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VPG software, guides your production




VPG software, guides your production

VPG Software (Mode 1: Stand alone station)

can be as simple as Operator Guidance:

» Station Operator guide

* Training tool for new operator

* Connect other vendor tools to Operator/visuai guidance
« 20 different tools can attach to a station

* Simple error proofing in station for all tools

i VPG / V. 2609 - DBA 1/ STATION: STATION 01 / USER: Admin - DEMO MODE - CPU SPEED: ~2.5 GH- - CEER
CesEsxsxqilliB~rrowe T @0 =
321446675 / VARIANTE 01 / OP02 (5 Nm) / Operation 02 WG o O =
- Re: o Infos. =

sding Operation




VPG software, guides your production

VPG Software (Mode 2 : Data collector)

Data collection with:
* Oracle
*  Microsoft Access
* Microsoft SQL Server
e SQlite

* Any SCS Concept tool can report

*  Multi-brand tools through Open Protocol can collect
data, show HMI or Operator guidance, and error
proofing in station. . .

* Some proprietary protocol like Cleco & AMT, etc o B8 AMT
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VPG Software (Mode 3)

Production

Full production line control




Production: Rework bench link to VPG

DB SQL or Oracle

Production line link to our VPG+

* Data Collection "
*  HMlI solution v
* Plant management Manager PC

¢ VIN management b i
* Global overview '
¢ Alarm management = v

*  Export XML management
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Production:

Rework bench link to VPG

DB SQL Oracle

E Not Tightening Nok

Manager PC
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E\ v

When a tightening is detected - and the operator can not retry, we can
use our connected rework bench to redo the tightening

-



Production: Rework bench link to VPG @?

Manager PC

b 5
E& v

Rework bench
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Production:

Rework bench link to VPG

DB SQL Oracle

v
Manager PC
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Rework station
Redo Nok tightening and send the new
result to the Database







Quality: with FTY bench L
. DB SQL Oracle m

FTY bench connected to SQnet + and VPG+

A
. Manage the frequency of control ~ tttereeseessssacaseeecesee s i
» Statistic analysis of the tools :
*  Production line quality improvement v : :
*  Reports and statistics ManZBeT RO : M
*  Structured data and traceability ' '
*  Connectivity with all SCS reporting capable —
products m ”))f'"#
*  Custom functions per customer need

* Alarm management




DB SQL Oracle

v
Manager PC

npEm

When the bench control a tool on the production line, the Sqnet+
software is linked to VPG+ to share the data collection and send an
alarm if ever the tools controlled is Not Okay
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The FTY bench is design to control any tools from production line and to
send the data to Sqnet+ to be able to react on live if a tool is detected Nok

» Tool test: wrenches (electronic/digital, click), pneumatic, electric and
battery tools, pulse tools

e Statistical Process Control: Measurement of machine capability (Cm,
Cmk) and X, R charts

¢ Test according to ISO 6789, 1SO 5393 & VDI

* Fast and easy setup

¢ Click point auto detection feature for click wrenches

¢ Comparative test capability

¢ Mechanical wrench loader for torque wrenches

e External transducer connectivity for special tests

¢ Standalone programming or program with SQnet+ quality management
software

* Joint editor for non-linear joints “multistep simulation”

If a tool is detected Nok and you can
adjust it, you can do it on live to restart
production quickly.




DB SQL Oracle

v
Manager PC

npEm

A tools was detected Nok with the bench FTY, all product since the last
control of tools are now Report NOK on VPG+.
You will need to use the Rework bench to redo all the tightening report Nok

R



v
Manager PC

b E
EJ v

@.,»ﬁél




DB SQL Oracle

v
Manager PC

When all product report Nok are rework with the bench, the status change
to Ok and you can delivery this product to your customer with a full
traceability

"



Process

Integration of Process control on the production line, SPC management from Sgnet+ or VPG+ can help youn
to analyze if the torque applied on the assembly joint with the tool is Okay or not




DB SQL Oracle

SPC Management

*  Check the assembly joint result with Residual
torque or other strategy

* Residual torque check on a production line

* Route and job management via software (SQnet+
or QS Torque)

*  Wireless programming

* Data traceability

* VIN management

* Connected to Sgnet+ or VPG+, manage alarmif a
joint is detected Nok

A4
Manager PC




Process

DB SQL Oracle




Torque/Angle 14/09/12 1207 5

) - |

] 2.8
fAngle

Torque = 16,157 fngle = 8.6

Detect if the torque applied on the assembly joint
fulfill the customer requirement




Process

DB SQUL Uracle

v : -
Manager PC - A 4
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A joint was detected Nok, all product since the last control of tools are now Report
NOK on VPG+.
You will need to use the Rework bench to redo all the tightening report Nok
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DB SQL Oracle
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Data analysis




