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## 4170601921 : MAJOR INDUSTRIAL ENGINEERING
KEYWORD: EXPERIMENTAL DESIGN / SOLDERING / PCB
SURAPOL SURABUNJERDPORN : SUITABLE CONDITION IN AN AUTO-
SOLDERING MACHINE FOR A PRINTED WIRING BOARD BY
EXPERIMENTAL DESIGN. THESIS ADVISOR : PROF. SIRICHAN
THONGPRASERT, Ph.D. THESIS COADVISON : SUCHART SHEVASATH,
122 pp. ISBN 974-333-925-6,

The objectives of this research was to study factors that had effects on
soldering process in an auto-soldering machine on printed wiring board, to determine the
suitable condition by experimental design in order to reduce defective joints and improve the

efficiency of soldering.

The principle of experimental design was applied to study four factors that
were conveyor speed, preheat temperature, specific gravity of flux and solder flow type. The
results concentrated on quantity of defective joints that occurred on printed circuit board
during soldering process. Three types of defects that could be included in this experiment

were excessive solder, insufficient solder and bridging (or shorting).

At the significant level of 0.05, the factors which influence the rate of defective
joints were solder flow type and conveyor speed. The preheat temperature and specific
gravity of flux had less effect comparing with the solder flow type and conveyor speed.
Referring to the result of the experiment, the suitable condition was soldering flow type “Both

flow” with the conveyor speed 108 centimeters per minute.
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Tensile
Type Composition strength General area
(Tonfiinz) of use
Tin-Lead Lead, 60% Tin 3.4 Electronics
Common Lead, 20 -50% Tin 2.7 - 2.9 |General engineering
Solders |Antimonial Lead, 30 - 50% Tin, 3.1 - 3.6 |Avoid high or very
Tin-lLead 1% Antimony low temperature
Tin-Lead Lead, 2% Tin 1.8 Tinplate can seams
Lead, 10% Tin 24
Lead, 5% Tin, 1.5% Silver 25
Special |Tin-Lead-Silver Lead, 1% Tin, 1.5% Silver 1.8 Cryogenics
Purpose Lead, 60% Tin, 1.5% Silver 4.5
Solders |Tin Tin 0.9 Creep resistance
Tin-Antimonial Tin, 5% Antimony 2.8
Tin-Silver Tin, 2% Silver 1.7
Tin, 5% Silver 3.8
Tin-Lead-Cadmium|Tin, 30% Lead, 18% Cadmium 2.8 Low melting point Solder

AN 2.1 WREIVALLASNITIE e lanzuauloaiaas
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Total of Approximate
Composition  Tin, Lead, Antimony, Bismuth, Silver, Copper, Iron, Zinc, Aluminum, Arsenic, Cadmium,all others,  melting range, *C
% % % max, % % max, % max, % max, % max, % max, % max, % max, %  Solidus Liquidus
Sn96 Remainder 0.10, max 3.6-4.4 0.2 0.005 0.05 0.005 221 221
Sn70 69.5-71.5 Remainder 0.20-0.50 0.25 0.08 0.02 0.005 0.005 0.03 _ 0.08 183 193
Sné3 62.5-63.5 Remainder 0.20-0.50 0.25 _ 0.08 0.02 0.005 0.005 0.03 _ 0.08 183 183
Sné2 61.5-62.5 Remainder 0.20-0.50 0.25 1.75-2.25 0.08 0.02 0.0605 0.005 0.03 _ 0.08 179 179
Sn6o 59.5-61.5 Remainder 0.20-0.50 0.25 _ 0.08 0.02 0.005 0.005 0.03 _ 0.08 183 191
Sn50 49.5-51.5 Remainder 0.20-0.50 0.25 - 0.08 0.02 0.005 0.005 0.025 0.08 183 216
Sn40 39.5-41.5 Remainder 0.20-0.50 0.25 _ 0.08 0.02 0.005 0.005 0.02 0.08 183 238
Sn35 34.5-36.5 Remainder 1.6-2.0 0.25 _ 0.08 0.02 0.005 0.005 0.02 0.08 185 243
Sn30 29.5-31.5 Remainder 1.4-1.8 0.25 _ 0.08 0.02 0.005 0.005 0.02 _ 0.08 185 250
Sn20 19.5-21.5 Remainder 0.80-1.2 0.25 _ 0.08 0.02 0.005 0.005 0.02 _ 0.08 184 270
Sn10 9.0-11.0 Remainder 0.20, max 0.03 1.7-24 0.08 - 0.005 0.005 0.02 _ 0.1 268 290
Snbd 4.5-5.5 Remainder 0.50, max 0.25 by 0.08 0.02 0.005 0.005 0.02 _ 0.08 308 312
Sb5 94.0, min  0.20, max 4.0-6.0 _ L 0.08 0.08 0.03 0.03 0.05 0.03 0.03 235 240
Pb80 Remainder 78.5-80.5 0.20-0.50 0.25 _ 0.08 0.02 0.005 0.005 0.02 _ 0.08 183 277
Pb70 Remainder 68.5-70.5 0.20-0.50 0.25 _ 0.08 0.02 0.005 0.005 0.02 0.08 183 254
Pb65 Remainder 63.5-65.5 0.20-0.50 0.25 N 0.08 0.02 0.005 0.005 0.02 B 0.08 183 246
Ag1.5 0.75-1.25 Remainder 0.40, max 0.25 1.3-187 0.3 0.02 0.005 0.005 0.02 0.08 309 309
Ag2.5 0.25, max Remainder 0.40, max 0.25 2.3-2.7 0.3 0.02 0.006 0.005 0.02 0.03 304 304
Ag5.5 0.25, max Remainder 0.40, max 0.25 5.0-6.0 0.3 0.02 0.005 0.005 0.02 _ 0.03 304 380

a1319% 2.2 uwaasaaiiouaniusvaslansuanloaiaas ol @IHEN6N JU0IlaNsaINNIATI N Federal Specification QQ-Q-571 and ASTM B-32



12

. 2
Contaminant  QQ-S-571-E, % New solder, % Contamination limits, %"

Aluminium 0.05 0.003 0.0086
Antimony 0.2-0.5 0.3 _
Arsenic 0.03 0.02 0.03
Bismuth 0.25 0.006 0.25
Cadmium - 0.001 0.005
Copper. 0.08 0.01 0.25
Gold' 4 0.001 0.08
lron 0.02 0.001 0.02
Silver _ 0.002 0.01
Zinc 0.005 0.001 0.005
Others 0.08 0.01 0.08

WBIAG
1 devevivanvanivlavaslansivweonlutanznatianlay Federal specification QQ-S-571-E
2 ﬁaﬂ‘%mm‘[amﬂmﬂauﬁﬁﬂwu‘[@Uﬁﬂﬂlﬂamwaﬂmama§u’%qw%ﬁ1ﬁ§uawn;§m§m
3 ﬁaﬂ%mmmaa‘[amﬂmﬂau@q@ﬁuaﬁu‘lcﬁlumswﬁﬂ AfrueitaiTaznlfsuezmuans
A A =2 o '
Watnfunalanzgofisszaudnann

4 datSunalanztulousaimad waznauey nmﬁuvl,&imsl,ﬁunﬁw 0.300%

al Y A A o o o . [PV
NN 2.3 LLams:@umswaﬂugaqmaamsﬂmﬂaumﬂwﬂ@mﬂﬂluuammmm
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2.1.3 nagasdandon (Impurities) Niadoamandfvalanznanlaainas (Effects of

Impurities on Properties of Solder) (394, 2530)

mmma;ﬂvl,@”iﬂmt,@ﬁa:m@;LLa:ﬁaLLa@ﬂﬂumswﬁ 2.3 qagialalil
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eadilpaifinndn 0.005% azvinliifiaeenladldnasunis wsslunsiBansamdnndr syl
damadonldeuysnl (Dewetting) wmzwdinuszninfiuninnd uazlanznaulosinefa
N aunseamsiasnlenfsadnitey  snietuwadlavenaulaaairaeuay  wazens

A ° v @ e oA - a ~ o ! e
Ur1un1ITay ﬁ):ml‘mwawmammgomm@mﬂﬂmﬂmwy‘immu

2. WA (Antimony) MIINARBIVEY ITRI WU Iiwauie 0.5% ldlinadanisiilon
ﬁ%@Lﬁ@ﬂ’]iLﬂUﬂvL&iﬁmgiﬁi%u udazinadamsanfiniimsnszaesivadlavenaulaainad (Area
of Spread) Uulannasuaduaznadnies enasslldiimsiinaag Tasawizfil3umanng
winafodequantimanilonadlanznanloaaa’ LL@'Lf‘{;aaﬁnﬂﬁa;ﬁaiwmnwa%m;ﬂ‘lﬂﬁ’jw

nsimualAling s 0.2 - 0.5% luanasgiudeg whliifanald adslsiaunisiinansar

'
o

funiTadludt s lviAaanuawla  lunsldlansaayloaia a%ﬁaﬁmwnﬂﬁm gannatugn

Ltazﬂq?j’:}ﬁamTaL’gfrmaamﬂﬁ@aaﬂ%‘lm?mﬂagﬂt,ﬁsm uwazegiiilounuiudinzfuszuaaidon

f. 813 (Arsenic) Heberlein wudwmwh{,ﬁﬂﬁgﬁmmﬂﬂmhiamysm“lﬁﬁuwaamﬁaq
L;"jaﬁﬂ‘%mmgamn 0.04% FIUWNITUANINDILG U’%mmﬁﬁﬂﬁlﬁ@mﬂﬂmmauysrﬁsﬂ”ﬁa 0.08
~ 0.10% uaz ITRI wudwmsﬁmi%%ﬁﬂﬁsam%amiauuwaomﬁaavl,;jﬁw Famain I unaan
NNUHTTn swwdesnyiudned edumsdsznayszninalan: As - zn AfnduTrszing
lanznauloaiaeiiunesniey  sdwlsAaunnfansdonldauysol Fasenzadets
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W RILTIFIAT NIBNWRINUITTNINIAN
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(Discoloration) \u&MauIu (Blue - Gray) Uazliinumizguidn (Cloudy) uazmaidoudil 9z
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2. wpafloy (Cadmium) hlwaeAuwiimsnsznssivoclavenanlosiand  uazaaused
dldifensilon (Wetting Force) weliniamaianuunasuas nsiissmailonazsy
ﬂﬁﬂg]rl,ﬁt,ﬁué?mmmmﬁmﬁm 0-0.1% wivin wandlafisnnt 0.5% frvadlawznanlos
wofas3usu (Dull) laseniAefaanladdn vlwRunssdinveslanenmulosiaad naay
wad MslonuarnInTrangeaiianas Henuin Cd ﬁﬂﬁLﬁ@ﬁ;@mwiaalumiL%amGiaﬁﬁzm

[

110389 (Bridges) uazmatianuaiiuds (lcicles)

2. NAILAY (Copper) WUNAINAILAINS 0.5 % iwadanmnunieswin uadonl

P a o . a _a & & =
NBILAY 0.27-2.9% LUBNARDULTDUGBN 250°C WU’J’]’%]KLHG]N’J“IJ?II?Z‘IJ%LZ\‘??IaWtW%Lﬂ%Wa\‘ILL@G

p=1

ﬂwgm:fﬂﬁmmmsﬂﬁmammdwiamaqn — NBILAS ‘ﬁLLmuaas,lagu'llu‘[amwaw*[fﬁamaﬁﬁ W
U301 N a9LeIL AN ma D89N I8Ny (Solubility Limit) Gelunsdiussezaaans 60/40 7
250 °C a:agﬂiﬁ' 0.4% SIBuENTINDILAIFINTN 0.4 % ﬁ]:vlziﬁﬂﬁl,ﬁﬂﬁwgmuﬁa‘[amvﬁmﬂmaa
waosrtaman wetuilolansfwiunasuns MIazasueanosuasaniulane artiuvinliie
ﬁwgmﬂﬁdwﬁu wonanimosasiiulansfifinstomansianlds %aﬁwa@@mwgﬁmaa
Taveusulasinad vnlWwevwaasmsazaisanasse luwuwnisdidansefing @elansindn
Hunasuasazirlinasuandi luideduedlulansuauloainainaeumarléing datlaenumy
Aefpges: Badniwueiinasuasiotuedludralavenauloamadldliin 0.25% (hnua

Ununasuasndagludalavziauloanailasinasgiusamisnisni 0.30% Cu)

7, WaawWas® (Phosphorus) wuintfvsunaaswaimiundt 0.01% lunisideuds

= kg o v oA = ' ed Vo . (Y (3 A OV oa e [
‘naaLLmLLa:maﬂﬂma:gm:m‘L%m@ma?mmvlmug‘smmul@ E‘T’J%‘UE]%&@']%B‘LL LNN%W@&OGVL’J

