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The processor calculates the tool group count of each tool, 
and assigns a preference index to each tool accordingly, then 
derives a preference-based manufacturing schedule. 
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FIG. 4A 
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METHOD AND APPARATUS FOR SELECTING 
TOOLS IN MANUFACTURING SCHEDULING 

BACKGROUND 

[0001] The present invention relates to manufacturing 
scheduling, and in particular to a manufacturing scheduling 
system capable of deriving an optimal manufacturing sched 
ule With respect to various tool preferences. 

[0002] Semiconductor Wafers are processed to produce 
circuits using a plurality of sequential process steps. Each 
step can be performed using a plurality of different process 
ing tools. Generally, a fabrication system contains a plurality 
of tools, Wherein tools capable of executing a certain process 
step are organiZed into one tool group. The tool can be 
dedicated to one tool group, or it can belong to multiple tool 
groups. For the tool shared by different tool groups, the more 
tool groups it belongs to, the greater the likelihood that it 
Will be in use When required by another tool group. For the 
tool dedicated to just one tool group, it may remain idle 
While other tools have Wafers Waiting to be processed. 

[0003] Referring to FIG. 1A, the manufacture of four 
Wafer lots L1, L2, L3, and L4 corresponding respectively to 
products P1, P2, P3, and P4 are in the planning stage. Wafer 
lots L1, L2, L3 and L4 are available for operating processes 
OP11, OP21, OP31, and OP41, Which can be executed by 
tool groups TG1, TG2, TG3 and TG4 respectively. The tool 
group TG1 contains tools A and B; tool group TG2 contains 
tools A, C, and D; tool group TG3 contains tools C, E, and 
F; and tool group TG4 contains tool E. Referring to FIG. 1B, 
a table 10 contains ?elds for Wafer lot ID number (?eld 11) 
and corresponding product ID number (?eld 13), processing 
tool group ID number (?eld 15) and tool components thereof 
(?eld 16). After de?ning the tool groups and processing 
routes for each Wafer lot, one tool is selected from each tool 
group for processing Wafer lots L1, L2, L3 and L4 respec 
tively. The tool selection process operates on the assumption 
that there is no difference betWeen tools in a particular tool 
group. In other Words, tools put in the same tool group have 
an equal chance of being selected, and are practical equiva 
lents. If tWo or more Wafer lots are scheduled to be processed 
by the same tool, the Wafer lots are arranged in order 
according to their committed due date or other ranking 
algorithms. Table 10 also shoWs ?elds for the selected tool 
(?eld 17). Tools A, C, E, and E are selected for processing 
Wafer lots L1, L2, L3 and L4 respectively. According to this 
example, each process takes one Work day (shoWn in ?eld 18 
of table 10), and both Wafer lots L3 and L4 are to be 
processed by tool E, therefore either Wafer lot L3 or L4 must 
Wait for processing until day 2. The tool utiliZation is shoWn 
in FIG. 1C. Among toolsA to F, toolsA and C are occupied 
on Day 1, tool E is occupied on Days 1 and 2, and tools B, 
D, and F are idle on Days 1 and 2. On Day 1, three out of 
six tools are occupied, and the utiliZation rate is 50%; on 
Day 2, one out of six tools is occupied, and the utiliZation 
rate is 17%. Obviously, the capacity of the fabrication 
system is not fully utiliZed, and the overall throughput of the 
fabrication system is loW. 

[0004] Hence, there is a need for a manufacturing system 
Which addresses the loW-utiliZation problems arising from 
the existing technology. 
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SUMMARY 

[0005] It is therefore an object of the invention to provide 
a manufacturing scheduling system and method for improv 
ing tool utiliZation in a fabrication system. 

[0006] To achieve this and other objects, the present 
invention provides a system and method capable of selecting 
an optimal tool from a tool group for processing an object to 
enhance the total utiliZation by assigning a preference index 
to each tool and selecting the tool With the highest prefer 
ence from the corresponding tool group accordingly. 

[0007] According to one embodiment of the invention, a 
manufacturing scheduling system creates a manufacturing 
schedule for a fabrication system. The fabrication system 
contains a plurality of tool groups, each of Which contains a 
plurality of tools for processing objects. Tools belonging to 
the same tool group have an equivalent fabricating function 
for processing a particular object. One tool may belong to 
more than one tool group. Whether a tool belongs to a 
particular tool group depends on various factors such as 
manufacturing constraints of objects and the processing 
function of the tool itself. 

