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Front end structure will be composed of one bottom end rail, two corner posts, one
top end rail, four corner fittings, an end wall and one discharge hatch, which are

welded together.

4.11.1 Bottom end rail

The bottom end rail to be made of a 4.0 mm thick pressed open section steel is
reinforced by four internal gussets.

There is cut out at each end of the bottom end rail and reinforced by a 200x75x9.0

mm channel steel as a protection against handling equipment damages.

4.11.2 Front corner post
Each corner post is made of 6.0 mm thick pressed open section steel in a single piece,

and designed to give a sufficient strength against stacking and racking forces.

4.11.3 Top end rail
The top end rail is constructed with 60x60x3.0 mm thick square hollow section steel

at lower part and 3.0 mm thick pressed steel plate at upper part.

4.11.4 Front wall
The trapezium section front wall is constructed with 2.0 mm thick vertically

corrugated steel panels, butt welded together to form one panel, and continuously
welded to front end rails and corner posts.
All overlapped joints of inside are caulked with chloroprene sealant.

4.11.5 Front discharge hatch

The discharge hatch is constructed with two 100x50x2.3 mm thick rectangular hollow
section steel horizontal frames for the top and bottom, two 3.0 mm thick pressed
channel section steel horizontal frames for the both side of discharge hatch, 2.0 mm
thick horizontally corrugated steel panel, which are continuously welded within
frames.

The discharge hatch is suspended by three hinges and one locking assembly and

capable of swinging approximately 180 degrees.
4.12 Special feature

4.12.1 Customs seal provisions
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Customs seal and padlock provisions are made on each locking handle retainer to

cover the sealed area in accordance with TIR requirements.

4.12.2 Lashing fittings

Five (5) lashing hoop rings are welded to each top and bottom side rail at recessed
corrugations of side panels but not extruded any cargo space (total 20 rings).

Each lashing point is designed to provide a "1,500 kgs pull load in any direction"

without any permanent deformation of lashing ring and surrounding area.

Three (3) lashing rods are welded to each corner post at the position of 150 mm
higher from the floor and 200 mm lower from the bottom surface of top corner fitting
and middle of the corner post.

Each lashing rod on the corner post is designed to provide a "1,000 kgs pull load in

anv direction" without any permanent deformation.
Y yPp

4.12.3 Shoring slot
A shoring slot, having a size of 60 mm width x 40 mm depth is provided on each rear
corner post so that 2 1/4" thick battens can be arranged to be able to prevent doors

from damage due to shifting cargo.

4.12.4 Ventilator

Each container will have ten (10) labyrinth type small plastic ventilators.

Each ventilator is fixed to the upper part of each side wall by three 5.0 mm dia. steel
rivets in accordance with TIR requirements after drying of top coating, and caulked
with sealant around the entire periphery except underside to prevent the leakage of

water.

5. Surface preservation
5.1 Surface preparation

1) All steel surfaces - prior to forming or after - will be fully abrasive shot blasted

conforming to Swedish Standard SA 2 1/2 to remove all rust, dirt, mill scale and all

other foreign materials.

The shot blasted surface profile shall be have a maximum peak to valley height not
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exceeding 50 microns and average peak to valley height of about 25 microns.

2) All door hardwires will be hot-dipping zinc galvanized with approximately 75

microns thickness.

3) All fasteners such as self-tapping screws and bolts, nuts, hinges, cam keepers and
lashing fittings will be electro-galvanized with approximately 13 microns thickness.

3.2 Coating

5.2.1 Prior to assembly
All steel surfaces will be coated with 10 microns thick two-pack polyamide cured
zine rich epoxy primer immediately after shot blasting, and then dried up in drying

room.

5.2.2 After assembly

All weldments will be shot blasted to remove all welding fluxes, splatters, burnt
primer coatings caused by welding heat, and other foreign materials.

Then all blasted weldments will be coated with zinc rich epoxy primer.

5.2.3 The total dry film will be (microns):
All surface of the assembled container will be have coating system as follows:

Where Paint name DFT (u)
Exterior surface Zinc rich primer 30
Epoxy primer 40
Acrylic top coating 40
Total: 110
Interior surface Zinc rich primer 30
Epoxy high build coating 40
Total: 70
Under structure Zinc rich primer 30
Bitumen 200
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Total: 230

6. Marking

6.1 Arrangements
The containers will be marked in accordance with 1SO, UIC, CSC and TIR

requirements, owner’'s marking specifications and other required regulations.