2. Mz (Sulfur) azilifiveslansnsuloseeiayrs: ddmuziulugrolan:
nanlaaend Aldiuneasasfinnit 0.0015% fwwdsndonauniomsaminna USunm
fuzaulusslansuauloaiaat ﬁﬁwlﬁtﬁ@aw;m;azlﬂu 0.0002% MNMTATIIROUALLIIN
.ane (X-ray Diffraction) wuiniuziuazedlugilues SnS uaz PbS %aﬂm:aamagﬁﬁmaﬂam

'
A sa [

nasloaieainaeuman MuzdululansuaulaameinddyneglnFinugsldwuhiliifians
Lﬂﬁmmuvl,&iawgsrﬁu Lwﬂu‘[a%:wau‘[mamaﬁﬁmﬁhguﬁu \N3A 7%Sn - 93%Pb az¥ e
ﬂ’liL“ﬂ?.IﬂLLUUlﬂﬁwiﬁﬁfﬁﬁu‘lﬁLﬁE]ﬁﬁ’]&l:ﬁu 1.0% sdnlsAawidgsldladdnsinualdluinas
Pula Wimssnadsnaesiusaululansusulasieosiay swses ITRI wenainlans

wau“[mama%ﬂﬁqmmwmsﬁﬁwmﬁu‘lmﬁu 0.0003%
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W, fined (zine) FnzdudafiviliiAanenlasd TildiAuni 0.005% sz lviives
sapnFoudovunasuandoly uimsldmlszaunmadon (Flux) A3uaafiv (Reactive) 111G
woluilouaaalsed (Zinc Ammonium Chloride) azgiuaanazasmMineandlas (Oxidation
Effect) TovgInzdny lanaddn=alusnlanznaulosieadldfs 0.01% wananiuwdrdonsa
dorldmisnizaodpeslansnanloawesanasdis  sunaiiwnsiduoenladvasdn:& 7

wasuR lavsnayloataaTvaauvadly

. AN (ron) ndnzmindanudyn Wuasdsznauszninelans FeSn uaz FeSn, ld
Himanlulanzuzuloalaasng 0.1% axvlualiGey uwdwmansuinasauadlulans gy
Imamaﬂﬁgwm@ﬁu ﬁqmwgﬁlﬁmuﬁﬂﬂ gavumTianslavewaulaainasnyvinedagmannas
iy wamdnazazarodn llulanensuloataasle fanmnigois

) Q- 5 =® ~ .:4' i L= df T 6 % =y 0 Ady

427°C mumammaﬂLamVLﬂmg@lm;wuwaamﬂammﬂsﬁamas fowfiunignnpiii
1 dl o v a ﬂv =9 J’ aIQ 74 4

miﬂi:nam:mwiamwmlwm@mnmgm:uﬂﬂm:mmmaamum‘nm%mmumwiam

A o
(Dross) @9au1sOnNAaan e

1. [u (Silver) VLaja’]m‘ma:ma‘luaqmmm:ﬁﬂﬁmm wiaunsnsenuaynues
dsznausznitslanzldde Agsn Buazlafiolluiidovn (mpurities) Tulanznauloaas iwne

sl Ao usidolulansnauloaieosiay wiezity 2 — 3%naNw

7). fnLha (Nickel) VL;J'mmmazmU'Luaqmmm:ﬁﬂﬁ wiaziias sUsznayszning
lanzfla NisSn, NisSn, uaz NisSn, be Undiazlawululansnanloaead wazlufinaduagalany
lanenauloanes

21.4 qmauﬂ’afamna&nhama%ﬁ‘li’i‘luqma'mn'iwﬁtgﬂn‘iaﬁnﬁ (Thwaites, 1982)

Qmauﬂaiawzwmﬂmalmai‘“?ﬂ"ﬂuﬂﬁu%amiaqﬂmm‘"LWWﬂ Tt fuukwsesRnviinlan
Undidasiigoiauid Ae

1. sasodonfalansfidasmsrnadenlding wetting)

2. aﬂmmvlwal,ﬁﬂvl,ﬂmwﬁaaiwwaav‘@uﬁaﬁmﬁaagw\iw (Capillary)

3. gunsnidansdanwmiuiuszdlanzns (Metallurgical Bonding) s2winafinlamemi

FOIRRIINNULTIA LA
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9/3/ :} Q. a' = a b2 Al' a' @ LYY

2.2 ANNTANZIBNLINUNIZUIRNISBDNAUN-AENIAIYLATDIL TN AL BN
. -] ¢ i y >3 awa
2.2.1 RANNISNI9B Lsa:qﬂn‘smnw‘lmﬂ%au%awamf%um

PMNMTWAIUT AUAIN %5{1azha@iaLﬁ;aaluqmmwﬂﬁmﬁlﬁﬂmaﬁnﬁ TN FYAUDILHH
§181995AA (Printed Circuit Board) waztuaaumsianidsiaf vllgoavasmstanieane
SanSousaludd Guaiandovdaludaniefondoranmsveinisraawdiusiad ldsu e
ﬁmw’mﬁq@ Fatlznavluineduaaunan 3 Juaat aail

o msARaunand wiohenlsan (Fluxing)

® NIAUAINTEL (Preheat)

® NIUanI (Soldering)
wanantudssznevlUiissinuesssuuadoufinessianin  (Conveyor System),

STULNNTTEUNEaIMA (Ventilation System) LLazsznumuwﬁuﬂ

- SOLDER WAVE

RS = S L ey e e

Prehaa ers
Soldering
lux Unit
Fluer

Unlevel Level

P & o - “ o (N
31]7]2.3 LEOITUR aumsmam‘l,umsaaL’nauamlum
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n. Wang wiohonUszam (Flux) ussdmaadaunand
TunmsidenltriauasWand  was i saReUWANTRIUUEINALIIITUBILHUANE
Nmﬁmﬁﬁ'ﬁag%mmﬁ@ﬁu %uagﬁuﬂﬁwmmﬁwﬁu
- S:U:maa"mQﬂmnﬁﬁm@t&mummmwsﬁmﬁ
- A% waranus L nlun s e uss e aa T IUNENS TR0 URLHBE 899 TRUV
- s wazanudwiiladoriuaesdnd Adssmsldluniseda TapvldosRianson
lugﬂmaoﬂ%mmmuﬁavﬁﬂ% (Solid Content)
- AMNUTENES LATANNGBINNTIUNITALTIIN ‘?‘immmﬂmsmﬂaﬂugﬂmaqmwﬁaa@
Avlunsrinau mﬂﬂﬁoms@uaﬁ"ﬂm LLa:mSﬂwgﬁﬂmLﬂ%adﬁagﬂmﬂ
- ml‘fﬁhmaqqﬂmzﬁﬁﬁm“ﬁ’aaﬁumiﬁwm
aaoalUfrfievaseiandousaludafivnnisdonldde %aWﬁﬂeﬁﬁﬁmw’Lunnfuiﬁ

~ J (e e 0 [ Y =
vammh:mwwmmu@meagn‘umnﬁaﬂl‘ﬁ sNnTaLUaiu 3 Ussianaignuae

¢
a

o

3. WanweaL s

3ﬂﬁ2.4 LREAINITANINUDIAT DI WaINRNTD

PINANI I wUaIWanT wiaionUsean
- YNANURZNG t{u AUENUTN WarTwaan lre UNLARAE9ITRUNNawrin1TTau
2 A [ 4 A ) [N A ] a A’ Ly
- aausdsinralavensNlraeas WWatroliiAanindandanulaveiulding
- Hesnwmafialjitonasndiatuuesatsnsas awiiasnanmylasuanuoun oo

AHMATANW B HIwaTaTaus A LU
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a A(‘VL Vel a v oad -~ [ ad 3 ' A L
Imluﬂaguuu AUNITAAAUIDNITLAROUWRNTRANUUULRALID LLE}’]LLG]ﬂ’]?Lﬂ@ﬂl‘H“IJ@O

3

2

o  ar

SRRV INAN T ULH WA EIIDTNUR LT

Suae Baluusardmiufrysenauditad wasdialdalnaied SesuTontsldanuanumenis

- Foam Fluxing (8 6URANNITU0$NTIW 8422 IWANT A RUNEN LA BA 8399 TRLW)

- Wave Fluxing (2 90¥anMsU8dnMsyNARuaadnand IR FUREN ULAREN8299 TRUW)

- Spray Fluxing(@1FURANNIVEINITNALDEITEIWANT AN AFNULHUA1 873305 AUA)

G916 vin mnﬂ‘?amﬁwqmawﬂ@ Lasa T saua1s1

@

9%

Maximum
Overall
Equipment Fluxing Recommended Equipment Maintenance Material
Economy
Height,

Type (in.) {mm) Flux Types Cost Cost Usage Rating
Free foam head 5/8 16 All except no-clean Low High High Expensive
Supported foam 1.0+ 25+ All except no-clean Low High High Expensive

Wave fluxer 2.0 50 All Medium Low Medium Low

Rotary spray Any Any All High High Low Medium

Nozzle spray Any Any All High High Low Medium

Ultrasonic spray Any Any All Very High High Low Medium

Source: Copyright 1994 Manko Associates.

a
Assumes similarity of construction materials (e.g., stainless steel versus plastic).

o P> a & ar ' a
AN 2.4 uR@INIIWIDUIRADY aqﬂnmml%’lumsmﬁaUWaﬂsﬁuuLqummq%wuw(

‘Luﬁmqmauﬂ& wazdldany

o @ A o~ A 9 wa A a A Al ;
Fwmsunmndeulasaaadondaludanltluaiontinde Aeultitnns Foam Fluxing

= o A o I | A Aa & o a . o o
TITDNAUNDNY KIaNalNy Iuﬂﬁlﬂﬂf\allNWH%%WNEWE%T%’]@LQT] Lfﬁ%"ﬂqu’luﬂ’]ﬂ W?Nagluﬂﬁw

ussadandgion i iRelflumsiweswdnglidudaiudmmuagsasrasuduaenesind wazlu
msﬁw’m@ha‘i%ﬁ:ﬁ]:ﬁaaﬁwmsmugmﬂﬁ”mﬁa ﬂlﬁ’agluamwm‘iﬁwmﬁmm:mﬂﬂmw
Uszinnuesndng (@93%m3 Foam Fluxing fealdWandasfafilidasnisiainuazaransaain
FunaBan) fatu

1. Raupifinazans a:ﬁaaﬁqmamﬁaﬂuiﬂmmﬁwaaWéTﬂsfw’?‘i‘Lﬂz?mu

2. WHEUEMA WATANEZEIN FxdasnruuuTIau TNy swldBsmswdian

2893 LLazﬁwﬁuluﬁaﬁmsqwsTnsﬁ
3. 5:<§Tumm§waaw§ﬂfﬁ mTsiinyainiane wsdldduduiiuasan

qmwn‘iﬁ ha9INAM UL WAz NRBAVAIWANS a:uﬂsﬁummqmwgﬁ
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2. NNIAUANUTAL (Preheat)
waNadyreImMIstauion
1. Lﬁalﬁumss:mmﬁaﬁwa:mmﬁagdiluwaum? (Flux Volatile Evaporation)
lasltanufouraimsauanuion (Preheat) LunITsinasyinazanowand
ﬁauﬁa:mﬁ@a’mmaqmsﬁam (Wandalilavuinasdainlsznouassfiniuoinde
danagoaliuinfny uanmmfuﬂm:ﬁﬁ;@Laa@@ﬁm’jwﬁ:awa"ﬂsﬁ wiopaguann) Liasen
MSLAAMTANFITBIRN YN AU IWANTUWLHIE 87T RU AT T IR BN WU DI MR
sxlfiRansuendavaslanenanlaamss vaefivinisefonidivaiulansuanlss
Lo Sludnaanniside
2. Lﬁ@ﬂ‘i:é}’unﬁﬁ’mmmaomﬁ% (Flux Activation)

a

Wandilszinn Rosin-Based ﬁ]:ﬁﬂﬁﬂﬁﬁﬁ@imﬁaiﬁ%umm%amuﬁaqmwm

q]
Uszanms 82 ¢ @anunITIeTuaaTand LN sawaazyin I wansluaursorinawlaatiig
S5 /NnDA N

a

3. (el INwNITNAANULFERI LY aaqﬂﬂsﬂﬂaammﬂmﬂﬂﬁﬁmmaqqmvﬁgm

2819RUWSY (Reduction of Thermal Shock)

punsutlWiuesiiasu wniedy srldfuanudomsudifing ldfuana
Yaudandan 2-5 %c/s Femrlivnmseuanuieunaniissiinmadauin azviligunTal
Lﬁ@mim‘é‘imuﬂawaaqmvxgﬁazi’m”mﬁ?a nNguniivis (Uszanm 25 - 30 o) lalils
gmmQf}"um:muﬂﬁﬂamwaﬂmma‘? (‘ﬁ'ﬁqmwgﬁﬂs:mm 245 - 260 °c) NTNad19V0
ouWnniHg 220 - 230 ¢

