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A Study on defect behavior and
characteristic of solder jointed zone
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Typé Specific Gravity(25C) | Solid Content(%) Cleaning Method
Flux A 0.794 33 % No ckean
Flux D 0814 15 % Solvent/Semiaqueous

TABLE 1 Charactericity of flux
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Solder Sn—-Pb(63-37wt%)
solder pot temp 250°C
rail degree 5
wave hight 8mmn
conveyer speed 0.3m/min, 1.0m/min, 2.0m/min
pre-heater 50C, 110C, 140C

TABLE 2 Condition for soldering machine
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Fig.6 Effect of conveyer speed on fillct angle
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Photo.l Scanning clectron micrograph of defects in soldering

(a) poor solder (b) excess solder (c) icicle
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Fig.7 Effect of preheatting on fillet angle
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Fig. 3-4 Relation between conveyor speed and icycle defect{flux-D)

Fig. 3-15 Relation between convevor speed and bridge defect(flux-A)
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