Data analysis

Production | Quality
Rework Process




Data analysis

Result with Filter Cp / Cpk

Trace comparison




Data analysis

[
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1St | 1600 wst 24,
Range 581

values chart X/R Chart Customized
Gauss & values chart your tolerances

Statistic control : X, R charts, Cm-Cmk / Cp-Cpk histogram and all the values graph.
Other test type : Cm-Cmk / Cp-Cpk report, 1ISO 6789 and ISO 5393 report.
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Typical areas of use in production

+ Brake lines

* Replacement of crowfoot tool & tubenut power tools
* Fuelrails

* Hydraulic Lines

+ Bearings (Rolling Torque, gauging applications)
*  Oil Pump

+ 02 censors

+ Alignment pits

+ Smart-Breakaway application in production

« Temporary backup for power tools

* Repair/rework functions

+ Torque + Angle joints

* Hard to reach/access applications

Main Market

+ Automotive

+ Aerospace

+ Military

» General industry like truck,

MotorGyele

Aerospace
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Heavy Truck

Large Power Train




- CUSTOMER REFERENCE

FORD INDIA More than 150 workstations (COMPLETE SYSTEM - Client Server)

AUDI GYOR More than 30 reworks bench station to repair the motor in real time on the production line.
MAN Germany Main software for Data collection and assembly process management

HOMME South Africa, Main software for Data collection and assembly process management

BUGATTI France Main software for Data collection and assembly process management

SAFRAN et VW Pamplona More than 4 rewoiks bench stations

SAFRAN CPD More than 4 workstation managing Wrench and Power tools

Mercedes Diisseldorf, Berlin et les USA more than 60 workstations

BMW Munich and Steyr (Austria) More than 45 workstation

MERCEDES BRAZIL - Truck: more than 40 workstations.

IVECO , Turin more than 50 workstation Tracking & Traceability Management System Manufacturing I.T.
MTU more than 40 workstation

Alstom France / Brazil

COLLINS AEROSPACE France 10 stations + 16

Etc ............




Workstation SPC control solution

Ref : 102 21 9002

Compare Torque apply by the production tools with the quality value (Residual or other strategy)

Manage a campaign of control at your workstation and do some statistical analysis

Description

[Seguenza imoll]

Group

Models

= W customer
o (W] & ALFA GIULIETTA
I modetes
| DI moiete

@[] ALFASTELVIO

Sequence type
(O Production O Rework

Seguence mode Sequential

Allow the selection of the operations

Station

PLC Program/Channel Job name

(® sPC

Show progress

Timeout (seconds)

e
Position program Job name - F3:

[T] Add a logical operation on socket change

=

2 sewor

_« PRODUCTION

= o

Batch mode

AN RERR®
@eeeoeeeeeD

EN I

Control sequence

Sequenza Imola

= D ‘OPERATIONS - Smart breakaway

i fore - €
1122334455667788 | TEST - Smart b

[C] 1/10 - smart breakaway [cH 0]
[) 2710 - smart breakaway [cH 0]
[C] 310 - smart breakaway [cH 0]
[ 4710 - smart breakaway [cH 0]
[T 5710 - Smart breakaway [cH 01
[C] 6/10 - smart breakaway [cH 0]
[C) 7710 - smart breakaway [cH 0]
[C] 810 - smart breakaway [ct 0]
(] 9710 - smart breakaway [cH 0]
[] 10/10- Smart breakaway [cH 0]
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VPG+ : Option

Workstation VPG+ check the operation version and store all update
Ref : 102 21 9007

With this option, you will be able to understand the last update that you do on each operation (Task) and compare it.
Follow the date and the name of the operator who change the operation

Operations Global traces sition | Saved traces and sitions|

PP O E S

Operations

Gperation data
Operation 1D
Torque

Nominal torque
Minimum torque

Maximum torque

| § 00008 Abschirmblech Radertrieb 06R Nominal angle °
ooae Oispritadiisen 12V Minimum angle 0 0

o 0 O SR TS Y O RR Y

=




VPG+ : Mins functionalities

1. VPG+ Structure

2. Model & Variant : How to manage the operations

3. How to manage the Update of all stations

4. Communication protocol available between VPG and the other customer software like MES, PLC, Data

5. Manage all other option like : Positioning system, geclocation, socket tray, etc

6. Alarm management : How and to who we send email when we have some alarm, which type of alarm, etc

7. Manage 2 VPG license in one computer with 2 screen, manage external large screen , etc

8. Live trace

9. Manual interface Human machine => our ability to build an operation without any tightening, just a human
validation

10. Automatic XML export ?7??
11. Operation comparison




Production Line
1

|

Production Plant

Stationl ——

Model + Variant : VIN number

Operations

Tools management
Tightening strategy
Accessories

Ect

v

Station 2

}

Station XX

Production Line

Production Line

2 2
Station 1 Station 1
Station 2 Station 2

v L

Station XX

Station XX
End of production line /

Global report




Model & Variant : How to manage the operations

Model : VM car

KR Modify variant JOB 1 -
Generaldata jdentification strings

Variant

<

[Model 1 for FTGHE -

[¥] Active variant

EE Modify variant JOB 1
General data Identification strings

—
X

TGHU***UY9**7BH r'gd

e r—

| ——Variant Definition

+

String management
/

VIN format. It Is possibie to use the tollowing speclal characters:

? all characters

# only digits

!only letters

* any string with any length

Examples:

ABC?? — accepts ABCTS, AAASS

##l — accepts S56ER, 99AA, 13WE

AB*12 — accepts AB284TRW5434512, AB12, ABG12
"AB"12 — accepts USFH34ABYWRG8734312

Operations Link to the Model/variant

Image link to the variant

Identifier Description

’m | |4 screw at 20 Nm

Points nr.

Wominaltorgue | 20.00|Wm - [ Mustbe reached
Class wweow v 4
Minimum torque 18.00 Maximum torgque 22.00
Mot [ 1000

Nominal angle ﬁ| [] Must be reached
Closs (one) ¥+
Minimum angle Maximum angle

[] allow manual results input
Trace after results l‘l;.uer

[] Hide points on pictures

["] show the error popup to the operator

=




Manage the update of all your stations are one of the key parts of your Job. Now, how to do it and what are the

options to do it

* What are you able to update with VPG+ :
Software version of each station
VPG+ Configuration of each station
*  When : Manually or at a dedicated time
* Versioning management : Yes, if you take the option, we
can manage the versioning of each operation with the
date/time/user who change each parameter

VPG+ Software update
tstation Selectianguage IPM barcode BT Module initialization Utilities Miscellaneous

=== st eamege——
I = Options
E=] | Fuswwdboaluuﬂusﬂ&uureupdate - [***]

te ||

Update Station database One per one Or globally

e stations (6] Offine stations (2)

STATION 02 [2)

[

2654 o

STATION 03 [5) 1854 "o
24654 el

2854 o

[£]

Operations
00008 - Ver. 1 00008 - Ver. 2
Abschirmblech Radertrich 06R
Operation data
Operation ID
Torque | Nm =
| torque. |5 nm 6 Nm
torque 3 6
torque 7 6,6
Threshold 25 3 ]
Nominal angle 30° 30° e L
angle lo o Versioning management




4. Communication protocol with customer Database

software like MES, PLC, Data

Coming soon




5. Accessories management

— ) )
Yy

(%
B -

Easy to setup through VPG+

o
Subset. ] “ Teel 1 v
nfo

I_l: EI_I'—-*M | EX—
| S
— S

Android device

End of production line Where are my products ?

R




6. Alarm management

Error code management : When inside a station or the production line you have an error, like

84 SQnet + Collector

Sort by... [l.nulm- V] Status filter: [(A.) 'J
Last check: [[108/06/2015 v [[]14/06/2015 v MNextcheck: [[115/06/2015 ~ [[21/06/2015 ~
B i i B (o 2 ook
e =T . L ) ¥, |

T8 22 15,132 20868 10421 |

Error Code Test aborted by the oper... @
[ No Error 1 Torque
[~ Tool disconnected during the test

[™ Test executed on the wrong transducer
I Test aborted b perato

[ Tool not ready for the test

[™ Control instrument bad settings
!_Tﬁtmnm




7. Multi Licnse solutions

Manage 2 stations with one computer with 2 screen and 2 VPG+ licenses, manage external large screen, etc

1 e (F]

Screen per station ' . ' ST Screen per station

-/

A computer with VPG+ license's are able to
manage more than One station to reduce the
cost of investment on computer and accessories.

A computer with 2 VPG+ licenses and 2 screen
will manage 2 stations with all accessories




With this option, the operator can see the trace in

_— real time on the computer screen and stop to tight

f
xl Target torquew
and limits

| when the trace change from Blue to Green.

1
L J

Real time
trace

Progression S
bar

Target value
Reach

' Target value
Low

. Target torq

1 ue
| and limits

This is really helpful to be able to use a large screen
to understand how and when the target value is
reach.