4. sasslumikiuaiulanznauloained (Effect on Soldering Speed)

mwﬁﬂmaamsﬁamﬁgﬂﬁaa mﬁL%auﬁawid auﬁm‘fuﬁ@ial,fiamqﬂmni
WATANENATNEILAY UWUHUAN L9 TRUW VL@T%’umm%ammﬁqw&gﬁgawaﬁ%:ﬁﬂﬂam
e laamasauTonnaduaI U uHR 8 TRNI L (Wetting Temperature) 96773
SRS NFOIURE IR §8 §IUUBIANNTEUIINNNTOU (Preheat Step) Uas
adulansusulaainad (Soldering Wave) aziwnsldsuanuianainmsavsnnin fvinlw
fenudasmienuiauildnnafulansnanloaaasiaoss Ssmunmnlfiasnisinuadu
Tavenauloaiaas (Dip Time) wovasle wazddinaldsarnsndaiuiuesline @
I@m'i“’uvl,ﬂl,l,ﬁﬁqmwnﬂfruamﬁﬂamwaﬂmama%:gnﬂ%'ulﬁmﬁ o enguitidaniuly

auinE Iz IuHENTaIdYN-axn Iulanzuanloainainld)
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3ﬂ°7]2.5 LLﬂ@x‘]ﬂ’l?‘ﬁ’N’]%ﬂadé"{’J%aUﬂ’l’]SJ%/B%IW sltuaainanuson

Printed Circuit Board

Preheater Location”

Top and

Top of Board ¢

Thickness Covered Temperature Range,
Type 5 o o
(in.) (mm) Bottom Bottom F (' C)
Single-sided and flexible All All Adequate o 180-200 (80-90)
Max. Max.
Double-sided Adeguate . 210-230 (100-110)
0.063 1.6
Max. Max.
Multilayer ( 4-6 layers) Possible Preferred 220-250 (105-120)
0.063 1.6
a Min. .
Multilayer ( 6 layers) Min. 2.4 . Required 230-270 (110-130)
0.093
a Min. )
Metal core Multilayer Min. 3.2 . Required 230-270 (110-130)
0.125

A519112.5 LLammnﬁanlﬂﬁqm;vmuﬁﬁmm:awlun’ﬁaummi”au

a

Center of layer stack should reach a minimum of 180° F ( 80° C ).

b

Selection is also a function of component size and density.

(03

Covered to reflect back some of the heat and create a convection tunnel.

d

Measured on top of board when leaving preheat station. Temperature measured on insulation, in between

metallic conductors. In the case of top preheaters, the ideal temperature measurements are in the center

layers.
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. 2

L

m‘sﬂ%fmﬁaﬂQM%Qﬁﬁldﬁ’Lumsaummé’au
- LﬁanqmwgﬁﬁmmmwﬁwﬁwaaLLNummwsﬁuﬁﬁﬁ’wmmﬁ@ PIMNHITWNTIA
- ATNFOUANNFNYTUBINITIADUBIWENT  9INNTRIIIN LRENITUANAIT8 9
Wandunevnmngoy Taomaluuds qmwgﬁmiam:ﬁmwﬁ‘wq@ﬁ%ﬁolumm 284
AET AR E NGV G N qmwgﬁﬁlﬁowumaala%:mﬁafuq
- ATIRFEOUANUMALNLEN LAUNAFOUNUWHUA1D9TANN ﬂﬁ”mﬁw%aa@gmwgﬂmg

PNDATINTHAR Lﬂ"’muLﬁmuﬁuqmmwmaaiam%auﬁw

a. NMsvana (Soldering Station)
drmaasmstaniidusuiifwirladdnveaedendondaluds  Taovialy
Usznovdimaioaila LLa:qﬁﬂmiﬁa%wﬁzywmU&%’mﬁfmﬁmm
- vausnylanzuauloained (Solder-Pot)
- Lﬂ%aaguﬁﬂa%z (Solder Pump)
- ﬁ?ﬁ@l‘zﬂa%: (Nozzle)
wiasdandaludadldlony e susnnazldnannisuesmisvine Sulans s
loaiaes (Wave Soldering) I@mmaam:amma‘[ammau‘[mL@ai‘u‘%qw'ﬁr (Solder Bar) NiaaT
f&dumaa@yﬂ@iam:ﬁuﬂu 63/37 aslutoursylanznauloaiqa’ ﬁﬁmamﬁwmm%magmmlu
SIS IMHENTINEN TN AIEIWHEY T IAYNAGN stﬂzuanﬁnm:ﬁﬁgwaammm@ﬁﬂ'q@

Y o o KAI a ¥l v /:' J
ud gemevinllavenauloanaiitaudaldinubein

mﬂﬁmﬂ%aagmzﬁwmsguﬁﬂamwaﬂmL@a‘?ﬁ%aammamm ALY DILLH

as da @ o < A A A aa . o
nisdAraznIU (Dross) fidnadiuduasinde Junannnafialiiuaendiadi Paslans
wanloalasiuaIna muvl,ﬂgjﬁaﬁ@ (Nozzle) aanuIuan e ta9n AW SUNENUAIUA18199T
il a € s o oA &t v & & o e al a 2
PaaHume9aTRun  lagazdsulvedaulanensulosiaasnldiduafuidanaTsutadiindn
LR IRN WO AR INIT IRRVEIINAN 1agLARaWNRIBN NN UAANITIARAUAVIRIOWI WA
LHUAIEIIITANN Lﬁaﬁﬂa%:wawisﬁaL@ai(aquLLciuaﬂma%sﬁuﬁuﬁmﬂmﬂ@ﬁﬂﬂgju'ammq

A s vV p- |
Iawzwmf[eﬁama{mfazgngmaumlmalﬂaﬂ

dalwldsesgania gij'aanLLuu%aﬁnﬁmuaaﬂLLuu'l,ﬁﬁmﬂMamaaaﬁu‘[ammau‘[ma
waflufiaidoituniTiadoufivasuiuasrseTRuanEnTead Seasfidmdanlunisusn
‘[amwau‘[mama%ﬁamﬁuﬁ@maguuqm%‘auaanTmUmﬁm‘fwﬁﬂLLa:meﬂmmaaﬁﬂwmaw
loaiaa’ vlitvaaniaifiagaunwiesdszinn Excessive Uz Bridging %38 Shorting LA

AH1ITTHRUW LS
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\\“.
»\“‘.
\i

\ TURAULEST 2678
QL PREVESTS D303
“\L—————’

= . ot -
| ; L ; >_uu MIKED 1N

JUf2.6 waadunwRIlaTaa N sSaulaultaanlavenanloaiaas

uaﬂaﬂﬂﬁ?uuwau'%ﬁwa:aaﬂl,l,uuﬂamsgiwmaﬂﬁnamag imadaulanldinge
waw e lldedvlansuanlosmasinnnimileain (Multidirectional Solder Flow Multiple
Waves) Lﬁaa@mnﬁ@ﬁmmwiaaﬂi:mm Skipping 38 Shading autflasanan mafanisda
endularenanloaines ﬁé’wﬁammwﬂuﬁﬂmmﬁaqﬂmtﬂﬂmﬂfnSMT (Surface Mounted
Technology) ﬁawagu‘%nmﬁmmmws ﬁﬂﬁsam%wﬁagi%ﬁaqﬂmdﬂs:mmﬁ Talasulan:

neulralaas uazluifiansiou

sufn2.7 LRAINITLT Nozzle 2 salumisadaaulansuayloaiaas 2 1l
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CHIP SHADING

3U712.8 usavanumzaaImaiiia shading nedulanznauloained

2.2.2 TWAaWNIIANID A LN G

w&”&mwﬁu@aumsﬂs:ﬂauqﬂﬂmi&ﬁﬂmaﬁﬂﬁ@m 9 ﬁL‘%ﬂJ@%LL@iﬂ’]iL%yua}ﬁniﬂﬁw
Lae9dnIsaludd (Automatic insertion) muﬁumﬁamﬂ%wqﬂmtﬁﬁuUﬁa (Manual Insertion)
I AOSENC M ATITE Lmummw‘sﬁmﬁwi”awQﬂmrﬁ&éamaﬁnﬁa:gﬂmmﬁ'@n’%ﬁazl
loaines (Solder) Lﬁatﬂumﬂ%awmmwm?ﬂﬂmgﬂmrﬁma@L%ﬂmaﬁﬂé ﬁgﬂﬂi:ﬂauﬁ’m
mﬂiu‘[aﬁmoﬁwm%aﬂmhg Tosfidunondanasaoldi

1. mMaAdausinenszau (Foam Fluxing)

2. MIBLUHBAIEWITRUN (Preheat)

3. MIUANTHIBNTTLDaN (Soldering)

Foam Preheat Soldering

Fluxing > Zone > Zone

~ Auto- Soldering Machine

2.9 LLamiTumaulum:muﬂm%amﬁqn-m:rﬁ"ﬂ@mﬂ’%au%au5@1%3]"63
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) {d‘ a a Qe ~ =y ) d' i £2 =1
Uaussglauzmmf[ﬁ]jaL@aiwlﬂumsmﬂﬁa@@umﬂﬂm:u 2 da Golundaztaazd
winfsanuld leg
vafl 1 axiinstwavasinlaveuaulaaiaasuuy Turbulent FUUTIAE iNa W
ﬁﬂamwaw‘[%ma%::mmmﬁammsﬂ‘lﬂ‘lﬁnnﬁuﬁ I@mam:ywé”waoqﬂmfﬁmaiuiaﬁmo
§UIURAUAY (Surface Mounted Technology) @vvpusialavenaulaainaiuuussiuailsl
ausontnna ler
LA ~ ¥ 5 & . s Y &
Uafl 2 azinyluavesinlavensuloaiaasiuy Laminar G310 lanensulaaians
ANENSIUM L auNTZAN ﬁﬂﬂamwmﬂﬂjama'jfmmmL%aﬂ@?amaamLawaﬁmﬂﬁuaa LA
Fuiudigisdsanlansnaulsaiaaigmiifamnmadeslutausneandis  iiatlasnudgm

MIRAIIDT

2.3 ANHMEADUNWIDITHAGI 20450 UL TaNTNLAATW IBATLUIRAIITAHNALN-AE N

2.3.1 gnuquasmsiiavaunniaslunaeanfiyn-azna (Coombs, 1990)

mzﬂﬁamwmaoé?nwmwaosam%a;ﬂquﬂaﬁfu Usznaudloanuaunsawnnsilon
lanznauloainaifidvosngUninidnag (Lead Component) LAZgIUTEIRILNAIUAT (Copper
Pad) Unwinano9asind Seazviilildvesideniiidnuacsesinfitoy ad Sanmwuuh

mmmwimmﬁwadsaUL%amﬁaLLamé’sEﬂ

JUT12.10 LEAIAN LS aasam%auﬁiﬁqmmw
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Famolugnwmsnaadifedueseudrdnwasasssasdanlalaiinll et uais
Fddudasiananwue LLa:mmqmaamnﬁmam%amﬁvl,;jﬂwim‘lmmmmG]Lﬁaﬁa:mmm
Aianzvinaing wiannisuilyldeeiunied I@U'ﬁ"ﬂﬂﬁﬂwmzsam%auﬁvl,ajamﬁmﬁﬁmﬁ@
ey liwiuen uaznsmanisaruguiladoeg ﬂ@ToGiavLﬂf:

1. anuaIsolunsialancnauloaiaas (Solderability) UBILHRATEIIATAUN
LL&:“IIWQ‘]Jmrimad%uﬁ’maﬁﬂﬂiaﬁﬂﬁmd 9 (Lead Wire Component)

2. ANUFINNTDIUNTNTIIREL LLa:muQummﬁﬁma%@mﬂﬁlﬁluﬂs:ummi
L%@N@‘l{ﬂ—@:fﬁ (Soldering Process)

3. @uEuIalNITE NUU LRI 8299 TR TN R AU N T DA TL T 0 Y

aqn-@:ﬁ’g (Soldering Process)
a X a 5 A a & 51 a
2.3.2 annmwaagmunwsam%mmo ININATR EWBNITUIBNITHAG