[0008] The manufacturing scheduling system contains an 
I/O device, a processor, and a storage device. The U0 device 
receives a list of component tools from each tool group, 
Wherein the list of component tools contains records of 
component tools in the corresponding tool group. 

[0009] The processor, Which is coupled to the I/O device, 
calculates the number of tool groups to Which each tool 
belongs (referred to as a tool group count of the tool), and 
assigns a preference index to each tool accordingly. The 
processor also generates a preference-based manufacturing 
schedule of the object accordingly. 

[0010] The storage device, Which is coupled to the pro 
cessor, stores the above-mentioned information such as the 
list of component tools of each tool group, the tool group 
count and preference index of each tool, and the manufac 
turing schedule. 

[0011] The manufacturing scheduling system of the 
present invention implements a manufacturing scheduling 
method. First, the tool group count of each tool is calculated. 
Second, a preference index is assigned to each tool accord 
ing to the tool group count thereof. A manufacturing sched 
ule for the tool is then determined according to the assigned 
preference index of each tool and a pre-determined process 
ing route of each object. 

[0012] In yet another embodiment, the above-mentioned 
manufacturing scheduling method may take the form of 
program code embodied in tangible media. When the pro 
gram code is loaded into and executed by a machine, the 
machine becomes an apparatus for practicing the invention. 

[0013] A detailed description is given in the folloWing 
embodiments With reference to the accompanying draWings. 

BRIEF DESCRIPTION OF THE DRAWINGS 

[0014] The present invention can be more fully understood 
by reading the subsequent detailed description and examples 
With references made to the accompanying draWings, 
Wherein: 
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[0015] FIGS. 1A to 1C show the operation of conven 
tional manufacturing scheduling; 

[0016] FIG. 2 is a schematic vieW of the manufacturing 
scheduling system of the present invention; 

[0017] FIG. 3 is a ?oWchart shoWing the manufacturing 
scheduling method of the invention; 

[0018] FIGS. 4A to 4C shoW the operation of manufac 
turing scheduling according to an embodiment of the present 
invention; and 

[0019] FIG. 5 is a diagram of a storage medium for storing 
a computer program embodying the method according to the 
present invention. 

DETAILED DESCRIPTION 

[0020] With reference to the accompanying draWings, 
embodiments of the present invention are described. In these 
embodiments, the manufacturing scheduling method and 
system are used for making a manufacturing schedule of a 
semiconductor fabrication system. The semiconductor fab 
rication system contains a plurality of tool groups, each of 
Which contains a plurality of tools for processing Wafers. 
Tools belonging to the same tool group have equivalent 
fabricating functions for processing a particular Wafer lot. 
One tool may belong to more than one tool group. The 
sorting of each tool is determined by various factors such as 
manufacturing constraints of the Wafer lots and fabricating 
function of the tool itself. 

[0021] FIG. 2 is a block diagram of a computer system. A 
computer system 200, Which is coupled to a manufacture 
executive system (MES) of the semiconductor fabrication 
system, operates to execute softWare routines coding a 
manufacturing scheduling method of the present invention. 
The system 200 contains a processor 202 as Well as a 
memory 204 for storing the softWare routines, and a support 
circuitry 206 such as poWer supplies, clock circuits, cache, 
and the like. The computer system 200 also contains an 
input/output circuitry 210 that forms an interface betWeen 
conventional input/output (I/O) devices such as a keyboard, 
mouse, and display as Well as an interface to the MES. The 
computer system 200 is preferably a general-purpose com 
puter that is programmed to perform Wafer manufacturing 
scheduling in accordance With the present invention. 

[0022] The 1/0 device receives a list of component tools 
for each tool group, Wherein the list contains records of 
component tools of each tool group. The processor calcu 
lates the number of tool groups to Which each tool belongs, 
and assigns a preference index to each tool accordingly. The 
processor also generates a preference-based manufacturing 
schedule for the tools to process Wafer lots accordingly. The 
storage device stores the above-mentioned information such 
as the list of component tools in each tool group, the tool 
group count and preference index of each tool, and the 
manufacturing schedule. The various routines are discussed 
in detail With respect to FIGS. 3 and 4A-C. 