: Target value
To high




Sometime, you need to add some operation without any power tools, just to add a step on the process and use the
operator validation to justify that the job is done. VPG+ is able to manage it and link it on the Model/variant

Images — External ID:

Add an operation

Add a picture if needed

Tahoma - 14 - Hred B ENEN EE
ki

Font L
y then the bolt paying attention to aling the braket with the gear
h

ousing|

Add the instruction
for the operator




NQ 10. Automatic XML report

L

Concept

After each tightening we can send to a specified folder a customized xml frame to store all data

<Taml version="1.0" encoding="150-8859-1"75
=info Type="CycleStoppad =
ciharameters Rasult="1" Complatad="1" CyclkaStop0T="2015-123232 123:33:50" CyclaStart DT="0015-17-33
13:32:00" SequenceTypa="2" Seguencelame="01_Fix emglne’ Var zathiam o ="Standard engine
VINCode="151" VIN="345TGRGERSITWI4"/ =
- 0perations=

< paration AddSPCResS="0" Has5PLResY="0" AddSPCResd="0" HasSPCRasd="0" AddSPCRes3="0"
HasSPCRe=3="0" 4EdSPCRea?="11" HasSPCRe=2="0" AddSPCieal =" HasSFCRes1="0" Addfes5="0"
HasRes5="0" aAddRas4="0" HasResd="D" AddRas3="0" Hasresd="0" Addres2="0" HasP=s2="D"
Addfeql="0" Ha=Reg]l="0" SPCRESIRDT="18991T3IN0D0000" S@Ceatne="-1" SPCAddReqitg=""
SECAnglePeak="0" SPCTarguelaak="0" SPCARgle="0" SPCTargee ="0" SPCMethod="0"
SPCHMax Torgue="0" SPCMENTomue="0" SPCRomTorgue="i0" UEIIEH:.STCE"L":'Mﬂin" FociSH="BARCODE
REABER' Crv="" HazsCurveSPC="0" HasCurwe="0" Tolgnor=="1" Lockad="1"
MewfasulfDT="201512232133206" LastResultT="20151 2321 33209° crmrioda="0I"
CycleResultsCounter="2" GlobalResult sCounter="2" Alréad Tightenedrlan="0" Statis="1" OveralloK="1"
ValweZOH="1" valsellK="1" BarCode="1111aa" value2="0" yaiugl="0" MaxRsmizs="0" frgRr="00"
Toolr="1" TOSH="0" AllowManualResultsinpui="0" Logica OperationdnkyLosaBaton="0"
BarCodeMask="111FAA" Mazvalue2 ="0" Minvalue2="0" MUI42="0" Nomalu=? ="0" Threshald="0"
Haxvialuel="0" MirMaluel="0" MUld1="44" NomValuel="0" Controlcthed="4" OparationType="1"
MpZfRcints="1" Pointhir="1" Operatoninstrections="{ Y rtfl\ansi\ansicpg1 252 deffoy dellang 1 040
UifontthH\ fohfnil\fcharsetD Tahoma; 1} {(oolorthl redn' green255 sl 55, \redl greant
Shlual; T Yviowkindd ', pol \pardyofl Wb L0 fe24 Scan VIN on tho sida of (he partycf e s
Wpor }" OperationDescription="5can ¥IN® Opasrationldentifier="BB01" ">

wikperation AddSPCResS="01" Has5PCRes5="0" AddSPCR=a4="11" Ha=s5PCRas4="0" AddSF{Rm=2="0"
HasSPCRes3="0" AddSPCRes2="0" HasSPCRes2="0" AddSPCRes]="0" HasSFTR=:1="0" Addfess="0"
HasRes5="D" AdidRas4="0" HasResd="0" AddRes3="0" HasRes1="0" fAddRes2="0" HasRa=r="0"
AddRasl="0" HasResl="0" SPCResultDT="18991 230000000 SACStatus="-1" SPCAddResuits=""




11. acknowledge fault management

In VPG+, after a Not OK result the tightening operation must be repeated.

If one Tightening is Not OK, one (or more) other tightening must be repeated:

Source operation




= = In red, the

|o0o16 |ovo1z (| |ovo1s | . .
Gear 03 04 05 _—] d ff h
e — ITference wit
Torque Nm Hm 71 |um
inal torque 12 Nm ] [11um | 1[[s€hm the Other
Minimum torque 8 8 [l |e5
torque 12 12 || 105 i
Threshold 6 55 N5 Operatlons
inal angle 30 [ [z0= 30°
Minimum angle o | |24 ] |
i angle 7] [a6 [E] £
Instructions il
FTA - PROD Y ] [
ing type Torgue with angle [ |[Torque + Angl [C1]] Torque with angle
Min angle to min torque [ [ 0°
Min load Dum [ [onm 0Nm
Short timeout torque 0 Nm || |{oNm 0 Nm
Short timeout angle 0° 0° 0°
torque 0Hm 0Nm 0Nm
angle 0° o° 0°
Start opening oNm oNm oNm
Open change of direction 0% 0% 0%
Torgue correction factor ] ';0 0
Socket i 0 mm 0 mm 0 mm
Angle correction facto ) e 0
Flavinm raveartinn farkbae 0O e 1 oo twae =1 oo dntes =
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