N. Nonwetting and Dewetting

Aomnfnanuldwefiosaslansnanloamasunsaudoy (Insufficient Solder)
swilasurananuliaunsaluniséalanenaulaaiaes (Solderability) sdnafosna vinldle

dl d' « 6 A A‘ A (d‘ % =y 5 o @ &
iammaw"l,mwgsm launsiTeuttenilavsuguloaiaasntainllun e lvaraudauss
~ oA a & . a & @ Y E a o, @

Ya9saulTaNfiialuliiiaswe wIatAalanialumsuaninladne wiaunsavnl¥eansanunn
T Wi a1 T1ieNTonaITa s TaNaasd LiHaINANUE VTN TWHY  uas

mMItanuTauasTasTaNy sl suaulSu s lansusuloaleasunwIasGau

198aMULANAI9TE NI Nonwetting AL Dewetting azag#l Nonwetting az1iluns
lddalamatlansnanloamasunsoniion wiasondtaginsiidevedlansnanlosinasun
Pwsasmenadned Ftfennlanefiliiugn (Base Metal) NAzupIARFTEINBILAINY
3 Ad A '3 a | & @
lanznanloaiaes  Tunsdifiianinumgtninhnfanisusnsiwsasnagniaiivlancnaulos
a3 ®u Dewetting auidunsnyududmvatlansusuloaaaininniinlifiossnanany
unsoluntsdalansuauloaiaasnliiisanavesuduatsraasiud  inldlanzuanlaainad
i ~ 1 i v ] ] d‘ a ~ a Cé 1 k2
dandamwizlngiuune gsusendon udd narueanlunauwianfansuden Sesiununnusn
Qs =3 J o~ £ as s 1 :: ar
Nonwetting &z Dewetting naziiaduluvialndifasnulasanyusanuunniams 2 9n
=) J :
\iaauan
1 ~ a (4 A P as
- anvhinaissvaennuaansalunisaelanznauloaees  MiAsitesnuainy

o & a4 & Voas o o &A =3 L9
UNTOVAIWANT (fm"uua%mfum@"uaawanwlﬂum:mumma@mU)
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P o & @ a & A & . oA &
- msiiiau wiaguludn Twldfemaiiatuaiin wiotueanlod (Tamish) ARawLY
Annasuasadidumeasind AezldvimihAdaunsmaawseswand  iesainanylyl
manead lun A uSn

; mm%imm:awlumsmuqunm LLa:qnmQﬁﬁlﬁ’lum:mumn%amaqﬂ-@:rﬁ

. Excessive

Aan1sndlanzusuloainad L%auamagumaUL%ammmﬁuvLﬂ Zelasvialuaz
mmmﬁmsm“mnﬁmwm:gﬂmwaasas}L%aw fanuh Lm:‘yjﬂua@ﬂﬂ(‘?‘mummmﬁommw
laumsilavenaulaainss ﬁmnLﬁu‘lﬂﬁ?m:ﬁm‘immﬂgﬂ'ﬁwaﬁam%amﬁ‘lwﬁmqﬂmzﬁmu
viulavznauloaiaasaonyn wielifidesuin iwszmrlifinnguninilndasnyn  axvilila
funsauile vS‘aﬂizﬁu‘lﬁdwwqﬂmdiﬁmawa ﬁ%agm‘fam@@ﬁuLLN%MUN%“@NV\T‘@%‘%@
TagsniAeduan

- m'svl;fl@ﬁuw&“ﬂfhaag@l,%am (Flux Starvation)

- Nl Preheat Mﬁaqmmﬁwaﬂamwau‘[mm aseiAn Ly

¢. Bridging (or Shorting)
“ Aa & A a \ A & , Ao  w X @
dansfillanzuanloaefifenfaaguniaion aius 2 aafidaiuiuly laudn
a a a A s 6 A v Qs ar & ol v
wfannnmnfiiely wielduueg veslansraulosiaed Hdldfumuiumgdninineyin lu
FIBAN829259 192 1A AANIIRR299T (Shorting)
FMQUBINIILNG bridging saulngdnezfiaananyllmanzauueinizuiwnis
s lelur
- gouwngilludauuos Preheat wioduuad Soldering iniAinly)
- shondszmunsansngdldianududuiosmiuly
- fauaantud (Oxide film) 2adlavsnanloaaasuniiTelanznaauinalngng
. A a Py P A @ A A P a Py
vy (@afaitasnninnwlewvesdinzd wisagliftouludiinuiaun)
- sUuuUBIARY (Solder wave) lalminlaue WinaamBaIFIBWIL (Conveyor angle) fili)
AN FY
- ANBUSLUUYAILHNAE9TRNANT AR RILULIN wWinszuzavewihamgunaol

HoutAnly
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J. lcicle Formation

aamsAansforvaslansnauloanaiunsandoy lagsniiaonnsain wis
LUNERTaIANAN D293 TRNWIIN AR 10 lane s TRl S ﬁaguuu'auwﬂaﬂ,&:maﬂ%awf!§ 3
ynlfiAamsuondfliaysol sulwniAeanmsdwionsasfonsa inogiliitoaludfanmd

11N RS INYN miLLrﬂ‘uI@Uﬂ’mﬁwwlummmﬁwaoLmemamﬁmﬁa ananAinlans

9. Blowhole
ﬁamﬂﬁ@g wIalwwonanelusani@oy  Faudamnnisudsaavaslar s na
&l A A ol B gy A A a A o oo = -
loaaasnivesania ma‘la‘a:mmﬁuaMmmagmﬁ‘Lmammam sAiadwindawednifiasan
miﬁWﬁﬂsﬁﬁ@ﬂﬁNagﬂiummumr_n\msﬁmﬁ W01 Preheat fm1aussdnTaiwlunissany
Wé“nffﬁ@ﬂﬁwag;ummummwsﬁuﬂﬁazml,ﬁmwa PulddeSunme i udulus imeduin
VAl

2. Cold or Fractured Joints

Aomsfifassadaudamsuen w‘%a‘lm’L‘:‘S‘wﬁéﬁwam?iiwirl Haio99inns
mfé‘auﬁmmmgﬂmmi (Lead Component) 1mefilansnaulaaiaaiiduning nisnoanan
u'amsg‘[amwaﬂfﬁama%ﬁ@ﬂ%s"ﬁaﬁﬂﬂamwawhama‘%vl,sh’mﬂmf:atam';ﬁ’u felAnseswon

AUNINTLNR

. Dull or Grainy Solder Joints

ﬁamsﬁ'sazJL%aw?imum:mun’m%am@qﬂ-mﬁa JanwuzAadndde D& Ay
Taaevonuas  waztiulsznie Lﬁ@Lf‘iaamnmsﬂwﬂraumaaia%:luﬂamsaﬂw:waﬂmamaﬁ“
TanslulSnmiinn lasawienas uasnasued devsrnisenidsudanwoedindnodiese
157 1flesnnmisrhyfiorvaamasuaznasuas Audyn FombiFunmdynlmhlansusy
Taseefluveanss wazaraiinainmsiiewlans (Dross Particle) 7iiiaaindffTevoslanzuay

TcﬁaLma{ﬁuaﬂﬂwaNauagluiam%aw
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JUN2.12 uaaadnszyastasiBouf L ldgmniwiszinn Nonwetting
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1 SSSIIGINT) ]

HEETR e

3U12.13 URAINN¥ DAY aaﬁayv‘ﬁamﬁ‘lﬂﬁqmmwﬂszmw Excessive

312,14 ugaadnwuzessenFauflildnmniwiszi Webbing & Bridging



2,17 meé’nwmzmaasam%auﬂhﬂﬁqmmwum Cold or Fracture
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P=y '3 a Aaa
_2_4 ?’1q1+ﬁm*;aammuu,a:';msﬂzwmsnmaadtmanm

2.4.1 N9 NUUUN1IINIORDY (Design of Experiments)

duniseanuuumnaassiieasinaaugii Jadb (Factor) laniaeiuys (nput Variable)
lanfnadafenlianuirnyedaanuanla)lunianiusiNoanyn (Output Response)

11398 (Factor) lwnsnaaaunsauu lain

1. ffadfiauguld (Controllable Factors) nanpiis fadufimansoivuadivesdsdnnuld
lunsuae
2. Tadpfieauaulild (Uncontrollable Factors) wansfla Hadofilimansaimnadives

TasaulalunTnae auliasuianmaluladldnuaows é’unulumimuqmgamn vwIa'lad
anumaIauunziienanwedonlunTHE s Yay

Y Aa fawlssnuvianan ot

7. x Aa alilefdsy vizatlads

a8 Andwatiiaaniasy

fa auMaLARa

gﬂ‘ﬁ 2.18 LEAILIANY LATWITINLGDSTBINTZLIVBAT
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ANSEANLLLNNITNARaIN YNNI TR Ledn Tadnlatuadandanmsl wioludnari
FoerinmTAsundasndisiay 2 20U UFIWINIINAR8d NBUILATIEHAIHENIINGRDT 67
289U 1R Y wanpfsdnANunLa A wansfdnanududuesd %wzagﬁmmﬁaﬂﬁmw«léﬁ

9819 A9k

| | | |
A, A, A, A

2

ar 1 1 a Qs Ed v) a ' = Qs 4
Ylady A LiTnanenaad o ade A inadonansag]
U7 2.19 ugaaBniwaniing LRANTWan eIl s anaa T

24.2 '3@1Qﬂszmﬁmaom&aammnmmmaao

1 1fafududaifiasss (Confirmation) fla MIRgadtdalfiasds wIaanubean
Uszaunsol vIennuuisedisnatunoifieiiunszuiumsuge
2 1NaAurITa1ia939 (Exploration) Ao MIAN®NvBNIWaLeItads Ininiinasa

NIZUINNTT
2.4.3 @191naA« (Definition)

AnFwanena (Effect) nu1ahy wavadamlsau(laduiniudl swsamnua
wszilRouudasld) Afdedaudsmu@mansmeiimuninnmuldndonnnimesasluudazase
NIAINARINTIIN)

a

U939y (Factor) winely anuauidla gienaidlaninadenanmensszasgm
anwaeluaInia
o : o A ) o A A o
529u289198 (Level of Factor) wunafly &Nz quasfadanit 9hvinnis
MAURA BN TNARDS
[ . = o A v a & @
a385Un7u (Noise Factor) nanaily tednfinaldifianansenuian 9iey 9luns

NARDI N IUNTIUINHUTLRY VL;J'mm*mmuQu‘l@T
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2.4.4 ARN IWHAITADNULLAIINAR DI

n. MuuBEN (Randomization) fa myinlwlamalumsiivdayavestoyalu

Y

LARZMINARBIYIN 970 Lﬁam:mUwamaaﬂﬁrﬁ”ﬂﬁmquv{,ﬂﬁ 'Lﬁ”umagalunm:ﬁuﬁﬁﬂmlﬁ
Y I@sjmiﬁvr;ﬁmaaamejmf:%mmmumaamvl,ﬁ?m 3 3% Ao
1. m‘iﬁ’WLLUUE{i&JﬁN‘H‘iﬂ (Complete randomization)
2. nIyuuuguedneing (Simple randomization)
3. mavhuuuguuuuauysatnalundan (Complete
randomization within blocks)
9. MY (Replication) #8 msﬁ’)msmaam‘?ﬂmm’a:ﬁa;ﬂm araaLHA
maaﬂwﬁ”uﬁmuqmlsﬂﬁaan
. M3uden (Blocking) fa msaangurnnisiiudanaiilugagg aaansUad

ﬂﬁaﬁmmﬂﬂﬁ uet basdunesdasinsringualy
o a sf: a &
2.4.5 A0 UIWADBIBNITOONUUULAE IATIZUHANIITNAR DI

1. msfiudgw dumsszyd eanudainslumsniadioals Ty fiiedn
lunssaumsnaedeasls Ssmstoniymluiil awfnlsdfiagusadlunmanns
2. mufoniaivfifng  warazeupastedy umslsvanninenned  wee
Ussgunisaifiasd fidanlunmde Lﬁas:ydnﬁﬁﬁﬂ@ﬂwﬁma:ﬁwa@iamsmaaa nazluue
aztladtiin aarasdiaslumsnaassatiels L'ﬁas:qs:ﬁumaaﬁa%’slumsmaaa GOMAHEDERET
Pysdufldarniuuuule wuurrue (Fixed levels), WIURY (Random levels) WYB LWLLNFY
(Mixed levels)
2.1 LU (Fixed levels) nunafls srdupasifadsfianansn
AILAN WD NUAF oL UnOU
2.2 WWUFY (Random levels) #un8f sedvvastadndliaansn
AIUaN wiamnuad lduiuan
2.3 WWLHEY (Mixed levels) Wano i MINENNEUIza LT d 7
Furanuuinnee e IRETILEY
3. madendinlInauaues (Response variables) lunsidendiudinouauad
ﬁwmswwaaaﬂ:ﬁauﬁaﬂ%uﬂsﬁmzmﬂ’lv\”'ﬁagaﬁﬂuﬂsﬂm’ﬁﬂumﬁﬂm LRrmM IR a2

