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2« CHARACTERISTICS

2,1 - Composition materials
The basicfabric shall be polyamide or polyester.

This fabric shall be coated with polyvinyl chloride (PVC).

2.1.1 - Physical characteristics
2.1.1.1 - Appearance
The weave should be even.
The coating must be spread evenly over both sides of
the basic fabric. No part of the covaring must be missing, there must be

ne bubbles or lumps, or apparent lack of adhesion of the covering on the
basic fabric.

. These provisions shall be checked in accordance with
the indications. in § 4.1.4.1.7 of this specification.

2.1.1.2 - Weight perunit surface

The ceated fabrics to which this specification refers
are classified in three categories of different maximum weights, which are
indicated below

- Category A : 600 g/m?2
- Category B : 700 g/ m?2
- Category C : 750 g/m2

The weight shall be chacked in accordance with the
provisions of § 4.1.4.1.2 of this specification.

2.1.2 - Mechanica! characterisfics

2.1.2.1 - Tensile strength

The tensile strength of the fabrics (in both warp
and weft directions) expressed by the minimum breaking force should be :

- Category A 2250 M

- Category B.: 2750 N

- Category C » 3500'M

The maximum elongation on failure (in bath warp

ond weft diréctions) must be :

- Category A : 20 2

- Category B : 25 %

- Category C : 30 %

These provisions shall be checked in accordance
with the indications of § 4.1.4:1.3 of this specification.

2.1.2.2 - Resistance to tearing

The resistance to tearing of the fabrics (warp and
welt) expressed by the minimum teoring force must be :

- Standards. = BS| DIN AFNOR
- Category A : 350N 200 N 100 N
- Category B 800 N 350 N TN
-:CategoryC : T200N 500N 140N

These three groups of values correspond to the
three standard methods of testing prescribed by the BSt, DIN and AFNOR

standards.
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This characteristic shall be checked in accord:
ance with the provisions of § 4.1.4.1.4 of this speeificotion.

2.1.3 - Physico-chemical characteristics
2.1.3.1 - Impervicusness fo water

The fabrics must not show any seepage during
each test.

These characteristics shall be checked in ac-
cordance with the provisions of § 4.1.4.1.5 of this specification.
2.1.3.2 - Resistance to bending (or flexibility test)

The fabrics must withstand a minimum of 1x106
deflections without the coating being damaged.

This characteristic shall be checked in acecrd-
ance with the provisions of § 4.1.4.1.6 of this specification.

2.1.3.3 - Resistance to bendinig at low temperature

The fobrics subjected to this test must not show
dany hair line cracks, or eracks.

This stipulation shall be checked in accordance
with the provisions of § 4.1.4.1.7 of this specification,
2.1.3.4 » Reaction to fire
The results of the tests carried out under the ex-

perimental conditions defined in § 4.1.4.1.8 of this specification must be
in accordance with the stipulations of the puchasing Railway,

2.2 - Products

The sheets shall consist of assembled widths of coated fabrics.

2.2.1 - Physical characteristics
2.2.1.1 - Appearance
The sheets should have a vniferm appearance.
There shall be no stretching or puckering where the panels are joined, or
ot the edges of the sheets.
The checks shall be carried cut as prescribed
ing 4.1.4.2.7 of this specificatien.
2.2.2 . Geometrical characteristics
2.2.2.1 - Dimensions
Unless otherwise stated in the order or its ap-

pended docyments, the sheets must be supplied with the following dimen-
sions :

Momindl measuraments (inmm) Width x length

5000 8000 5500 x 10000 6000 x 15000

A tolerance of #500-mm (1) is applicable to
all the neminal measurements (1),

{1} The relatively largs talerances are intended to sncourags standardisation, Af-
ter a certfain period of application, they will be reduced as and when the pas-
sibitity arises and, should the opportunity arize, completely sliminated.
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22.2.2 - Spuciﬁg of eyelets

The distance between the evelets centres is 800 mm.
A telerance of £ 300 mm (1}:is allowed.