6.2 Materials
1) Decal: - Self-adhesive, high tensile PVC film for seven (7) years guarantee without
peeling off, tenting or color fading.

2) Certification plate: Stainless steel plates to be chemically etched by acid.

6.3 Specifications
1) Identification plates such as consolidated data plate consisting of CSC and TIR will

be riveted on the door permanently by stainless steel rivets. The entire periphery

except underside will be caulked with sealant.

2) The owner's serial numbers and manufacturer's serial numbers will be stamped on

top face of the bottom rear corner fitting.
7. Testing
7.1 Prototype testing

The prototype container manufactured in accordance with this specification will be

tested by manufacturer under the supervision of classification society.

Test items & loads Test methods
A) Stacking Hydraulic cylinder load will be applied to
Internal load : 1.8R-T each corner post through top corner fittings.

Test load : 86,400 kg/post.  Offset : 25.4 mm lateral
38.0 mm longitudinal

Time duration : 5 minutes
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B) Lifting (from top corner fitting)

Internal load : 2R-T

C) Lifting (from bottom corner
fittings)
Internal load : 2R-T

D) Lifting (for forklift pockets)
Internal load : 1.6R-T

E) Restraint (longitudinal)
Internal load : R-T
Test load : 2R

F) Floor strength.
Test load : 5,460 kgs
(12,000 1bs)

G) Wall strength (front)
Test load : 0.4(R-T)=0.4P

H) Wall strength (side)
Test load : 0.6(R-T)=0.6P
I) Wall strength (door)

Test load : 0.4(R-T)=0.4P

D) Roof strength (weakest part)
Test load : 300 kgs

Lifting vertically.
Time duration : 5 minutes

Lifting 45 deg. to the horizontal.
Time duration : 5 minutes

Lifting by horizontal bars.
Bar length : 1,828 mm
Bar width : 200 mm

Time duration : 5 minutes

Hydraulic cylinder load will be applied
to the bottom side rails.
Two times for pulling and pushing.

Time duration : 5 minutes

Use of a special truck.

Total contact area : 284 cm®
Wheel width : 180 mm
Wheel center : 760 mm

Compressed air bag will be used.
Time duration : 5 minutes

Compressed air bag will be used on
one side only.

Time duration : 5 minute

Same as front wall strength test.
Applied area will be 600x300 mm

longitudinal and transverse.
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K) Racking (transverse) Hydraulic cylinder load will be applied to the
Test load : 15,240 kgs header rail through top corner fittings.
Two times for pulling and pushing.

Time duration : 5 minutes

L) Racking (longitudinal) Hydraulic cylinder load will be applied
Test load : 7,620 kgs to the top side rail through top corner
fitting on one side only.
Two times for pulling and pushing.

Time duration : 5 minutes

M) Operation of door After completion of test, the operation of
doors, locks, hinges, etc. will be checked.

N) Dimensions and weight After completion of test, the dimensions
and weight will be checked.

0) émm%oﬁmoo?mmm Inside dia. of nozzle : 12.5mm
Distance : 1.5 m
Speed : 100 mm/sec
Pressure : 1 kg/cm’

* Note: R - Maximum Gross Weight
T - Tare Weight
P - Maximum Payload

8. Guarantee

8.1 Structure
All the containers shall be guaranteed by manufacturer to be free from defects in

materials, workmanship and structure for a period of one (1) year from the date of

acceptance of the container by the buyer.

8.2 Painting
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8.2.1 The paint system coated on the container surface shall be guaranteed to be free
from corrosion and failure for a period of five (5) years from the date of acceptance of

the container by the buyer.

8.2.2 Corrosion is defined as rusting which exceeds RE3 (European Scale of degree of
Rusting) on at least ten (10) percent of the total container surface, excluding that
resulting from impact or abrasion damage, contact with solvents or corrosive

chemicals and abnormal use.

8.2.3 If the corrosion exceeds RE3 as defined above within the guarantee period,
inspection of the corrosion shall be carried out by the buyer, and paint
manufacturer to detect the cause.

As the result of the inspection, if it is mutually agreed and accepted that the corrosion
has been caused by the defective paint quality and/or poor workmanship, and/or

paint manufacturer shall correct the defect on their accounts.

8.3 Decals
Decals applied on the container shall be guaranteed for a period of seven (7) years

without peeling off, tenting or color fading if decals are supplied by
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