AaILUBEN swﬁammgnﬁaamaam‘iaﬁaﬂ”wu
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' 1%
A o )

4. MIBINUULNIINARDY ﬁ]zﬁaoﬁmsmwﬁaﬁ’]muﬁaga mmlumsmaaﬂ

=l

ezl Fodialun1sgy (Randomization) uszn1sudan (Blocking) FLRpToas iaaein
g loaruludunnuiios s’auvl,ﬁﬁaﬁunuﬁlﬂumsmaaaéww's”um'nﬁaﬂﬂaﬁ"ﬂmoG]

5. MstniInaaed lwunzyinisnased adesUiaaamannildssnuuyly
wuda daaiingy msvedn uazdaanseTluunevinnmesasia mmgmﬁawaqm’%aaﬁaf@
waranu s aEuelunsnasa Walianufianse (Error) ﬁaanmﬁﬁfea‘ﬁ'q@

6. myaTzdtoys lumsienziteys lfanuimemustfidhandiamed
uazaTUNa mwﬁv‘oﬁ@ﬁumwwgﬂﬁawaaﬁa;&aﬁzﬁﬂﬁu ﬁauﬁa:ﬁmmﬁa%@ﬁﬁ:ﬁmmmfﬁ 1
yraada liasnuanldintedvlafing (Effect) uilalduinan wadnioaeissdofilium
mdlumﬁmﬁ:ﬁmalﬁmmL%aﬁmﬂmﬂai%mﬂummgﬂwa

7. &yUnauazTalauauns Lﬁaﬁwmﬁmmzﬁﬁagauﬁa IAAIFTUHAVBINTT
aTer %ammmmlugﬂmaamww AW Lmugﬁ 48y LazlATBIRUaLUL Lﬁaﬂ%’uﬂ'gam:mu
manaaldain

'
= o

s aa @) a &
2.4.6 'ﬂaﬂﬂ']i‘ﬂ'maﬂ(ﬂﬂﬁ)']Lﬂ%‘l%ﬂ’lsfﬂﬂi’ltﬂ{l}a%a

[ B xE v A I a '
1. MTNAFeLANLTANTVaINIAnaule (R-square) LHunsipszriiinisesn
AV o & & = ] & v A
LL'U‘I_J'Y]V],@@aﬂLLUUﬂJ%NWlﬂ%ﬂ’]EW@&BG%% ﬁﬂ’ﬂmL%lﬂﬁiﬁNLWUﬂij %Gl%ﬂqiﬂﬂaadnﬂﬂiﬂ QIQRINEN
a A a M v R - - P a &
QQWNN%LLﬂﬁﬂBﬁUqUVLJJVL@ (Unexplained variable) WiaaNUNRIALARDUINATULIRUD NITEDNLUY

MInasaIndazdasrinlimiaanuiwLlsfasuy i ldnasn 50

a a A( e A a i a k3
MINaFe UL T=ANDVaINTAAFRLY (R-square) = anurnulsfiaSunsled x 100%

AMUNBLLTNIRUA

fendulssantuasmsaadule (R-square) ¢n sansaurtlulag
1. st lumsmasns
2. ayegauwtRseauifoatos udeanuuunmasaslng
3. fmaRutlasuinuds daulssantnisdagule (R-square) il”q@‘i'wag'
LFa9INaINTaduIUNIW (Noise factor) T37N 39a75¥NN13UEaN (Blocking) L Ha&ANATIN

ﬁﬁmumulﬁﬁfamﬁq@
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2. mwmﬁ]aaummgﬂﬁawaagmmu (Model adequacy checking)
MNFUNT; Y” = H + T’.I' + 8”
T3 W @o duady

a Antwaniinaniady

mo))

T
€ A0 ANUARIALARDW

lumssanuuunnesssaimlng  dnazmssuydsulumyiensinnmsi vy

(@udsaauauay) N nszneuuuLanualn® (Normal distribution) wazlunisf y aziins
nssnouuuitldazaadld € (anuaaanfew) Insnszasuuuilng wasdsailuniinszaned

= A P Z
WudwIzady asdl €, ~ NID (0,07)

MIATIIEaL €; 1 3TuaeY g

1. MIaTaEeumMInsEnodunisuanuasUn@ (Normal Distributionyn3a 'l lay

-~ manasouuulasauant (” -goodness of fit test)
- mmageuiuulalnlusev-suasuwan (Kolgomorov-Smirnov test)
- maseulaglinszaraiagaunTuanuaslng (NOPP)
2. myariasouanuiudasz (Independent) loglfirnuninisnizany (Scatter
plot) LLﬁa@léTﬂwmzmsmzmzmaag@ﬁl‘ﬂmuﬁagaummugﬁ Pimsnrznsuuudaszvdely
3. NNIATIRFBUANIRDHIVIANULLTUTIN (Variance Stability) I@U’L"ﬁmunﬂﬁms
n3z318 6‘50Lﬂmmu{];‘jmﬁm:mwaa@hmmﬂmmﬂﬁau (residual) luldazszauilads dzuns
‘uadm'sm:mmaa“ﬂ”aQa’ﬁaanm‘l&iLﬂua“nwm:“naamnﬁlmfuﬁaa@awaommuﬂiﬂmu

(megaphone) L&A1 TayailanuatiaTresnnuLlslsn (Variance Stability)

3. nMseeanydzIulun1IeTIvEey (Hypothesis Testing)
Tun e mernanimaaadla sl i sn19adi i %:ﬁﬂmm%mﬁwnﬁmﬁaaag}éﬁzJ
LRUD FIUUNITATITROL LLa:‘imezﬁﬁaga%aﬁaoagjmmlﬁmmtﬁmﬁmﬁm

msesuydzklunTenagey axdasuyfzInlu 2 nmadanda

Ho @ sreuaestadtlifinadenssuiwnsuae
H, @ 520 U2a9l3nANadanIsuIwmIng

P g v =|' & A oA
mifinoldnauFeens 2 viia fa o uaz B lan
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o wansile anadeslumsldvaniusuy@znundn (Null Hypotneses) EHELHIE
PRIV LIISIVOES
B winsfie enudoslunisouiuauy@siundn (Null Hypotheses) YafiF
o ¥ o, o= a
InAan bt duaty
WRZNANHLFEINIVAING 2 wuUhed Vdeslinmariiuuadwiudruadns

neandty  WalWIauLTauw ‘vﬁ‘aﬁmmﬁmlumwaﬁuiaga Aunfmune 1y wazlunis

s

Az Adnazimualvdnves o fidrasf uaz drves B ildnloudias

mIeaauNAzIH wlseanidiiu 2 nadl

1. nadlwesgtuuuimue () andunnsaseseuit Tadufinadenszuiuniwiola 4

H, : Yadslainadanszuinnsnia
H, : Ja90inadanszuiunisnae

'
=1
141

& al (% a & ~ a a ar =
viodoulusUuuudyanwal tla T Redniwavesdady fo
HO:T1:T2:’C3:...:Ta:O
H,:T; 0

~ ! i ' 2 At
2. nythozlunugy (Random Model) 9zitlun1iasiagaydn anuulsdsu (G7) =l

1 1 a =3 ] 1 1 a o d‘ a X 1 Qs Qs g:// =Y =
Aiiuaudniold tnnzlisansameadninag (effect) IAadultunawld diuauydzu fa

H0:G2:0

Hy:G°#0

2.4.7 M33tas1eriaanlsdsiw (Analysis of Variance)

v
ad =

A o 0 e A R A a Y o A a A A
ATt lsdie Wames (Fisher) F3935mstannnannisnin luRasandniwavas

£2Q

1998 IA3LaTe v AAIULanaId T@ﬁ@]mmLmﬂsm‘muaaﬂmlugﬂmaamﬁmmsﬂnu
(Variance) wananaanyuiuanuuandidos WaLUSIULLAMNULANGNEaLAE%Y 1IN
ANuLanEaladauINnI1 waasdn U9 wiasrauuadtiady NV RLAAAINULANGAII SNE
1 ‘vnad. ° A ar d’ J . d‘dﬂ‘ A 1 d‘ ° s
GanMANLANYINNNTIG laparfdszinmaranuulsUsu (Variance) hange faduaisonigg
899 (Mean Square, MS) 3
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MS = &

iio SS @0 naTINEN§9R09 (Sum of Square)
Var r
F o= fter
ez df @B 9uU89ANBRTT (degree of freedom) aNNTMATIUSHULAL LAY A4
wssinland
Var (tr) 5 anunlsUsuaadnInaug
Var (E) fia AT IR BIA AR ALA RO

WRZINNAITEENITNTEANUUULLANLANEW (F-distribution) 1T uAmINaaa LI

L

& L 2
Waasld g~ NID(0,07)
2.4.8 mﬂﬁammumm@aaa

L LLN%M'EW@@E}OLLUU%{M@U"Nmn%iaf (Complete Randomized Design)
- dunsnesastladuden (Single factor experiment)
- ﬂ'ﬂﬁﬁ”ﬂ‘ﬁ'muqm"taﬂcﬁﬁmu’\@‘lajm'unﬁﬂ waz lifiTadasunIw
msmaaom:ﬁﬂ@Uﬁ@m”ﬂmsmaamumim (Randomization) LaxN1IELEW
s (Replicaton)

0. UNUMINAaadLuuLRengy (Randomized Complete Block Design)

A a

ldfummaaesifidadoidion  warnuhiidadosunin  (Nuisance factor) agluns
noaaslagfinannisesil
i ﬁ’)msqwmaamﬂﬂ% (Random)
2. Fmsmaassdiaui g fidinue (Replicate)
3. vnn1sUSan (Blocking) Lilaaatladtsuniu S9anavsyinmsudanannnimiis
Uﬁanﬁvl,ﬁ%uﬁugﬂmeaamsmaaa

. WNWNITNARBILUUUWNTIBITYS (Factorial Design)

I Inaaasiifitadoaud 2 tadey dufunmaeassfifinansiladn (Multiple
factor experiment) ﬁaifuuaﬂmmzt.ﬁ@%ﬂ%wamaaﬂﬁmﬁﬂ (Main effect) £919LiasnInawad
Tadu$2u(Interaction effect) laanens

SnBwava9tlestiu (Interaction effect) fo nafiAadwa st aniaddou
wlaoudr Snavldsning (effect) vasdntadoniaiouwudaidin dsugasdnaghemsiadng

warsssviumie Ujduiusasgy
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HANeMoany NANNINAADL
70 70
60 60 B,
50 50 B,
40 40
B.
30 30
B
20 20 :
10 10
| | | \
A, A, A, A
fTade A Jade A

(1) lafimauasdntwavestodnsiu (2) AnavasanTwansstlasnsau

o a a v da &,
E‘ﬂ“ﬂ 2.20 LLEWW\‘]NEI"UQ\‘IaﬂﬁWN?Jadﬂﬁ]ﬁ]iJ‘i’J&lﬁLﬂ@“ll%@@ﬂ&ﬂ’]iﬁ@lﬁah

wHuNINAaeIuuuuNnneloanaly  (Factorial Design) dsUuuunaglulia
AXBXCx.. WWNTaTHa 1 0%  3x2x2  wwWnval3ua gmmwamwumimaa@LLumLWﬂmaﬁmaﬁ
f1Any e
k P ] 9, Qs - tﬁl 0 as o =1
1. 2 uWnva3ua MNUNIIMesInaulady Arvuaszaunadtlagsiis
' I v < s " 2 3 A = @
LA 2 Teau twiladeavue k U338 11w 2 uWnnal3ea, 27 unnnasoa e
K a @ a v A, @ @ @
2. 3 uWnmalTua IENuMINeaadnaisilads AiinueseutaItiaay 1)

= I o & ar s \ 2 a 2 a & o
VNS 3 TEAU 11990 Yanae k 1238 (1% 3° uWnnaes, 37 wWnnatSua uen