The checks shall be carried out as provided in
§-4.1.4.2.2 of this specification.
2.2.3 - Mechanical charactaristics

2.2.3:1 - Resistance to téoring apart of the wald

The resistance fo tearing expressed by the minimun
tearing ferce must be : 20 N/ ¢m.

This characteristic shall be checked as provided in
§ 4.1.4.2.3 of this specification.

2.2.3.2 - Resistance to pulling out of the eyelets, of the ring
tabs and resistaonce to tearing of the hem.

The resistance to pulling out and tearing must not be

1500 N.

less. than

This choracteristic shall be checked as provided in
§ 4.1.4.2.4 of this specification.

{1} The relatively large tolerdncés dré infended 6 encourags standardisation.

After o certaii period of application, they will be reduced az and when the
possibility arises and, should the epportunity arise, compleiely aliminoted.

213 806

2.2.4 - Physicoschemical characteristics
22,41 - Imperviousness to water (on welded ports)

. The welded parts of the sheets must not show
any seepuge :_!ungg each test. The appearance of droplets shall be tole-
rated dt certain points, provided they do not become detdched,

. These stipulations shallbe checked in accord-
ance with the provisions of §4.1.4.2.5 of this specificatian.

2,25 - Marks
2.2.5,1 - Marks on cogted fabirics

Coated fabrics delivered in separate pieces must

bear-the following marks in indelible characters 75 mm high-on the end of
the sutside roll :

- the manufacturer's identification mark,
- the length of the piece in metres,

= the dute of manufacture: (last two figures of the year).

2,2.5.2°< Marks on sheets

The sheets musi bear the fallowing marks :

- the owner's marks,
» the manufacturar’s marks

!

- the fold marks,
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All marks must be affixed in o perimanient manner
by medns of a small plate or a painted inscription, The method of dpply-
ing them shall be left to the choice of the owning Railway.
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2,2,5.2,1 - Qwner's marks
These marks comprise :
- the mark of the owning Railway,
« the serial number of the sheet,
- the details of the usable area,
These marks must be placed

- on the right side up : «long the transverse centre line near the two long-
itudinal edges,

- on the wrong side : along the lehgitudinal centre line near the two trans-
vérse E.-;:Igf_!s,F

- on the rigth side up and/or the wrong side = at the 4 ends of the longitus
dinal edges.

2.2.5.2.2 « Manufacturer's marks

These marks comprise :

- the manufacturer's marks,

- the menth and year of manufacture.

This marking must only oppear once on
the sheet and is best opplied near the bwner's marks,

2,2.5.2.3 - Fold marks
This marking comprises :

- the fold marks,
-"the inspacthinn marks.

The fald marks indicate the position of
the folds on the sheet, The marking figure specifies the sequence number
of the folding operations. and the curved arrow indicafes the direction of
folding.

The inspectoin marks aiso indicate the
position of the edges of the sheet after folding operations 1 and 4,
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2,2.6 - Method of falding the sheets

The sheet is folded in four successive cperations and is
then rolled up and kept tight by means of fasteners which do not, however,

form part of the sheet.

The sheet must be sufficiently taut before each folding

operation,

Ist fold : The shest is folded lengthwise at the marks 1, by taking the

outside edge as far as the reference marks 1 (Fig. 2) :

Felded at the marks 1

-
o

Fig. 2

2nd fold : A fresh fold is then effected, alsc lengthwise, af the marks 2,
by drawing the other outside e¢dge over the fold at the marks. 1.

The fold marks 3 now appear (Fig, 3) :

Folded at the marks 2

Fig.3

Ied fold :

4th fold :

Rolling =

806
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Still in a lengthwise direction, the sheetis folded of the marks
3, by drawing back the fold af the marks 1 -over the fold af the
marks 2 which it covers, which causes the fold and reference
marks 4 to appear (Fig. 4} :

Folded of the marks3

¥

I .