[0023] FIG. 3 is a ?oWchart shoWing the manufacturing 
scheduling method of the invention. In step S31, the list of 
the component tools in the pre-de?ned tool group is pro 
vided. Next, a group mapping table is generated (step S32), 
Wherein the group mapping table contains record entries of 
the component tools in each tool group. In step S33, a tool 
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group count of each tool is calculated based on the group 
mapping table, Wherein the tool group count is the number 
of tool groups to Which the tool belongs. In step S34, a tool 
mapping table is generated based on the group mapping 
table, Wherein the tool mapping table contains record entries 
of the tool group count for each tool. In step S35, a 
preference index is assigned to each tool according to the 
tool group count, Wherein a loWer preference index is 
assigned to the tool With a loWer tool group count. In step 
S36, the tool having the loWest preference index Within a 
particular tool group is selected for processing the Wafer lot. 
In step S37, a manufacturing schedule is generated accord 
ing to the tool selection result. 

[0024] As illustrated in FIG. 4A, manufacture of four 
Wafer lots L1, L2, L3, and L4 corresponding respectively to 
products P1, P2, P3, and P4 are in the planning stage. Wafer 
lots L1, L2, L3, and L4 are available for operating processes 
OP11, OP21, OP31, and OP41, Which can be executed by 
tool groups TG1, TG2, TG3 and TG4 respectively. The tool 
group TG1 contains tools A and B; tool group TG2 contains 
tools A, C, and D; tool group TG3 contains tools C, E, and 
F; and tool group TG4 contains tool E. After de?ning the 
tool groups and processing routes for each Wafer lot, one 
tool is selected from each tool group for processing Wafer 
lots L1, L2, L3 and L4 respectively. FIG. 4B is a group 
mapping table containing a list of the component tools in 
each tool group. FIG. 4C is a tool mapping table generated 
based on the group mapping table, Wherein the tool mapping 
table contains a tool group count for each tool. FIG. 4C also 
shoWs an assigned preference index of each tool. A tool 
having a loWer tool group count is assigned a loWer pref 
erence index. The assigned preference indices of tools A to 
F are 2, 1, 2, 2, 2, and 1 respectively. Next, the tool having 
the loWest preference index Within a particular tool group is 
selected for processing the Wafer lot allocated to the corre 
sponding tool group. According to the above-mentioned 
selection rule, tool B is selected from tool group TG1, tool 
D is selected from tool group TG2, tool F is selected Within 
tool group TG3, and tool E is selected from tool group TG4. 
Tools B, D, E, and F are scheduled for processing Wafer lots 
L1, L2, L3 and L4 respectively. Therefore, all of the 
products can be processed on Day 1 Without being post 
poned to Day 2. In step S37, a manufacturing schedule is 
generated according to the tool selection result. On Day 1, 
four out of six tools are occupied, and the utiliZation rate is 
67%; on Day 2, all six tools are available for other operating 
processes. Thus the total throughput can increase as a result 
of the optimal manufacturing scheduling described above. 

[0025] The scheduling operation can be executed in a 
de?ned time interval. Every time the scheduling operation is 
executed, the tool group count of each tool is recalculated, 
the preference index is reassigned, and the manufacturing 
schedule is reneWed accordingly. 

[0026] The method and system of the present invention, or 
certain aspects or portions thereof, may take the form of 
program code (i.e., instructions) embodied in tangible 
media, such as ?oppy diskettes, CD-ROMS, hard drives, or 
any other machine-readable storage medium, Wherein, When 
the program code is loaded into and executed by a machine, 
such as a computer, the machine becomes an apparatus for 
practicing the invention. The methods and apparatus of the 
present invention may also be embodied in the form of 
program code transmitted over some transmission medium, 
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such as electrical Wiring or cabling, through ?ber optics, or 
via any other form of transmission, Wherein, When the 
program code is received and loaded into and executed by a 
machine, such as a computer, the machine becomes an 
apparatus for practicing the invention. When implemented 
on a general-purpose processor, the program code combines 
With the processor to provide a unique apparatus that oper 
ates analogously to speci?c logic circuits. 

[0027] The computer program product comprising a com 
puter usable storage medium having computer readable 
program code embodied in the medium, the computer read 
able program code comprising computer readable program 
code 51 for receiving a list of component tools of each of a 
plurality of tool groups, a computer readable program code 
53 for calculating the tool group count of each tool, a 
computer readable program code 55 for assigning a prefer 
ence indeX to each tool according to the tool group count, 
and a computer readable program code 57 for determining a 
manufacturing schedule of the tool according to the tool 
selection result. 