9 o k - & @ A
L%(ﬂﬁl’ﬁ LJINNITNAR/DILUY 2 LLWﬂ‘ﬂaLjﬂa uuLWQJ'—]ZﬁNﬂUEHLLUU (MOdeDﬂ

q

Do auwa sy (Linearity) %aﬁmmgﬂﬁaalumsamwﬁagayl,ﬁamogmﬁaa



Unn 3
=N 6 c:’ kg
ﬂ']i')Lﬂi’lZWaﬂ']Wﬁfyﬂ'llﬂ [ANIREY

a s 1 :
3.1 ﬂfli’)l,ﬂi’lzﬂﬁm'ﬂ']LLax%@UﬂWiad‘ﬂaﬂ'ﬁﬂUL%a&

NN Do LLa:m‘nw{IQJmLﬁaaGﬁ'ulmf'uvmumﬂ%awﬁyn-@zfﬁ“’; doeiandou
SRIIYGINTEY ﬂ@ﬁ;ﬁuﬁﬂ@mﬁLﬁaﬂmﬂmn%amLﬂuf{hmumn dananTznulauasasanadnie
vlidasdaniwinem aunsol uazieSesfialedosld a‘hmwﬁmﬁalﬂumsL,uﬂmagmrwﬁaa
p89700583 (Touch-up) FgfiaananaunnFaudaluid uananazdnalavasisanisdiy

'
@

FTULIRINITHAG (cycle time) UEIUNTTUTENDY (assembly) LAEIEINANTENUGDAMNTDIMN
lugunwaesidadnsiandiy iesanmuudladymedansiniu wenanazdaslfoUnsnifdd
AWM MISIFRIATAMUE NI uwardTrrumsatlumnideusds e vaswineuadiann

wiafaglildsonmdaund lawiasgu Geanugimdmaanueinsnie

Tseumadefirmsanenil ulsseuiivnnsndenaas nsilssinnunasinoiidsle
1993 (Power Supply Unit) Gatiluwiduan1sasAud ameidn fermanansflidamiuiuunas
I aINAR I B uENNaan 1% LaSesunng  (Fax machine), tanavlulasian
(Microwave oven) uazta3asldinidug L“’fiaaéfzﬂ‘luﬂ%@ﬁumﬂﬁmuvlﬁﬁwmﬂﬁwﬁwa”oms
wﬁmazm@iaLﬁaaLﬁamumaamm@”aammaa@ﬂ@'ﬁ 'ﬁawmmuﬁa:a@nmﬁggynﬁmmG]‘luiju’u

AAUAITITIT Lmzw‘wﬂs:%w%mwnﬁw?mlﬁmnﬁq@

v ' '
=1 I Al

domaiamnwLasTanania ‘ﬁ'aaﬂmnm’%au%au5@Iuﬁ§%axﬂumuﬁw@ammﬁo
TunTEUIUNITHEANDZTIDAAIAT  WTIIN LLaﬁmqaulummfﬂm@mnwiawaﬁam%am
(Touch-up) LLa:Lﬁmmwﬁulalum:mummﬁm‘lﬁmﬂ?jaﬁfuﬁdtfugﬁﬂm%aimﬁumqQw?m i
nsdnmuasfua wadenly wietlesuRlnadednumzuaisandon  ludunounsiden
AARTRNL I@Uﬁmmmﬁrmmiﬁwmuluﬂﬁ)gﬁmﬁ“as'mh”uﬁmum:ﬁumsﬁwmuﬁmmmmia
FATWATTHR® s’z’}m:ﬁmimwm%mﬁUumm‘hmugmmwiaomaosam%"auﬁawaamnnmﬂﬁm

FNIENIYNIRY eS0T 0s R Luq
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Lﬁaamﬂamwmsw?z@L@ﬁmaama‘[mmuﬁmmmmi anunlaludunen waznszuam
B ALt LRI R IE DA Feldenldiuanuanlaldluniaiugu quataziasiums
Lﬁ@q@‘unwiawaﬁam%ammﬁﬂw LLa:ﬁﬂVﬂ,&]ﬁaEJﬁﬂW‘SLﬁUTJ‘UTlNﬂ@%lﬂﬂﬁﬂﬁ@@@ﬂﬂwfad
JossaidaniiAntwluidss wiavinnsdnwiudadnale ﬁafumaﬁ?ﬁnm%ﬂﬁﬁﬁmnﬁmm
mrﬂaga@@mwéawaaiam%amﬁaoﬁuﬁﬁwlmwﬁaﬁu Lﬁaﬁmﬁmﬁ:ﬁmmmq W3IBS
puguui L I@aJVLGTﬁwmiq'mLﬁuﬁaﬁalmwiaﬁmm:nmﬁ%ﬁ”ﬁwmma@ImL@a F9lévinnsiden
13 "léTL'%fwﬁwmsLﬁmTagaév’oLL@iLﬁauﬁummu AIUDIADUNOAIN Y WA 2541 T us e En

AQ/ d Qs A =y ‘j’ R d lﬁ‘/
108 W% TIE1uTnLERIANwo e Atiaduldash

%ﬁ@maag@mwiawaa ﬁ‘i’]mug@unwiawaa LG

sagiiau saudan {19)
Excessive 398 18.99
Bridging or Shorting 771 36.78
Insufficient 760 36.26
Incomplete 167 7.97
Total 2096 100
Average Defective joints/ Collected Piece 19.41

( 1 Collected Piece equal to 6 small Pieces )
I ﬁiﬁmuﬁg@unws’amaqmUL%@NI@UL&%M@LLM ATUITHAINITIUIU

%umuﬁﬁwms:«j&uﬁmﬂm‘hmuﬁmm 108 T

GNINN 3.1 LLﬁ@GﬁW%’JWQ@UﬂWS‘SGTBGSQUL%aNﬁﬂﬂﬂ’]iwaﬂModel A001 I(MJ

nsguiivlugidien Muaen - waalnou w.e. 2542
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Incomplete

Excessive
[17.97%

] 18.99%

Insufficient Bridging or shorting

[136.26% M 36.78%

Eﬂﬁ 3.1 m’]WLLa@aﬁ@a"gwnaa@@mwiaamnmma@Mode| A001

Tug9@ 0% AuEIB% - ANAINIL 2542

mnmwwLLaméwmua‘"@a’mmae@@mwﬁamaoiazJL%awﬁwumnmm'ﬁmlwﬁawmjw
dantuonoule @aunnedmounud Tommdnfinuuuiwoudiwlngidnyuzoimaie
ﬁg@unwﬁawaqsam%ammu Insufficient LL@x Bridging or Shorting %dWULﬂWﬁW%Q% 73% "]Jaaﬁg\i
nua ﬁtymﬁonam‘ﬁ'Lﬁ@%ummmmmwuvlﬁﬁaU@n T@m‘hmsﬁm*mwmuﬂﬁummgmmaa
soutdeud ldqmnnuaamnidn LLam:Lﬁ@%ﬂluﬁgﬂﬁﬁﬂLﬁﬂ"ﬁ%lﬂ%ﬂ’i:ﬁﬁ%da’m’ﬁﬂ@‘i’lﬂlwﬂl(ﬁ
Sat %alumiwamluﬁagﬁuﬂwmmwmmlalﬁlumsguaﬂadﬁu wazmIaIzminfsywdiia
Juiniluguindyasiiymrimua Tapnnudrmamnsuilauaztlasiuiudniuazdos
mﬁummjmmLﬁﬁlalum:mumu%amaMﬂﬁo’?@q@mm gfiltlumsnda Ses1ilwessasle
Tumshdesiuauuanduinisszdugsdsazaanniinisudluussilosiuninfagaunnies
vassounfonldasnflszdninm  mwnslasduunudadnazaziasludrnvesnsilosiuilym

NAZNIDINNITIANITINUNUINFIUD LS FIBUDINTINAE

M7 Ruuad wazmsmunIasn1snsilasnung L'ﬁa‘l&ilﬁﬁmwunwiawaﬁam%‘am:
BN NI UL RUNIINITATIFaY LW TIEsasaRauas unsnysiiRasiRuen 1ol
nizuaumInde lumsdesiuuaznsuitywifiudanreruquiudslumsuianngdaniing

danmunwuosBuny laonsauauuauivasiaglumfivmnzauiumandaiusg nmid
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JFuaaninunzgunuazdednszin luaTausnvasnTnaasdnInaa  aunsznadiulddfinansay

pazazynmiuiindraruguitwinzauiwieldlumsauaumnaaluasada 9y

mﬂmiﬁnmmﬂﬁﬁrqummwluﬂ'mwawf?uéfuﬁmzwaolm’%amaoﬁmﬁsmﬂ%aw
o 1u denudsdiwizawdnd  (Fluxs Specific Gravity), at3928988W%
(Conveyor  Speed) 1Hudu  usimiviuudlwdesduindsaslisansontym ldnonuaiia
mnm'ivl,;m‘i’mﬁmmwE?mﬁuﬁfmaaﬂzymua:mmqﬁﬁ@%u datnludasdusnasrhmsfinmn

fRspwuwgIwiawiazruwinlumstlesiulusrauaaly

3.2 ilavuniuanaamAINAaISa LA

IUEI UV HRANIIATIIRD RN WY DITO UL TANN G 14 ﬁwﬁaﬂ%ﬁgﬂa"ﬂmﬁmman
luﬂwmsnaaud”nﬂmaUL%amﬁvLﬁqmmwﬁa‘l&i FIRIUNTORNATNDIAITNFINITO LN TN
fanfvasuruainvesivd  nuwigdnsalBildnnsefinddeg  logerdunisasiasoudnums

WaLan (Fillet) vavTauilon TISNwMzUaINRIANNGzdaINaN AR

v =)

1. dasdldnwaemalonvaslansnauloaiaNiGuuduaionasung (Full Wetting)

2. doslldnwuradunmsaifilauidugiiih (Concave Conical Shape) Havzvinli

o a A

~
Y
WNNUFURENED U“IJ@OI&‘VK?NE‘TNISIIGL@@{T}]/‘]JLLNHQ’W HYNBILA LL&Z"U’WQﬂﬂiﬂi
r=4
4

S

q
g
o as

3. eeslnunAtFuRanTe U haesnuwaaaaazadng (Smooth and bright)

75

O = Contact angle between the solder and the component lead

¢ = Contact angle between the solder and the pad

P e &y @
U7 3.2 LLa@agwauwamaaia%:NamImaL@ai‘nL AN

o A i A & o -~ P d @ P
ﬂ%ﬁ]U‘mlwa@aqmmwmaasammamummnmzJ mmsm:mlﬂaqmmwmaasasJLmam
2ANNIF fﬁwLﬂuﬁaamuquﬂa%ﬂﬁmmlﬁayjluamwﬁmm:au mmrﬁmmlunwmuqm:

J ) Qs L d‘ a ‘ﬁl b s ] a ;
?J%QQHUSZG]UQMNWWWUBIWU Flsznavaisifadpens AN



3.2.1 @MNEINITR RN T oNGA AN NEN I TALADIVDILHWAILIIVTANN  UaT)

aUnsot (Solderability of the printed circuit board and the component lead)

o

lunsnagauaNNEINN DU G euialmaiaas (Solderability) dnfoulfansmeinii

Y EILHWANYI9TAUL I W NS LN 13TR LR LEAI AL LH WA LTI ANNA DA LN WL AL

q

UNUNITLIRNITHAS

Board with pour soiderability. Board with good solderability

gﬂﬁ 3.3 Lgammnﬂ%ymﬁUué”nwm:"uammmmwsﬁwﬁﬁiﬁﬂmmw

waNINUABA 8995 ALE Tl Bsanusansnlunsdendelansnaulasina s
Po9gUnIniBIAnNTaindd199 AldnunuanssasRniinge Tagluneynsafiauynan
AIANDILANARDUAYN %aﬁw%&uauﬂﬁﬂﬁauagfumam w‘%aﬁgwgm:ﬁﬂﬁmmﬂmﬂuaﬂ‘ﬁﬁ
sandiawilugiwdsznouldmufisoneendatuiunasuasmoly  Mlkeraasisnlu
mn%au@da%maw‘[mLﬂa'jfﬂnaqmqﬂmda@aa uszpIndenisnae  9UnInlusiensii
PINdasaduaninuazinfia (Kovar) Seinasianusinsnlunisidaniolansnsuloaiaoss
IGH ﬁﬂﬁﬁiwLﬂm:ﬁaalﬁw&ﬁeﬁﬁaﬁwmﬂsxmumn%amﬁﬁmsmzé}’u’tumsﬁawgdmﬂ LAl
Aamsideufiefiinedu druanumnsolumadenialanenanlvaaasvosdudn glites