Fig. 4

The sheet is folded breadthwise at the mark 4 as far as the re-
ference mark 4 {Fig. 5) =

I ol

Folded at the marks 4

Fig. 5

Beginning at the fold at mark 4 effected last, the sheet is roll-
ed ?engfhwise {Fig. &). When fully rolled, the marks of the own-

ing Railway and of the manufacturer affixed on the wrong side
in the middle of the fransverse edge {Fig. 7) dre visible,

The sheet is then kept tight by means of fastenars.

relling in folled pasition

-

Fig.:6
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3 - MANUFACTURE

3.1 - Preporation of the composition materials

No specific conditign is laid down for the preparation of the raw
materials used in. the manufactyre of the coonted fabrics {unless conditions
are stipulated in ths order or its apperded documents), subject to the fi-
nished product satisfying the characteristics stipulated in this specifica-
tion, or in the order or its appended documents,

3.2 . Manufacture of the sheets
3.2.1 - Assembly of the widths of coated fabric

The sheets shall be obtained from ‘widths of coated fabric
of the same category, consisting.of a polyumide or polyester base coaoted
on both sides, to the same extent, with PVC,

The widths of coated fabric shall be joined by high fre-
quency welding, Other welding processes maoy be allowed subject to the
agreement of the purchasing Railwoy, The minimum width of the welded
joins must be 16 mm, and for welding widths together, the overlapping sur-
faces of the joins must be welded completely flat against each sther.

To avoid bulges on the edges of‘the join, groove electrodes
must be used.

3.2.2 -Hem round the sheets

Unless otherwise stated in the order or its appended docu-
ments, all the edges of the sheet must be folded twice to form o hemof
80 mm in width and three layers of fabric:

The two inner and outer edges of the hem thus formed must
be welded (or sewn if the order ‘or its appendeéd documents prescribe sew-

ina).

All corners must-be closed by welding.

ETE go0é6

3.2.3 - Eyelets and ring tabs

Those parts of sheets in which eyelets or ring tabs have to
be inserted must have a thickness of at ledast 4 layers of fabric,

Where necessary, a circular strengthening insert with a mi-
nimum diameter of 60 mm, of coated fabric identical o that vsed for manu-
facturing the sheet, may he welded on to the sheet by means of a cylindric-
al electrade,

3.2.4 - Monuvfacture of accessories

The ring taks and the rings, manufactured in accordance
with the provisions of the national standards of the purchasing Railway,
must be fixed to-the sheets by welding, failing specific provisiuns in the
order,

3.2.5 - Repairs

Any répair intended to conceal a defect shall be prohibit-
ed,

4~ INSPECTION

4.1 - Inspection of the fabrics and sheets
4.1,1 - Submission for acceptance
4.1.1.1 . Condition of the fabrics and sheets on submission

The fabrics and sheets shall be submitted in de-

livery condition,
4.1.1.2 - Groupigg info batches

Coated fabrics from the same manufacture and in-
cluded in the same submission for acceptance shall constitute a batch:

Sheets of the same size and category of fabric,
manufdetured af the same time und submitted for inspection together, shall
constitute a bafch.
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4.1,1.3 « Advice of submission

. ‘ ) When the order specifies that-the supply shall be
submitted for inspaction .ot the place of monufacture, the purchasing Rail-

way shall be notified, by a suitdble docyment prepared by the supplier and
signed by the factory manager or his representative, of :

- the date of submission,

- the referencas of the order,

- the composition of the batches submitted, specifying for each of them,

the category of fabric and the nature and quantity of the fobrics or sheets
submitted,

4.1.2 - Nature and proportion of the checks and tests

‘ The coated fabrics and sheets shall be subjected fo inspec-
tion of their characteristics os mentioned in Sections 2-and 3 of this spe-
cification.

