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	TI-PD-04
Inspection of door fabrication

	1 Station – sawing
1.1 Cutting frame profile to length,

1.2 Cutting sash profiles and double casement profiles
1.3 Cutting transoms, glazing bars, bottom rails, threshold profiles, supplementary profiles and glazing bead profiles. 
Self-cutting of corner angles by necessity 
Cutting of all junctions to structure additional profiles
1.4 Cutting aluminum strips for sealing sheeting
1.5 Cutting plastic profiles 4030031, 4030031, 4030033, 4030035, 4030037 and others
1.6 Plastic thermal break profiles for junctions - e. g. Nr.4030041, or similar

	See for example: 
Cutting lists and VAR WICSTYLE: 


	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 fort he 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.


	TI-PD-04
Inspection of door fabrication

	2  
Station for notching saw / Notching milling cutter
2.1 
Notching transom, glazing bars, bottom rail and rebate 
widening profiles
2.2 
Notching frame profiles, as required for butt-joints
2.3 
Notching supplementary profiles of meeting stiles (double 
casement profiles). Notching leaf and bottom rail 
supplementary profiles


Notching plastic profiles if required.
2.4 
Notching plastic thermal break profiles for junction to structure

	See VAR WICSTYLE:


	FPC
The components to be processed per day should be set as lot size N
Prescribed form PF-PD-01 should be used fort he 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.


	TI-PD-04
Inspection of door fabrication

	3  
Punching/Drilling/Milling:

Frame profiles:

3.1 
Punching/piercing corner connection boreholes in 
frame profiles
3.2 
Punching/milling drainage openings in frame, transom 
and bottom rail profiles
3.3 
Drilling for threshold junctions
3.4 
Drilling fixing boreholes in single profile bar for door 
hinges
3.5 
Milling recess in area of striker plate, electric door 
opener and as necessary shoot bolt or panic look keeper
3.6 
Drilling of through bores in frame profiles for junction to 
structure with push-through dowels
Leaf frame profiles:

3.7 
Punching/piercing corner connection boreholes in leaf 
frame profiles
3.8 
Punching/milling pressure equalization openings in 
glazing rebate, bottom rail and leaf profiles
3.9 
Drilling fixing boreholes in single profile bar for door hinges
3.10 
Drilling/milling recess in single profiles bar for lock, lock cylinder, passage for square spindle and fixing handles  on single profile bar.

3.11 

Cutting the required shoot bolt rod to length

	See VAR WICSTYLE:

Fittings Installation Plan Workshop Manual

Workshop Manual

F.I. Plan Workshop Manual
2/1-2/7
20/1-20/11
31/1-31/14
	FPC

The components to be processed per day should be set as lot size N
Prescribed form PF-PD-02 should be used fort he documentation
Tolerances for the Position boreholes/punching for connectors should be limited to ± 1,5mm.
The lot size for inspection of manual punching, drillings and millings is the number of processes profile pieces!*
*Example for individual adaptation by the company.


	TI-PD-04
Inspection of door fabrication

	4. 
Station for cutting gasket, gasket assembly
    Gasket profiles:

4.1 
Punching/cutting gasket metre ware e.g. 4010107,


4010102, 4010105 among others
4.2 
Punching/cutting threshold gaskets 4010102, 4010186 

4.3 
Cutting sealing webs for junctions to structure

	See VAR WICSTYLE:


	FPC
The frame connections fabricated per shift should be set as lot size N
The number fabricated per week should be selected as lot size for inspection of foil junctions
Prescribed form PF-PD-03 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 lengths and overlapping
Gluing should be carried out only with sealing compounds and adhesives approved by the system company


	TI-PD-04
Inspection of door fabrication

	5 
Station – frame assembly:


Frames:
5.1 Mounting door hinge parts on single profile bar
5.2 Smear glue on mitre cut surfaces
5.3 Join profiles with expanding corner angles, secure with injection drive bushes, crimp mechanically or fix with conical screws. For door units with transom/glazing bar subdivisions first close the transom/glazing bar connections prior to joining frame with corner angles
5.4 Stack frames and inject glue. Seal transom and bottom rail joints, set in centering corner angle by necessity
5.5 Check glue residue and clean if necessary. Screw the necessary frame supplementary profile. Fix threshold profiles with appropriate threshold connectors and inject glue
5.6 Using moulded gasket angle e.g. 4020138. Smear contact surfaces with EPDM glue and attach to the stop gasket metre ware by pressing firmly. Check the seating of stop gasket lip

