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Certified for PFCS Communications.  The equipment can be connected to plant network when plant personnel are involved. 
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Hardware: 

Black Box (Q2 PFD)

OS:


N/A

Software Version: 
1.0.0

Type of communication: TCP/IP and RS232

Keep Alive String: CE ELTR.Q2/PFDv1.0.0

Device acts as a black box converter for click wrench devices in the plant.  These devices are similar to torque tools, but do not send actual values, they only send Pass or Fail.  The CE PFCS Qualifier takes the pass/fail information given to it by the click wrench tool, converts it to a PFCS format message, and passes it to PFCS.  Info is sent in the form of a torque result, but all data values are zero.  Only valid info in message is Pass/Fail, and plant PFS should set their system up to interpret it as such.

No VIN numbers are sent with data.  This tool must be sequenced by PFS/PFCS.

Items Encountered in Testing:

1. Timeout value on delay between retries would originally not go below 5 seconds.  Since it is more likely that the plant would want to decrease the delay rather than increase it, I requested that vendor make delay go down to a minimum of 1 second.  He made this change, and it was verified as working.  (Fixed – Version 1.0.0).

2. Number of retries was configurable on the box, but the term retry was misinterpreted.  If the box was set for 3 retries, the box would send the message a total of 3 times, when it should actually send the message 1 time plus 3 retries (for a total of 4 tries).  Asked vendor to make change so that the retries selected on his display is consistent with our definition of the term retry.  Vendor made his change, and number of retries selected is now consistent with PFCS expectations.  (Fixed – Version 1.0.0).

3. After tool had disconnected and reconnected on ACK timeout, the first message sent after reconnect was sent with sequence number 000000, when it should have been sequence number 000001.  Vendor fixed this, and change was verified. (Fixed – Version 1.0.0).

4. After disconnecting on ACK timeout on a keep alive, the tool locked up and would not reconnect to PFCS until a button was pressed on the tool interface.  It was programmed to work like this due to a misinterpretation of the Spec.  Asked vendor to change it to automatically reconnect without input from the operator.  (Fixed – Version 1.0.0).

5. Tool was disconnecting and reconnecting after the retries expired on a NAK-B.  As long as tool is getting a response from PFCS, ACK or NAK, tool should not disconnect.  Asked Vendor to take this disconnect out.  (Fixed – Version 1.0.0).

Note:

1. Testing performed is based on current Architecture and Available information.

2. Tested for single port communications.

3. Any production problems that may arise pertaining to the driver (process issues) are the Vendor’s responsibility to resolve working with the plant personnel.  

4. Tested using PFCS test server software, and with an Atlas Copco Click Wrench Device
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