I have approached this problem from a different angle than Tacy: I started from what information we would need for various purposes, trying to exhaust the possibilities.  Then, I have summarized what I found.

What we need

1. Factory

The whole purpose of keeping track of the information listed in this section is to ensure the quality of modules and for the purpose of managing a factory (marked blue).  I am proposing that this information is not automatically integrated into the central MINOS database except 1). those needed elsewhere and listed in other sections (marked red) or 2). In the future the information is needed.  The purpose of keeping the personnel ID is to promote responsibility.

1.1. Quality of modules

1.1.1. Light tightness

1.1.1.1.  Light tightening technician ID

1.1.1.2.  Light tightness inspector ID

1.1.2. Light Injection

1.1.2.1.  Installer ID

1.1.2.2.  Inspector ID

1.1.3. Wire source tube

1.1.3.1.  Installer ID

1.1.3.2.  Inspector ID

1.1.4. Light output

1.1.4.1.  Extrusion crate #, fiber spool # – to be able to trace the low light output to the parts that escaped the QC.
1.1.4.2.  Fiber gluing crew ID, fly-cut technician ID

1.1.4.3.  Module mapper data

1.1.4.4.  Module mapper technician ID

1.1.4.5.  Module mapper data inspector ID
1.1.5. Mechanical integrity:  I am not sure whether we will be able to check this at the factory without the risk of weakening the module.  So I don’t know what else should be done besides doing a tight Quality Control during the assembly and doing visual inspection for obvious problems at the end of the assembly.

1.1.5.1.  Extrusion cutter ID, All personnel ID involved in the assembly: light case cutter and former, structural glue applicator, crimper, etc.

1.1.5.2.  Inspector ID

1.2. Module properties

1.2.1. Module width

1.3. Factory management

1.3.1. Inventory

Having a scheduled inventory tasks every week, every month etc will do this job instead of keeping track of all the parts used: put a bar-code on a box of reflective tape.  Using the bar-code system to do the inventory

Is a convoluted solution to a very simple task.

1.3.1.1.  Extrusion crates, fiber spools, optical epoxy, reflective tape, aluminum rolls, structural epoxy, epoxy nozzles, fiber manifolds, optical connectors, light injection manifolds, plastic bags, tapes, etc.

2. Installation

2.1. Module mapper data – might be useful to compare with the data compared to the ones obtained at the mine.
3. Alignment and Calibration

3.1. Module width – alignment.

3.2. Module mapper data – alignment, calibration(?)
3.3. Extrusion crate #, fiber spool # - might be useful to be able to group modules that behave differently in the future in terms of these numbers.

3.4. I do not see how any of the information listed below can be useful in alignment/calibration/systematic studies.

3.4.1. Each strip number 

3.4.2. How much (in meters perhaps) into a fiber spool

3.4.3. Fiber manifold ID #

3.4.4. Optical connector ID #

3.4.5. Light injection manifold ID #

3.4.6. Reflective tape box ID #, etc.

Summary

Having done this exercise, my conclusion is that there’s not that much information that we should keep in a central database.  All of the above can be briefly summarized as,

1. The module mapper data should be kept in the central database.

2. The scintillator extrusion “batch” and fiber spool number might be useful to keep in the central database.

3. In order to ensure good quality of modules it only requires that we keep track of who has worked on each process of the module assembly and have inspections every step of the way, and check the information listed above.

4. The good old fashion way of inventory every so often seem to be much more simpler.

5. In view of such a limited amount of information that needs to be tacked, beside the module mapper data which is computerized already, I find that the bar-code reader system more of an operation and maintenance liability than is useful.

