	Factory Production Control (FPC) for CE Marking

prescribed forms
1 von 6
	[image: image1.png]






2.2 Order-related test instructions
	TI-PD-02
Inspection of façade fabrication

	Production sequence
	Prescriptions for the FPC

	1       Station for sawing
1.1
Cutting mullion profiles to length
1.2
Cutting transom profiles
1.3
Cutting presssure profiles
1.4
Cutting cover profiles
1.5
Cutting reinforcement profiles to a length of 500 mm for mullion scarf joints and vertical mullion expansion joints
	FPC
The components to be processed per day should be set as lot size N (number of frames).
Prescribed form PF-PD-01 should be used for the documentation.
The inspection at the machining centre is not necessary, since the controlling device inspects the operational sequence at the processing centre I.*
*Example for individual adaptation by the company.

	1.6
Cutting aluminium profiles for junction to structure
1.7
Cutting plastic thermal break profiles, e.g. No. 196060
1.8
Cutting plastic thermal break profiles for junctions to structure, e.g. No. 196077
	

	2
Station for notching saw/Notching milling cutter
2.1
Notching of transoms
2.2
Notching of vertical subdivision
2.3
Notching plastic thermal break profiles
2.4 
Notching plastic thermal break profiles for junction to structure
	


	TI-PD-02

Inspection of façade fabrication

	3
station for punching, drilling, milling                      Profile Processing Centre (PPC)
	See survey “Templates and punching tools”
	FPC
Inspection should be carried out at the beginning of shift and after the work shift break.
Prescribed form PF-PD-02 should be used for the documentation.
Tolerances for the position boreholes/punching for connectors should be limited to ±0.15mm
The lot size for inspection of manual punchings, drillings and millings is the number of processed profile pieces!*

*Example for individual adaptation by the company

	Punching:

3.1
Piercing (punching or drilling) transom connection boreholes
	
	

	3.2
Drilling boreholes in mullion profiles for connectors
3.3  Drilling connection boreholes in mullion
	
	

	3.4
Drilling connection boreholes in mullion at the expansion joints
3.5
Drilling connection boreholes in mullion at the anchor junctions
	
	

	3.6
Drilling supplementary boreholes in pressure profiles (each 50 mm from the beginning of profile bar)
3.7
Drilling central drainage boreholes in mullion pressure profiles, at the top in upper mullion
	
	

	3.8
Piercing (punching or drilling) profiles for junction to structure
3.9
Punching drainage slots in pressure and cover profiles for   2 m transom profiles, each 1x in the centre
3.10Milling for mullion-transom joint
3.11Milling cross slots for the junction to structure foil in bottom mullion at the bottom and at the top in top mullion
	Milling

	


	TI-PD-02
Inspection of façade fabrication

	4.
Station – mounting connector
4.1
Setting connector on the mullion profiles
4.2
Setting connector on the transom (vertical subdivision)
	
	FPC
The mullion-transom connections fabricated per shift should be set as lot size N. The inspections should be carried out uniformly distributed over the entire shift.
Prescribed form PF-PD-02 should be used for the documentation.
The inspections should be carried out with suitable test equipment.

	4.3
Setting the respective scarf joint connector into the bottom mullion profiles and screwing
4.4
Inserting the respective scarf joint connector including accessory for vertical expansion joint into the top mullion profiles and screwing
	
	

	4.5
Inserting anchor counter plates into the inner mullion cavities for mounting anchor and screw anchor parts
	
	


	TI-PD-02
Inspection of façade fabrication

	5.
Station for cutting gaskets, mounting gaskets, cutting sealing sheeting
5.1
Cutting inner glazing gaskets, execution options:
· Metre ware with butt-joint 
· With moulded gasket angles and metre ware
· with vulcanized gasket frames
	
	FPC
The mullion-transom connection fabricated per shift should be set as lot size N. The inspections should be carried out uniformly distributed over the entire shift.

The number fabricated per week should be selected as lot size for inspection of foil junctions.

Prescribed form FB-PD-04 should be used for the documentation. 
The inspections should be carried out with respective test equipments specified for these inspections e.g. measuring tape for gasket length and overlapping.

	5.2
Insertion and cutting of inner expansion joint gasket into the groove of expansion joint mullion profile. Pre-assemble the glazing rebate sided gasket on counter profile. Better is to insert the metre ware gasket at the site (continuous gasket)
	
	

	5.3
Inserting and cutting outer glazing gasket into the groove of pressure profile.

Continuation:
· cutting gasket
· mounting gasket
· cutting sealing sheeting
	
	

	5.4
Cutting gasket 190301 and insert into the groove of profiles for junction to structure e.g. 135177, 135178
	
	

	5.5
Cutting sealing sheeting, optionally 190046, 190107, 190108 with additional overlap length (approx. 200 mm)
· Cutting with gasket scissor
· Cutting with knife
	
	


	TI-PD-02
Inspection of façade fabrication

	6.
Station for mounting single unit
6.1
Position mullion profiles on assembly table (frame)
	
	The mullion-transom connections fabricated per shift should be set as lot size N. The inspections should be carried out uniformly distributed over the entire shift.

The number fabricated per week should be selected as lot size for inspection of foil junctions.

Prescribed form FB-PD-02 should be used for the documentation.


	6.2
Position and press in transom sealing pieces e.g. 192221 into mullion groove
	
	

	6.3
Mounting insulation strips e.g. 196060 on transom profiles
6.4
Place transom on sealing pieces in mullion profile or on connector in the specified position
	
	

	6.5
Connect transom and mullion with screw 4070241
	
	

	6.6
Setting central drainage parts in mullion, position and sealing in the specified places. Mount insulation strips on the screw channel of mullion profile.
	
	

	6.7
Mount inner glazing gaskets e.g. 190280, 190286 and seal joints or seal in area of mullion transom joint and press in vulcanized gasket frames
	
	

	6.8
Complete transom at the base and top point of single units:
· Mounting profiles for junction to structure
· Mounting sealing sheeting and
· Sealing joint zone contours including outer contours of base and top point of transom on the inner side

	
	


	TI-PD-02

Inspection of façade fabrication

	7.
Station for providing small parts for transport and assembly at site
7.1
pack single façade units for the transport
	
	The number of structural components per week, ready for dispatch, should be set as lot size N. The inspections should be carried out uniformly distributed over the entire week.
Prescribed form FB-PD-11 should be used fort he documentation.
Especially, the marking of structural components and the completeness of delivery documents should be considered.

	7.2
Prepare single and small parts of façade (pressure profiles, cover profiles, plastic insulation strips, gasket profiles, supporting shims and glazing materials, WICTEC AN anchor parts etc.) for final assembly at site.
	
	

	7.3
Compile insulation material, fitting strips, edged sheet aluminium claddings, aluminium ledges and sealing compounds for completion of façades and junctions to structure into transport units. 
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	FPC
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