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ABSTRACT

rs are used extensively in both die-attach and
Sgrlr?;o;ent attach in the first aI{d second levels of electronic
packaging. With the commercialization of VLSI and ULSI
devices, both levels of fabrication have .e'ncountered dlfflcult.les
in both manufacturability and reliability. The manufacturing
problem is mostly associated with the bridging of solder
between finely spaced pitches in TAB and component attaches
in surface mount circuit boards. The re liability problem stems
primarily from the high modulus and mis-matched CTEs
between part and substrate that are joined with solders. The
combination of modulus, CTEs and high soldering temperature
imparts extreme high stress when the parts are larger than 1
square centimeter in the bonded or joint area. Additional
reliability problems arise from the fatigue failures during
thermal cyclings because of the CTE difference between the
parts and board materials. These limitations are inherent in
most of the conductive silver adhesive based epoxies and other
polymers. In this paper, the problems are analyzed and a novel
solution of Z-Axis, stress-free”, and thermally conductive
adhesives are introduced. ~The adhesive system has been
engineered to simulate all the desirable characteristics of
soldering such as: fast "curing" speed(milli-seconds), ambient
storage, low thermal and low electrical contact resistances, and
reworkability. ~The drawbacks of solders, such as fatigue
failures, stress-induced failures, and bridging are avoided. All
of these basic properties and some of the applications are also

discussed.

INTRODUCTION

Soldering in electronic circuit board manufacturing is as old as
the electg;onics industry itself. One of the key advantages of
soldering when compared with traditional adhesive bonding is
that soldering is a reversible process and thus lends itself to be
reworkable. Other aspects of advantages and disadvantages of
typical soldering will be discussed later.

When the density of a circuit board is increased with the use of
surface mount technology, tape-automated bonding, and chip-
on-board technology, the potential for bridging becomes a rea_l
and daily problem in manufacturing. Soldering is becoming
the bottle-neck in increasing the pitch density of electronic
devices(1,2,3). In fact, typical soldering is limited to a pitch
density with spacing more than 6 mils.

In this paper, the use of a Z-Axis, “stress-free” conductive
adhesive in both paste and film formats will be discussed.
The limitations in terms of pitch density, current carrying
capability, migration resistance, reworkability and long term
reliability will also be addressed.

COMPARATIVE PROPERTIES OF SOLDERING AND
ADHESIVE BONDING

CONDUCTIVITY: Even though it is well known that
alloys of -metal such as solders are generally lower in
conductivity than that of the pure metal, they are adequate in
the range of 0.00002 ohm-cm.” When an intermetallic is formed
in the bonding process, the contact resistance is normally very
low, in the milli-ohms range.

Most of the conventional conductive adhesives are in the range
of 0.0002 ohm-cm in resistivity with contact resistance of
typically much less than 10 milli-ohms. In a more advanced
development, a patented process and material(US patent
#4695404), allows Al Technology to achieve conductivity in
the range of 0.00005 in the best mode and 0.000005 in most
conductive adhesives with contact electrical resistance in the

" range of milli-ohms, similar to that of metallic solder joints.

Figure #1 is an illustration 6f the conductivities of different
material species used in electronics.

This type of material is obviously suitable for direct solder
replacement in conventional PWB with pitch density of not
more than 10 mils spacing. In fact, the use of such materials in
precious metal based ceramic hybrids have successful for at
least ten years. The problem of silver migration was avoided
with an additional conformal coating.

The probability of bridging increases drastically when the
spacing is reduced to less than 10 mils. This is true for either
solder paste or conductive adhesive based technology of
Interconnection.

CURRENT CARRYING CAPABILITY: The current
carrying capability of solder or adhesive used for bonding of
components onto a circuit board is important for most cireuit
applications. Copper is rated to carry 7 amps per square
millimeter on a continuous basis for commercial uses(4). Tin-
lead solder type materials, being less conductive than copper,
carry less current. .

Typical silver-based conductive adhesives can carry current in
the range of 20-30 amp per sq. mm. The best silver conductive
adhesives can carry as much as 50-60 amp per square
millimeter when they achieve resistivity as low as 0.00005 ohm-
cm or below, as shown in Figure #2.

For conductive filled material, the adhesives once cured can
carry varying current densities depending .on the resistivity
value of the material. Figure #2 is an illustration of the
current  carrying capability dependence on  the absolute
resistivity of the cured material. It is obvious that the material
will be able to sustain more current if the ohmic resistance is
lower. It is also important that both the resin binder systems
and the conductive fillers will be thermally stable under those
operating conditions.

While the current carrying capability cannot be measured
intrinsically for Z-Axis conductive materials, it can be
measured in the bonded configuration. The current density
was determined to be in the range of 10 amps per square
millimeter.  The intrinsic current carrying capability” will
depend on the Z-Axis material type and should be
characterized independently. However, current carrying -
capability of any bonded joint can be enhanced with larger
contact pad area or supplemented with an isotropic conductive
adhesive/coating if extra open space has been designed into
the circuit for these power leads.



BONDING STRENGTH: The base of the adhesive is a
novel, low glass-transition, “stress-free” epoxy. The bond
strength was designed to be in the range of 1000 psi in the lap-
shear mode.

More importantly is the internal stress that is built into the
assembly under the bonding conditions(6,7,8,9,10). In most
electronic applications, conventional adhesive being high
strength with high modulus, the stress is too high to be reliable
under thermal cycling conditions. In fact, initial high bond
strength of over 2000 psi sometimes leads to delamination or
fracture of components when the thermal coefficient of
expansion differential is too much.

Figure #3 is an illustration of how internal stress is built up
when two similar or dissimilar materials are bonded with
adhesive with a sizable difference in thermal expansion
coefficients.

