recommended by 
manufacturer (of draft gear). The testing shall be stopped so that the limits is not 
breached during the event of testing. However the testing can be again started after 
re-measuring the temperature and confirming the draft gear condition.  

 
Upon completion of above mentioned test gear shall return fully to its neutral 
condition with no broken, crack parts. There should be retention of preload not 
less than 60 % of the original/claimed capacity. 
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5.0 STURDINESS TEST 

 
 The required gears shall be subjected to the Sturdiness Test after completion of the 

Endurance Test, as per following procedural: 

 In this test, the drop height “h” necessary to achieve maximum gear travel is first 
established. Thereafter gear is subjected to the following series of overload blows: 

 h  + ½ in.  Ten drops  

 h  + 1 in.  Ten drops  

 h  + 1.5 in.  Ten drops  

 h  + 2 in.  Ten drops  

It shall be ensured that the time gap between two drops is as per AAR M 901E 
specification. Upon completion of above mentioned test gear shall return fully to 
its neutral condition with no broken, crack parts.  
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Annexure 2 

General Service Check scheme for up gradation to part II status 

1.    After completion of one ROH period of field service, four draft gears shall be taken out 
in presence of Wagon Dte authorised representative. Since the graft gears will be taken to 
manufacturer premises for inspection/testing therefore proposer firm shall arrange for 
above said no’s of gears with maintenance depot of Zonal Railway so that rake operation 
is not held up. 
 

2.    First, all of these draft gears are required to be subjected to official capacity test as per 
clause 2.1 of Annexure-1.  
 

3.    These four draft gears should not be having any of the following defects: 
 
 Failure of an essential part. 
 Widening or spreading of any part that causes binding in the draft gear pocket. 
 There should not be excessive wear or damage to draft gear pockets or draft gear 

attachments due to gear action. 
 
4. The combined maximum draft and buff travel of these four draft gears shall not exceed 
          1 ½ inches.  
 
5.       The capacity achieved (after testing of gears as per point no-2, above) of each gear at its 

rating travel shall be not less than 85 % of its official capacity in its original 
configuration. 

 

 

 

 

 

 