Wnisuau9mfied wiagunsiRududnnadydequninwassendaniezldiudaninda



44

Q. 1 a s L
3.2.2 anuMNITaniuULUYaSIEBAI8IIITNNNW (Design of the board)

LLuumaaLmummwsﬁmﬁa:ﬁwaamamﬂ@iaqmmwmaa%Léwﬂﬁmﬂmsﬁaw Haaz
ﬁaﬂéﬁumsﬁmsmmﬁ'aéTaam*iﬁaqmmmﬂuéwﬁnﬁwﬁu

o mmmﬁumuﬂuﬁnmwaoym:ﬁlﬁ%wmqﬁmrﬁu@ia:"ﬁﬁm:ﬁaamm:awﬁwm@

La?”umugmzj’ﬂmwaamqﬂmzﬁmfu6) lasRINTNDInaNVad capillary force N3

gantuy

® LUHUIDINEITUI8UNTIL WAEANBITANAIENIINGIUAY  (pads and  wide
conductors) Arveanuuubiivnaniinsgyfeanuiewioniigalurndey
woNINUREDENUUUAITITABIM i NNsNINGT AnuENaTashInAnTzIIuY

W LRZUUIAYILN WAL TRUN DAL RUNUNTEUAIUNNTHEAD NG Y

3.2.3 nsia1sUszaunisiies w3aWand (Fluxing)

inwiAnaswWangy lendafiadasduluons 2 udanu wWanddsiiolaiiuladoniien

denuddnydoquaiwsassasifion  nzuenIMziwihiminanusen lodumitaIg
a ¢ LAY o g o a e . o o <

arRuviazgUnsoludy  dellasiumaieeenladiulmivusyinmngay lasmaldinauim

WiITRaUaIWaNT LaLile 3 ﬂs:mwmmﬁmaomsm:@uﬁLamaavlﬂluWETﬂfﬁ' BRI GRGE

(g
v o

L% o aan as qldﬂ, lj/
aansnvaInand luwmsynunseniusenlod laaseiin aad

® R (Rosin or nonactivated flux) \lunandofiangawun uazianuaunsnlunsinde

aanlmﬂﬁﬁaﬂﬁq@ uwazflouldiasiiga
. . . A o % o =]
® RMA (Rosin mildly activated) eanugiansalunmsinaaaanlaodidainiadiunans
% A =1 & = L a 9
LasanLAuasIaln "La‘[maaa"[smﬂum‘ms:qu aoultuinlu OATWNTIN
Slannyading LW'mu,aﬂmm]:hiﬁ@ﬂ'iammummaasﬁuﬁuaxqﬂnsd ua 09l
AT maINImendnaay

‘ﬂ. o L2 ‘21 A‘ o £ o a

® RA (Rosin activated) \lasanfinaiduasnizduifioniuinvlimusorinwldd

= £ [ ar o‘: a‘ 1 % ‘:;u VI al A(w

310 w1 I nezdadd 908N RAINNTBABWMTTANLAY  InTzinfielTaslignna

NTOULEUANEIIITRUN
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3.2.4 n1sUSuuavdrnzadiaSasiiondalual@ (Adjustment of the Soldering

machine)

3.2.4.1 grumskFastssaunisiBay wIaWans (The Flux Station)
T 599NN SRR DLW AN R 9L HUARE 8199 T AU WToH srdasnnatua i
Idagagndosldinand
®  danunvIwzuaINand (Flux's Specific Gravity) Tufifdasmanoanudoriuen
AT U RINEND (Flux's Density)
®  @anuna (Viscosity)
o fiauns FuNENTIGTIaTa AT (Type and Solvent-to-Flux ratio)
° anugaadwasvldng (Liquid Flux)
® mmﬁummﬂﬁlﬁ (Air Pressure)

o gumndvmzlianm (Temperature) tasanndanunilauazanuasdnwizazilion

mmqmwgﬁ

3 '
s ~

FwmannNazavasaNnllasaalnanniuasiigy  uarenuiiteylumsg
muddouwangsiuludinianuszenafuiiwes (Sone) ussvinaudvgiiasy wWang

LNNZ66)

3.2.4.2 @IKVAINIIBLAIINTEW (Preheating)

T ez liurussvasRuilasuanuouimanzsunawfiesynninday me
Tegnanamits griuin lawaneds lihesldanusoulasuasiannuion S158unsuse vieds
1@G]ﬁmw%aﬁﬁ]:ﬁaogu,au,a:mquﬁaqmwgﬁmammmmdmﬁmﬁﬁauﬁwmﬂ%am Gosniluaz
FoaldiaiasiiotnnnufouiiuduansisesRunlasy I@mzﬁaaﬁwmimuqmlﬂﬁm&Jmﬁﬁmm
@aamﬁalﬁﬁmaummﬁ”auﬁmﬁwﬁmammaﬂﬁazhmugnﬁ lidendumnszdunisiiu

YRIWANT  NITTEREWANTIALA uazn151la9nuwn15:Ae Thermal shock

3.2.43 Qm%QﬁLLa:L’Jmmﬁumn%am (Soldering Temperature and Time)
lapmaldudrgumniuazmildlumangenszgnifuuasimualiuiuen  uas
dasriinmsmngulilddfiondas gamplvaimsiden (@uwpiivasihlansuanlaainad) Al

mlinasaa i 480 °F w3a 250 °C LLa:s:Ummﬁlﬂum‘n%auﬁm}ﬂﬁagl‘Lm'm 3 - 5 3y



46

3.2.4.4 EIUNEMEAIIaIAS0T0Nsa LA (Soldering Machine Dynamics)

Tusrnvasmsldaaulanznaslonaas (Wave Soldering) wnalngdnlunis
Foy swnamansuoaasasasleun ANuEd 359 1 ANEDY wazanusvasndnly
mia:'i:ﬁu%”’maammga ldBessuumewiug1ies (Conveyor System) fioztlsznavlung
SumEUIEInE LAY ThaLasIwIaTa s NUUAZEIM AL VBIUN U BTN 7
sufaruwihadulansnanloaasd fofdimans 9insuuiiuerdoaldiunsoanuuulst

PN wi”am:ﬁaa@LLaLLatzmqulﬁagﬂiluamwﬁa@aa@nm

3.2.4.5 Pinnvassaifatuludeusiglanznanloained (Impurities)
& A LY ar & o ¥ I = o
Tavenguloalaasnldnisazlasunisanasauilnisedr  ludreniuszauvas
man nasuas wisasUwleudug Adnfauiuudumonesiad uwazadninfdiinnsefing
Izt iUSun s esansUuidawunniinlyl %:ﬁawaimmadaqmmwmawam%az_lﬁ"'l,@”%zﬁ

snwazAaundldaursfienazUSunowasaswlaunue

o s o o A - a ar !
3.3 ﬂ’]i’)Lﬂ‘i’]:ﬂﬂﬁ)?\]HﬂLﬂEJ’JﬂUﬂW’SNaG]GI%TiGO’]%GnE)H’N

nnnsanwifasdulunszummsdenlasaiondoudaludavesisennaadranui
m’%'aaﬁl‘ﬁagluﬂagﬁuﬁmﬂmmu Wave Soldering Machine G9finannis wazmsvinouadionis
fuetaadeudaludafitouldlonily TasUndudnaiesdonsaluddinezdssnandosiu
AITANAN GUINUIDAUUANILHER varfiafiduwuuundaludia dnufluazdiasnruauiuiy

A% LL@iuwaéuﬁgﬂaammulﬁmugmﬁaUﬂauﬁ’;ma?ﬁmm LANIRNITL WG DRI RUNUFIIW

MINAAURZNTRIN I wﬁ*amﬁd@Taaﬁs:uummﬂaa@ﬁmﬁ%qwﬁﬂﬁaU

“ A a o A o a = AR o N o )
lasiaandanfyn-azmivhmandaediduuuidaludd  Usznevllfndinaivgy
61719 56195
® Electric power system fadiuasszuuiWimdanigninadiunldluisasimue

® Flux control system faduadszULAlFAILAN WazaTIFaUANNTNTUIEY WaNS

o v ‘d’ s 9 L% Qs k% 1] F" o
Tasvininfdsuanudutwyaswang e e a1 nue

® Pump & Nozzle system Aadiunasszuuraguihwihfnfslanzusuloainainaoy
T - S .
mmmumamumguwmm\mswuw‘ wagulmUluuamsﬂamwau‘[mamai‘vxaam
a A A a X P ' o o
wad lasansuzvadndufiiieluazidfouudaslaugdiezesihiia  (Nozzle

Dimension)
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® Temperature control system fiagiulayTzUUINAINTEN UarTruuaIuau Hivinih
cllb s l:ll J Q&ﬂl v ~ o s l:il ‘;‘: 9/ g: N %
Aflosnunmafinduniesnasvasamnindudedinafiald veersdaueuanuian
Foluluyraaiaynainuiau (Preheat) LLa:maamumuqmgmwgﬁmamaiaﬁzwaw

6
lgaiaes
® Transportation system FBEIUUBIFHWIUALALY URZEIUATLAUAINLTY
B . P ' ' Al o o .
® Air Piping system flad@iuuavizuuviaanilslunsyinwadwand (Foam Fluxing)

® Ventilation system fasiuvasrzuuviegaannia fldidalevaslanzriaandfiiia

& o d‘
TUYUSNINTILTOY

mﬂmﬁmﬁ:ﬁ/ﬁaﬁﬂmu:qmmwm 470U TA NN LaNLATR TN I G uN UL U

NI WA LR IN WU ILAT T NN A LU m’?ﬁammmmwmaﬂﬁﬁﬂm:ﬁwamqm

v
=)

AwaaInsgaunisldanzn i wlae s

Controlled Factors Uncontrolled Factors
Solder Temperature Flux Type
Preheat Temperature Solder Type
Conveyor Speed Conveyor Angle
Flux's Specific Gravity Solder wave Depth

Type of Components

Dimension & Type of PCB

Layout of the Components on the Board

AN997 3.2 waaemsiyLeniasflrluniinesaslunisndaModel ACOT
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uarw.nmiﬁaéfaag]l,La LLazmquamw':n'mﬁnmmam')ﬂ»&mﬂlﬁazmilmfzﬁuﬁm&'mm
lasaanIndedemuddanisd fUfnu (Manval Instruction) yaaaToen lamnue g

- szeuvaslansumulaaiaasluiousss

- EAUBBINANS g LTI

a =i

- SERUANUS RN NIBMEIWT NI WaIWANT 4y

lusruaasnisnanas léRTnrnasasthsundwionnannisons 3 Jeiuda
Preheat Temperature, Conveyor Speed L.az Flux's Specific Gravity -:f.'.;;"ﬁ.rlﬁ\i’l’J\'L"::;;L'ijlh;J-.ff, Wa7
Fannmaieneians asvastisnemuiinilssnuietsldinsrmadensiintawsia
wu*jwvl,;iwummaaﬂ%'—i’;.Smﬂgﬁm';1']1%’{72)Y}toa";m%ﬂa’mia&hi:zvz,mrml,ﬁwm MWIDIVB IUH T
A0 RN ﬁaﬁfugvmaaﬁ@ﬁﬂmm@aaaLLrﬂ;ﬂm Single Factor Experiment b3la¥i1n79

NARDILUY Factorial Experiment dsazaad g3 1ulunisvanasndstasldptnoun
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NI NHUULLAET LAINEUNITNIOa B

4.1 D1SaantUUNITNA|ad

nTaanuuUn1Inaasniudtnisnils fldluniseonuuunisnasaunIEuINS
T wisnszunumsnAasudulauiiruadiinlsuessiuy wIanssuaunnsderinl
FNIINIIURAaWET9sTUY wiansruawmatiasuly  wandwdmanilefivn liiAenns
Uindiouas WaunsluuueeadbmInge wisnszuawnIsHand9 9 I@Uﬁq@gmmm‘ﬁ’a:
ymsfumuaziuiutafiends vieanwidedniwavesdonlulnifiinadadaifioaein
HaNINIRANTILATIERNINaa s il Tnsdeaialumsdnnsinansnasasiilaainms
AONULULNITNAREDY %oLﬂu,rma‘gﬂwamaaﬂﬁmmzém%wmﬁq6] fifidaatunmsnaassves
SudTRauauamIanaANTIaTUILATNI o sreuAaeiunileg wefivrdutuidy

ABIRUG

F’Eﬂ@Uﬁavl,ﬂLLé’aqmmwmadsaUL%asJ mnmn%mQﬂmtﬁ%tﬁﬂmaﬁm?@mS} Ti5ow
fanuuHuaNE9 TR a]:%uagjﬁ”wmﬁwaﬂamwaﬂmama%ﬁﬁ5@1‘3'1&'3%&%801@%:?}@
LazaziuandaiwasnlUauminfinn s w%aqumawﬁ@maﬂamwawlsﬁama%
FaaNIT T NwlunIIHEe ﬁuvl:ﬂﬁomsmuQuam@tmsﬁwmumaam%aL%awﬁﬂhﬁa IRETENN