The actual bond strength-of the materials is related to the
adhesive strength of the adhesive material minus the internal
stress of the bonding assembly. This is the basic reason why
sometimes the adhesive joint will delaminate by itself. It also
explains why sometimes when the adhesive is very strong, the

substrates may crack because the internal stress is higher than
that of the internal strength of the substrates under the specific
stress mode. ~ Figure #4 is a schematic illustration of the
measured bond strength in relation to the internal stress
exerted by the TCE of the assembly.

FATIGUE RESISTANCE: Solder joints, being
intermetallic in nature, are susceptible to fatigue failures when
used with different substrates. Fatigue problems have been
traditionally handled by mechanical design to allow for strain
relief. Whenever possible, thickness of substrates is minimized
to reduce the absolute strain in the solder joint.

Adbhesive joints tend to be more compliant and less susceptible
to fatigue failure. However, one has to realize that every
adhesive has different properties in this area.  The
characteristic that one should look for in organic adhesives is
the maximum elongation before breakage or the maximum
strain allowed for the adhesives. Again this property is
improved for the more compliant adhesives.

However, because of the internal stress induced by the TCE
differences between the adhesives and substrates that are
being bonded, the bond strengths also decrease during thermal
cyclings. This is also the reason for parts to fall off after put in
service for extended periods of time. Figure #5 is a schematics
of such bond strength changes during thermal cyclings of -65°C
and +150°C.

In this case the bond strength change is dependent on area of
bonding for the common adhesives. While the limit of the
bonding area is in the range of 1/2 square inch for alumina to
aluminum for an adhesive species of 1 million psi of modulus,
it can be bigger for alumina to stainless steel, or smaller other
cases such as silicon to aluminum. Thus for most of the
adhesives system which include solders, the stress problem
have to be tested almost every time when either materials
chosen or area of bonding are being changed. This is obviously
unacceptable for "engineers in the design and reliability
discipline.

While such dependence is universal for all adhesives including
solders, the "plasto-elastic' adhesives of Al's adhesives with
lower Tg of -25°C are far more forgiving. They have been
tested for alumina to aluminum up to S5x5 inches,
“Duroid"("Teflon") based substrates to aluminum up to more
than 30 square inches, polyimide multi-layer circuit to
aluminum for up to 100 square inches. The ranges of
applicability have been dramatically increased in comparison
to less than 1 square cm for gold-eutectic, less than 1 square
inch for tin/lead solders, and less than 1.2 square cm for silver-
olacs and ennventional silver-enoxies.

‘become "trade-mark" for epoxy adhesives.

For the electronic applications, where parts and substrates can
be drastically different in TCE with the adhesives and between
the parts and substates, one should consider and chose based
on the long-term bond-strength stability rather than initial
bond-strength. it is much preferrable to have an adhesive that
has more adequate bond-strength of 1000 psi but do not
change over time, over an adhesive of over 3000 psi but
decreases over 509% with just 50 thermal cycles.

REWORKABILITY: This is one of the most important
characteristics of a solder joint and is known to everyone
involved in electronic manufacturing. Most of the epoxy
adhesives that were introduced into the electronics industry all
bear the same characteristic of high bond strength which has
However, this
characteristic which is considered a desirable characteristic
also makes them very difficult to rework in the case of
electronic applications. ’

The bond strength, or the reworkability, is directly related but
not proportion to the rigidity or modulus of the adhesive. The
“stress-free” adhesives that were pioneered by Al Technology
reduce the modulus as much three orders, so that the adhesives
can be creased without failure. In fact, they behave more like
a plastic-rubber but maintain epoxy versatility and ease of
application. Being rubber-like, they will maintain reasonable
bond strength of 200-400 psi from 80-150°C(11, 12). At this
bond strength they can be reworked by "torque” and by "prying"
at the edge. Directly pulling or straight shearing is not
recommended because of the 300 psi norminal bond strength
will easily require more than 300 pounds if the bonding area is
in the range of one square inch. The important point in
reworking 1s to create a "stress-concentration” area so that the
application of force of a few pounds can be translated to more
than 500 psi locally while the bonding material is being torn
away during reworking. The residues can be soaked and wiped
off with a suitable non-toxic chemical agent or by mechanical
scrubbing. Figure #6 is an schematic illustration of the
reworkability of adhesives with different bond strengths and
glass transition temperatures.

CONTACT RESISTANCE AND CHANGES: While
fatigue/bond-strength  reduction and  stress  induced
delamination and cracking are relatively well documented
phenomenon, there is one aspect of the electrical characteristic .
that is not well documented to be related to stress in a bonded
assembly. The contact resistance of the-a- bonding contact
increases depending on the - internal stess of the assembly
during thermal cyclings. Being the internal stress depends on
TCE differences between the adhesives and the parts being
bonded, and also depends on the.area of bonding, the stress
level can be detrimental in some the case of large area while

acceptable for other case that are substentially smaller in
bonded area. .

Figure #7 is a typical example of the contact resistance
increase for a gold-to-gold bond using conductive silver
adhesives of different rigidity with an area of 1.5x1.5 square
inches. The reason for the change in contact resistance can be
attributed to that of the stress-induced contact spacing changes
inside the adhesives and between the gold substrate and
adhesive interface. Since the conductivity of a metal filled
adhesive/composite can be directly attributed to the tunnelling
between adjacent conductive species(13).

BRIDGING: This phenomenon is also one of the best
known defects in a soldering operation. While this defect can
be improved with suitable manufacturing and chemical
modification, there is an inherent limitation roughly in the
order of S mils separation between the nearest conductive
traces. This is barely usable for the outer lead bonding of tape-
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