Depending on the size of the barch, the number of series of
tests to be carried out, unless otherwise specified in the order or its aps
pended documents, i$ given below :

Sizg.- of the batch

Number of series of tests

Codted fabtrics Sheets {or samples)
{in metres) (rumber)
%5000 £50
5007 to 20 000 51 1o 300 2
720 000 300 3

) Each series of fests shall comprise the chacks and tesis
indicated in the following table .
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4,1.3 . Selection and preparation of samples and test pieces

e . 4.1.3.1 - Selection of samples
E E
0 w
= § o E § L The pieces of fabric and the sheets fram which
ezl 2w . ) 2 the samples are cut for the checks and tests, shall be selected at random
v, | 2= - & = from each batch submitted,
E oy . o E E ™
= R ' % o = — . ., .
re 3 = = e pieces of fabric and the sheets from whic
3 = o The pie f fah d the sheets f hich
g .
- the samples are taken, alss the samples themsalves, must be marked inde-
= libly for identification.
) ch 2 S @ @ v
=) P P
AT -
2 f_.“’q @y Sewp e = A 4.1.3.1.1 . Coated fabrics
5 =) 220EE
= Trtas From each piece of fabric chosen, o
SRl TR sample 1 m x 1.50 m°which does not include d selvedge, shall be taken
from.a position at least 3 meters from one end without completely dividing
. the piece breadthwise. The warp and the weft shall be suitably marked.
& — &l s =+ 0
= -
it =3 =r = = =
o = - * d [] -
. — = . vt it Lol ‘—1
;‘il o g 5} o= = e = = 4,1.3,1,2 - Sheets
g ]
Z 1; Froem each sheet selected, o sample
E 0.7 m x 1.60 m including o welded part longitudinally, also a sufficient
. - } number.of-eyelets and ring tabs, shall be selected.
s | 28] <
(" LiH =3
e ) 0 o =
w = wy ©
& =) = 0] -~ . : .
- g £ £s fg 4.,1.3.2 . Selection and prepuration. of the test pisces
B i| E 5 ole
[
& s e
= - in . .
%: ‘ s o B os The test pieces shall be selected and prepared in
o - " - o B cy aceordance with the method provided for each test.
3] 3] @ o (TR} . B
5 2 UER| & 2
S 5| zig% 35 I3
o o T - ) When the preparation is not specified, |50 Recom-
° - o &S| 25 Eg mendation 139-1973-must be applied,
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4.1.4 . Carrying out of the checks and tests

4.1.4.1 - Coated fabrics
4.1.4.1.1 . Appearance

The appearance of the fabric, observ-
ed o short distance away fram-a windew preferably facing thenorth, must
conform to the provisions of § 2,1,1.1 of this specification.

4.1.4.1.2 - Weight per unit surface

The test pieces are dried until @ rea-
sonably constant weight is obtained, in ¢n atmosphere with a relafive hu-
midity of not more-than 10 %, and o temperature not exceeding 80°C {an
oven maintained at a temperafure between 50°C and 55°C-must normal ly
have an atmosphere with a relative humidity not exceeding 10 %},

The average of the results ta be oh-
tained is that indicated in §:2:1.1.2 of this specification.
4.1.4.1.3 - Tensile strength
The method of testing the strength

and elongation at failore must conform to the provisions of 150 Recommen-

dation T421-1971.

The cut strip method shall be used.

The traction speed shall be cons-
tant and 100 mm# mn + 10 mm/mn.

The preparation of thetest pieces
for at leust 16 hours, alsothe tests, shall be carried.out in an atmosphere

at 65 % RH + 29 RH'and 200 € + 20

The results to be obfained are those
those indicated in § 2.1.2.1 of this specification.

L35 806

4.1.4.1.4 - Resistanee fo tearing

There are three usable methods for
catrying out the tearing test, which are given in:

= British Stondard : BS 3424 : 1973 - method 7
- German Standard @ DIN 53 356
- French Stondord - NF G 37-104 - Tast C,

The results to be obfained are those
indicated in §2.1.2.2 of this specification.

4.1.4,1,5 - Imperviousriess to water

The method of testing imperviousnass
to water must conform to the provisions of (SO Recommendation 811:1968,

The fabric test pieces shall be sub-
igcted to an instantaneous pressure of 20 kPa followed by a pressure of

10 kPa for 5°minutes.

The results to be obtained shall be
those indicaoted in § 2.1.3.1 of this specification.