[0028] While the invention has been described by Way of 
eXample and in terms of the preferred embodiments, it is to 
be understood that the invention is not limited to the 
disclosed embodiments. To the contrary, it is intended to 
cover various modi?cations and similar arrangements (as 
Would be apparent to those skilled in the art) . Therefore, the 
scope of the appended claims should be accorded the 
broadest interpretation so as to encompass all such modi? 
cations and similar arrangements. 

What is claimed is: 
1. A system for manufacturing scheduling, comprising: 

an I/O device for receiving a list of component tools in a 
pre-de?ned tool group, Which comprises at least one 
tool for processing an object, Wherein the list contains 
records of component tools in the tool group; 

a processor for calculating the number of tool groups to 
Which each tool belongs, assigning a preference indeX 
to each tool accordingly, and generating a preference 
based manufacturing schedule of the tool accordingly; 
and 

a storage device for storing the list of component tools in 
the tool group, the tool group count and preference 
indeX of each tool, and the manufacturing schedule. 

2. The system as claimed in claim 1, Wherein the proces 
sor further generates a group mapping table Which contains 
records of the component tools in each tool group. 

3. The system as claimed in claim 1, Wherein the proces 
sor further generates a tool mapping table Which contains 
tool group count for each tool. 

4. The system as claimed in claim 1, Wherein the proces 
sor assigns a smaller preference indeX to the tool With a 
loWer tool group count. 

5. The system as claimed in claim 1, Wherein the proces 
sor selects the tool having the loWest preference indeX 
Within the group for fabricating the object. 

6. The system as claimed in claim 1, Wherein the tool is 
a semiconductor processing tool. 

7. The system as claimed in claim 6, Wherein the semi 
conductor processing tool is a circuit-probing tool. 
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8. A method of manufacturing, comprising: 

providing a plurality of tool groups, Wherein each tool 
group has at least one tool for processing an object; 

calculating the tool group count of each tool, Wherein the 
tool group count is the number of tool groups to Which 
the tool belongs; 

assigning a preference indeX to each tool according to the 
tool group count; 

selecting one of the component tools from the tool group 
according to the assigned preference indeX of each tool; 
and 

processing the object using the selected tool. 
9. The method as claimed in claim 8, Wherein the tool 

group count calculating step further comprises generating a 
group mapping table Which contains records of the compo 
nent tools Within the tool group. 

10. The method as claimed in claim 8, Wherein the 
preference determining step further comprises generating a 
tool mapping table Which contains the tool group count for 
each tool. 

11. The method as claimed in claim 8, Wherein the 
preference determining step further comprises assigning a 
loWer preference indeX to the tool With a loWer tool group 
count. 

12. The method as claimed in claim 11, Wherein the 
manufacturing schedule determining step further comprises 
selecting the tool having the loWest preference indeX Within 
the tool group for processing the object. 

13. The method as claimed in claim 8, Wherein the tool is 
a semiconductor processing tool. 

14. The method as claimed in claim 13, Wherein the 
semiconductor processing tool is a circuit-probing tool. 

15. A computer readable storage medium for storing a 
computer program providing a method of manufacturing 
scheduling, the method comprising: 

receiving a plurality of tool groups, Wherein each tool 
group has at least one tool for processing an object; 

calculating the tool group count of each tool, Wherein the 
tool group count is the number of tool groups to Which 
the tool belongs; 

assigning a preference indeX to each tool according to the 
tool group count; 

selecting one of the component tools from the tool group 
according to the assigned preference indeX of each tool; 

generating a manufacturing schedule for processing the 
object according to the assigned preference indeX of 
each tool. 

16. The storage medium as claimed in claim 15, Wherein 
the tool group calculating step further comprises generating 
a group mapping table Which contains records of the com 
ponent tools Within the tool group. 

17. The storage medium as claimed in claim 15, Wherein 
the preference determining step further comprises generat 
ing a tool mapping table Which contains the tool group count 
for each tool. 
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18. The storage medium as claimed in claim 15, Wherein 
the preference determining step includes assigning a loWer 
preference indeX to the tool With a loWer tool group count. 

19. The storage medium as claimed in claim 18, Wherein 
the tool selection step includes selecting the tool having the 
loWest preference indeX Within the tool group for processing 
the object. 
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20. The storage medium as claimed in claim 15, Wherein 
the tool is a semiconductor processing tool. 

21. The storage medium as claimed in claim 20, Wherein 
the semiconductor processing tool is a circuit-probing tool. 


