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The Prediction of Deflection for the Shape Fixability
on the Stamped Lead Frame

H. K Cho, D. H Kim, S. B Lee and B. M Kim

Abstract
IC lead frame needs the precision shape for good efficiency. In the blanking process, there are ‘many

parameter effected the dirnensional accuracy :

lead width, blanking order, striper force, tool clearance etc.

In this research, the4 undesirable defects appeared in the final blanking process. so we measured the

deflection of lead according to the stripper force using PAM-STAMP™

. In the result, the deflection was

decreased by increasing the stripper force properly. and we changed the blanking order on the test model.
In the blanking order, deflection is good from the outer line position blanking to center line position. so
we can design the precision die without tryout by the prediction of the lead deflection.
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Fig. 1 The modeling of the blanking process
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Fig. 2 Description for main parts of lead frame,

semiconductor
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Table 2 The specification of the lead frame

O | Shape of external Item Specification
Lead width Min 0.2
Lead twist Max 2.5°
Lead tilt Max 2.5°
Lead shift + 0.05
Lead planarity *£0.08
Lead coplanarity *0.12
Standard tolerance +0.05
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Fig. 5 The test model for blanking order

_79_



Bf=20KN
BhH SKN
,—Bhf—lOKN

L\’x /——Bhf=5KN

Fig. 6 Comparison the deflection according to the
stripper force at the measured point No.2
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Fig. 7 Comparison of the lead deflection according
to the stripper force
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