4,1.4.1.6 - Resistance to bending (Hlexibility test)

The apparatus (Schildkneche) machi-
ne) consists of one or more pairs of cylinders, set up so that-the centre
lines of each pair of cylindres are in alignment, The cylinders have an
outside diagmeter of 25 mm dand 1 ¢ylinder of each pair is able to effect an
altemating movement of 13 mm oléng its centre line at o rate of 500 cycles
per minute. When o pair of cylinders is in the wopens position, the ends of
each pair are 19 mm apart ; while in the «closeds position, this distance
is &-mm:

Clamping rings are provided to fixthe
test pieces fo the cylinders.
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The manufacture of the sheets and thair
fittings, also the method of fixing the latter, should conform to the provi-
sions of § 3.2 of this specification.

4,1,4,2.2 - Dimensions

The dimensions of the sheets and the spa-
cing of eyelets shall be measured by means of theusual instruments suit-
ed fo their size.

The results to be obtained shall be those
indicated in §2.2.2.1 and 2.2.2.2 of this specification.

4.1,4.2.3 . Resistance to tearing of the weld

The method of testing,-alse the preparation
before and during the tests, shall be those used and described in
5 4.1.4.1 3. of this specification,

The longitudingl centre line of the fest
piece must coincide with that of the weld. The width of the weld is noted,
The weld is notched at one ‘end, leaving at least 180 mm of the welded

part intact.

The separate ends of the test piece dre fix-
ed in the jaws of the test machine, and the machine is adjusted so that the
tensile force is uniformly distributed.

The separation force over a length of 180 mm

is recorded.

The average of the centre half of the graphs

is noted,

The result to be obtained shall be that indi-
cated in § 2,2:3.1 of this specification.

806
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4.1.42.4 . Resistunce to pulling out of the eyelets and
Il;lng tabs, and resistance to tearing of the
em.

. The method of testi hall
described in §4.1,4.1.3 of this specification, ing shall be that used and

The width dimension of the test pi i
' _ - test piece-with
a smc__:;le ‘rhl'ckness of fabric must be secured in the fixed jaw of the tensile
lr.'nuc:mel, w};ll'rh the eyelet or the ring of the tab aleng the tensile axis, A
ook suitably secured in the movable jgw must be placed | :
i &
the ring of the tub. | placed in the eyelet or

The resufttc be obtained shall gy
cated in §2.2.3.2 of this specification. © obtained shall be that indi

4.1.4.2.5 . Imperviousness to water (on welded parts)

The method of testing i i

g impé&rviousness to
water on the welded parts must conform to the provisi
e provisions of IS0 Recommen-

. The sheet test pieces shall be subjected to
an instantanesus pressure of 20 kPa, followed by a pressure of 10 kPa for
5 minutes,

_ The results té be obtained shall kb in-
dicated in § 2.2.4.1 of this specification, ined shall be those in
4.2 - Conclusion of the inspection

. Any: resulf of a check or test which does not conform to the pres-
cribed conditions may lead to rejection of the cerrespanding baich.

. Fr?sh tests at the request of the supplier may only be carried out
with the pricr agreement of the purchasing Roilway.
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The representative of the purchasing Railway may, at his own dis-
cretion, select the sample for the check tests either from the article from APPLICATION
which the original test pieces weré selected, or from other articles form-
ing part-of the bateh inquestion. )
9P A All Railways in the Union.

The check tests must be carried out in accordance with the
provisions of this specification,

if only one of the test pieces of the check testsdoes not give re-
sults conforming to the provisions of this specification, the batch must : .
be rejectad,

RECORD REFERENCES
5. DELIVERY , Heading under which the question has been dealt with :

- Question 5/ 5A/FIC : Revision of UIC. Leaflet 806-«Shesss for
The sheets shall be delivered folded and rolled in sccordance protecting loads ‘on open wagonss.

ith the visi f & 2.2.6 of this specification
with the pravisions ot § o [ pecitt (3ub-Committes for Specifications - Paris, January 1975),




