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Factory Database Plan

Charge:

The purpose of this report is to recommend how the module factories will interface with the database and what information from the factories will be saved in the database. If we go with a PC based plan we need to work out where the PC's go in each factory.

Definitions:

1. Extrusion - piece of scintillator produced at the extruder

2. Strip - piece of scintillator installed in a module. Extrusions for 45 degree modules become 2 strips.

3. Factory - place where modules are produced

4. Extruder - place where scintillator is produced

Preface:

My original plan had PC's at each station during the assembly process. Bar code readers were to be used to record relevant information. The forms could be used to also record dates, times, crew ID's and comments. The only paper involved would be reports printed out at the end of the day, if the factory manager so desired. Considering how messy the various epoxies can get, no paper and pens required seemed like a good idea. This may cost more money (for PC's) and requires that PC's be in various places in the factory.

An alternate plan would be mostly paper based. There is only one thing that could not be on paper first and that is the module map. This plan has the advantage of being low tech. It has the disadvantage of needing someone at each factory to enter the data into the database EVERY day. Data entry is a time consuming job, which could introduce wrong information into the database. Information could also be lost if the paper forms are not filled out completely each day.

Pete Border has a plan for implementing the PC based system using relatively dumb PC's running a web browser. There would be connected to a smarter PC acting as a server which would collect the information and download it to the database at night. Data would be entered using web based forms which force the operator to fill in all required fields.

The bar code readers being considered are programable in that they can be programmed to insert a carriage return or a tab at the end of the scanned code. This would make it easy to quickly scan in the 20 (or 28) strip ID's in a module in the right order. This is probably faster and less prone to mistakes than trying to write them all down.

Things that could (should?) have bar codes:

1. extrusions

2. fiber reels

3. manifold parts (for inventory)

4. modules

5. module crates (mainly for tracking)

Other codes needed:

1. Factory codes (CIT, ANL, UMN?)

2. Module types (A-F, and whatever we call the 14 near detector module types)

3. People codes (to ID techs and other responsible parties in the database)

What we should keep track of:

Station
Information
Paper(?)
Purpose
Priority

Cutting
Total strip width
Y
Light case and module matching


Bottom assembly
Strip position
?
Calib, QC



Date
Y
QC



Crew
Y
QC



Module type
Y
QC, tracking


Glue machine
Epon/TETA batch
Y
QC



Fiber batch(/strip?)
?
QC, calib



Date
Y
QC



Crew
Y
QC


Top assembly
Date
Y
QC



crew
Y
QC


Detailing
Flycut-er
Y
QC



Flycut inspection
Y
QC



Date flycut
Y
QC



Detail crew
Y
QC



Detail checklist
Y
QC



Light leak checklist
Y
QC



Light leak positions
Y
QC



Date detailed
Y
QC


Mapper
Date
Y
QC



Operator
Y
QC



Map
N
QC, calib



Wire source data
N
QC, calib


The 'Paper' column indicates whether or not I think it is feasible to save the information on paper first. My preference is to have it all computerized.

All of the above would be related to the module ID.

In addition, I believe that keeping track of which modules are packed in which crate and when those crates get shipped would be helpful in the installation process.
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