	See VAR WICSTYLE:

Fittings Installation Plan
Workshop Manual
	FPC
The frame connections fabricated per shift should be set as lot size N. The inspections should be carried out uniformly distributed over the entire shift
Prescribe form PF-PD-02 and PF-PD-07 should be used for the documentation



	TI-PD-03
Inspection of door fabrication

	5.7 

Cut (punch) threshold gasket to length e.g. 4010102 or 
4010186 and impress into threshold profile
5.8 
Seal threshold joining zone to threshold connector
5.9 

Position and fix all frame sided accessories and fittings
  Leaf frames:

5.10 
Mount door hinge parts on single profile bar. 

5.11 
Smear glue on mitre cut surfaces
5.12 
Join profiles with expanding corner angles, secure with 

-injection drive bushes, -crimp mechanically or -use 
conical screws
5.13 

Use mitre joint centering angle e.g. 4050150, 4050160 by 
necessity
5.14 
Stack frames and inject glue
5.15 
Check glue residue and clean if necessary
5.16 

Seal profile joints, crimping marks or open drive bushes
5.17 

Using moulded gasket angle e.g. 
4020137/4020138.Smear contact surfaces with EPDM 
glue to join with the stop gasket metre ware e.g. 
4010107. 


	Siehe VAR WICSTYLE:

F.I.Plan Work.Manual 2/1-2/7

See frame assembly
	FPC
The frame connections fabricated per shift should be set as lot size N. The inspections should be carried out uniformly distributed over the entire shift
Prescribed forms PF-PD-02 and PF-PD-07 should be used for the documentation


	TI-PD-03
Inspection of door fabrication

	5.18 
Join stop gasket metre ware to the moulded gasket 
angle and press firmly. Check the seating of stop 
gasket lip
5.19 
Insert and fix the remaining accessories
5.20 
Mount swivel action bolt and operating handles
5.21 

Set in sealing and head pieces and impress the 
remaining stop gaskets and covers
5.22 
Slide in and fix shoot bolt and locking parts
5.23 

Impress outer gasket all around, cut to length and glue 
joint at top with EPDM glue. Check the correct gasket 
seating in corner areas
5.24 
Place glazing shims according to opening type
5.25 
Mount glazing beads cut to length with spring pieces e.g.  
   
4020006 at the ends and in the centre of glazing bead   
   
Check seating of glazing bead at the joint
5.26 

Mount leaf frame on frame and connect to one another with hinges
5.27 
Check the closing function of door leaf and fittings.  Grease accessible moving parts as required.
5.28    For doors in escape and emergency exit ways check the ease of operation and absence of jamming.

	See VAR WICSTYLE:


	


	TI-PD-03
Inspection of door fabrication

	6
Station for providing small parts for transport and assembly at site
6.1
Pack single door units for the transport
6.2
Prepare single and small parts of door (fasteners, snap profiles, plastic profiles, gasket profiles, supporting shims and glazing materials etc.) for final assembly at site
6.3
Compile insulation material, edged sheet aluminium claddings, sealing compounds for terminations of doors and junctions to structure into transport units
6.4
Provide drainage covers (weep hole covers) e.g. 4040026, 4040027, 4040028 which are snapped into units after the assembly at site
6.5
Provide parts for junctions to structure such as cut additional profiles, edged sheet aluminium, sheet metal for ledges, plastic thermal break profiles, sealing sheeting including accessories, adhesives and sealing compounds
	
	Ready for dispatch, the number of components per week should be set as lot size N. The inspections should be carried out uniformly distributed over the entire week
Prescribed form PF-PD-07 should be used fort he documentation
Especially, the marking of components and the completeness of delivery documents should be considered
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	FPC
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