A & - v &
a7 mwswuwmumauiamwau‘[‘nm@aﬂ@amaamﬁsm

[
°

4.1.1. 2 9aNVIn1s@nsn

v v
g =

lunsidnassiazfinmisgmmwuessapiBon fmunsnyinmsasseuine g Lo

‘
aaas

seen (Visual Inspection) Gvfioiniluitfadtnilslunisamesey daSoufiouiudsaug
11 MIATIIEEUSINTANBF nsmageumnh Wi wisnimesauusadon udu 1o
ludud g3y 3Tnsasiamey LLa:mmgﬂ@Taaﬁ%’Lumsmwaauﬁﬂwmzmﬂﬁqmmw
Passonden  mvauninaesavldlasisnmiasondnsassesladniifaiuen

mMugan Mnmiteyamsdnsiymiveslisnudoin wohdnwazaeslywiinuuinda

® [Excessive Solder
e [nsufficiency Solder

® Bridging or Shorting Solder
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%ﬁamnﬁ‘lﬁﬁwmsﬂs:maﬁa%ja Aldannisdunainlaviinisidanitasuninase
N5EUAWNIITaNG LRI DI T o) a6 L6 AROAIUNN TN TINITAILAN uazdaenftwlyler

o v oA - ' A \ P o &
wa%’%ﬂ%%mﬁﬂmmmmm:ma@aqmmwmaaiammamau

e punpivasuduaipisasfulutienisavaiiuiou (Preneat
Temperature)

®  ANuET UM wIeAMUTNTUYRIWANT (Flux's Specific Gravity)

®  ANLTIVEIFIBWIU (Conveyor Speed)

LLa:ﬁmu@ﬁﬁuﬁmuawﬁa shavaInansR lFlumsneans  wiaussSnT

fupaENUadlansnauloslaasnltlunIeas ,qmmi‘]maoﬂaussqia%:wamlmaL@a§

4.1.2. NSINRUAITAUVBITIAN AN
MNFuyRgulunIaNULULMIMAseY LedBysaINNIINER T9anzmIdiuniy

Fialudagiu tviua

qmwgﬁlumamiaumwﬁau 105 = 5 C
ATz YaIWa NG 0.820 + 0.003
AMULTIVDIRIHWIN 100 £ 10 cm /min

Tunsnaaassnsaanuaa @I ua o N WA EIULINAN T WA U BIN TAN WA N 1 DAe
LA TR e UTastas Aisonasetladuaausuas Wosanlunrudnwuednwaunsudas
Tedudomulsnauauas  lagvnisinuaseataasilasnfidnm SRIGRENRENRRRISIEE
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BRRRRERLE WREMTLTNATRANToaNUULNTNARBILLULWANEEHE MW 29N

PPN , . o A a &
AnnfeBnIwasiy (Interaction effect) asu9tadufionafadulalunisnenss
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WANT LA RUIINULN WA D19 TRUN
436 WIWvYNY
TFdwsuue BRAUNWIBIAIIG  UAZIANANNAINTI0 LUINTaTIaR Ud T

s 1 C“ = J d L Q e 1 L=
aﬂmu,:maag@‘unwsamm@"mﬂumimaaa ﬁ'ﬁwaﬁmsmam N vaLmr'..-'mm

4.435015NAFABUHANITNARDY

m'ﬁLmn:ﬁqmmwmmsam%‘au

mfime:ﬁwamaﬁmqmmwmaﬁam%amﬁmmmmwaaﬂ@m'l;’ﬁmsa‘”am@
Framuen Gefainiwdifaatuitdlunseresey WalSoufouitATing wu mInmae
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4.4.1. Excessive Solder

Good Solder (Nice fillet)
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Marginal Soldering

The quantity of solder is marginal fillet. (At most)

Bad Solder

The quantity of solder is too much.

Bad Solder

The quantity of solder is too much.

U7l 4.1 ugean@ITL RULAIAN WY asTagaNLLL Excessive Solder



4.4.2. Insufficiency Solder

Good Solder (Nice fillet)

Marginal Soldering

The quantity of solder is marginal fillet. (At least)

Bad Solder

The quantity of solder is too little.

56



57

TT
Bad Solder

The quantity of solder is too little.

Pinhole is seen.

UM 4.2 LeasINATIWALUA MM WIAITABTBNLLIL Insufficiency Solder

4.4.3. Bridging or Shorting Solder

U 4.3 LWRGINNATZIWABLA NI WYBITBBL TN Bridging or Shorting Solder
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51.1 HANISNARDIAINN 1

5.1.1.1 HRUDININNULIIVDIFI LN INGD G L TR U RUBI

@13197 5.1 WHGIHANITNG L‘(QTJ?I’J’]NL%’J"DBOE‘T"]UW’]H

AIISIBaIEI NI $IMINEZBINITNARDY
(cm / min) 1 2 3
70 12 10 12
80 10 9 13
90 9 11 8
100 6 10 8
110 11 10 9
120 10 12 13
130 13 14 12
140 14 13 13%

ML) *mam?maam:gnf@aanmlugﬂmaﬁ‘hmug@mwiawaasam%aw@@)

MuldanIWNIINaRe9 LazNUATAILHBAIENITRLN A00T AT annn
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@139 5.2 mewamﬁmm:ﬁmwNLLﬂsﬂS’mmaommmaaumwﬁmaam W4

ANIVINNN HAI SIMSIRN iy , .
- o - 5 ATHANTT A F
ARG b NI/IRDS, AT NMMRIRDY a
nagaUlaw INna
(Source of (Sum (Degree of (Mean
(F Tested) (0L=0.05)
Variation) Square) Freedom ) Square)
QPSPIREETEN
68.500 7 9.786 4.698 2.66
FIHNTW
AVUHANA® 33.333 16 2.083
HRTIN 101.833 23

iAol Beta = 0.15 (@9ENNTORTUINITAIUITH LA LUATAHUIN 3.)
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1. MTNARDUSEAUANINDITUNIZYBINANT LI UNITNOFOUAMUFINITD b
mil,ﬁm;@mws'amaamn%awﬁlﬂuwammﬂ RIS T LI P PTT PR BIRNE SR RIR ot
molunszuumsfoudiaeiondoudnluia I@aﬁmimﬁm‘hmquﬂwiaqﬁﬁm‘f%mn
M3 FBLHBE187999 3NN Model A00T lenadsnni1eh 5.5 Lm:mngﬂﬁ 5.5 LEAINTING
LLamﬁawamaqﬁ‘im’mﬁg@mwiaaﬁﬁﬂﬁu o TEEUANNTN NI IWENTREN 9T WU
mnﬁ'wﬁum:a@awaaﬁhmu@@unwiaﬂnLﬂulmt,mmuﬁmh"u, LLa:ﬁgﬂLLwﬁMLmuau

2. MTAATERA LRI RN Ha NI RRa N Ae s A

LU TN TN BNIWATa A DU N TR T ISR IR ENNTUAIRNT LTS Lariine

sreutE A ueIMInageLd 0.05 (A O = 0.05) HAMTIATIZRLEAIGIAT91971 5.6
wonlwiuaoumsiaoy o, sreuanuiss Iz asWangfa st flavinlwaalunnsie
ﬁgemﬂwiaauul,mummw‘sﬁmﬁﬁLmnmaﬁu

3. NMIATIIFOUANNONABIVBIFUUUY (Model Adequacy Checking) 1Hlwn1s
ATINRDUAINLANZFY LL@:?luﬂugﬂéTaalunﬂsﬁLﬂ'ﬂ:ﬁ Samanuanuin JULULURIRNNAG
wanaduldaunanns g, ~ NID (O, az)ﬁw‘\,ﬁ’ﬁa;ﬁaﬁmmgﬂﬁaa wasidaioled mngﬂﬁ
5.6 1510¥NNNTATIRFILNIINIZANULLLLINUIIUNEVDIFNAN LA ALAT AN BIHE NI NAFaL
FTAUAMUT WV RINWANT WU yATNTNTENLAIN UL UFUATS vl szuanle

dwﬁagaﬁmim:mmmuﬂﬂa
5.1.2 HANSNARDIFINN 2

ANMIAN B DIAN B NTIT IART I AL aR HEULTaLADS WU AN ULANE 9T
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muafoufivasadulurunouninfonsy 2wy MeehazdmanIznudanniagaun
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WIDIMNNNTF Y89 AT Ta N A L Aaait

1. MITIMATIWEEY RUuAeNITUSUTEAUYRIFINNITNARY I AeNIT M E
Pasndnlancnauloaiaas wwlauidiumfaaanlulnfieniadon laaiifanisasstdununis

LARAUNTAIENUNI LRZLHWAIEIIATRUW

2. MITIMAREIY  RANEDINITUSUTEAULRIFIUWMTHIAAY  IhiAan Tlne
Pasadnlanenadlaaiass wianitiuiidaasnlunigasfianis lauinifaniiasadny uas
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MNNNTNARBIWU U BUHREN D9 TR AR S 0 3L d FIITOWLIAUNWIDY
ﬁﬁ@ﬁvl,xiﬁmn%ama%il,am (Solder skips) m:mmagjﬁ"ﬂﬂ SRR N WO VBIR BT AU
a:gmaasam%awﬁu Qmwlmﬁnmﬂaﬁlﬂﬁlﬁmﬁumn wazazuilnldloun s fiunnns
gasnanlansuanloaiaed nmaRuanyavesiulndwsIn sy aaw G‘fm:ﬁlmﬁm@m
wiaaﬁﬁﬁﬂmmzlﬂmmuazwmﬁamaafg@mmamﬁlﬂﬁﬁu(Bridging) lagnsunlaludnwoe
Fangnezvh i Ananaulsrwastuanuiluadulannauloanas (Turbulent Flow)

%\‘Iﬁfﬂ”‘ﬁﬁm’a‘ﬁ%@’ﬁ%ﬁ%mnuﬂm %Wiammou‘%ﬁw Electrovert Consulting Service
Idvinnsdadu Lambda wave alflumsaailymdonanlunimia Tasasvinasysuiow
TinTivavasadunlancnauloainasomasdnn  uasldwdnnisUiuiiow wuL  Smooth
Laminar flow lwiTnsuUiudsndnazmunsnaaaunwiadszinn Bridging ldednsunlas
FuusIasivadlavsnanloaines warussliudrslunsdelanzuanlaoames sruwiusan
Mnsosion  pmefiudumnsIsRuTaRauiruaanluginnsoilns ludamaioin s

W %aﬁwm&nﬁamﬁmmﬁ:ﬁu

9/
a v o

oﬁ”mu;dmmsﬁnm%aﬁw NMINARDINENARDUHNS WRsWITeALAMNrulun T2

Vo999 IR0 IontsenaulUfy SNWENITIRETAIARK LETAMNIIIVAIRIDWIY Lass 3
Eam‘m@aaammlﬁmwmmmsmjaaLﬂ%aaL%an%i%ﬂ-@:ﬁaéT@Tuﬁa Lﬁaamﬂluﬁaqﬂmwim

Nwenegeladtiumsndalasn1sUsu IR m T I a LA N EIF WA 1

PRERCAT LETHALLD
1041 o FLUNG BAVL
f.r..-.._—_.--——mz AT AR Pk 250 75T MEAT -
l GREET
o OB
| TREL

PCEEATES DHOAS LECTIN &sw.‘éa
4 KT RATAC; 3108

3UA 5.7 uaasan s IUTUARLILY Lambda waves (Ralph Woodgate,

Handbook of Machine Soldering, John Wiley & Sons.)
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AN 5.7 LESINAMINARBINITUU TR B UA NI VAR WA BN LA N 19 T

MIlraraInanlans el lTalaassadnlInauUawe-

a2 anI® ANBIENITIVNAZDIARY
{cm / min) v a .
NS IARGNLALD M5 InagaIcnL
11 13 9 9
70
13 11 10 7
9 9 5 7
100
8 9 5 6
12 13 9 10
130
13 10 10 g% |

WAELAS) *Namimaam:gn‘i@aaﬂmlugﬂ"uaafﬁwmuﬁ;@mwiawaasam%aw@@)

MuldRAIWNIINAS09 LATNUATBILHIAILISITRUN A00T ALrilaniin

A7 5.8 LEAIHANITIATIZRAN UL TUTIRVeININaRa UM TR a5

PAIFUWIRA LN BN eI A lans Ny loalaas

ARRILY AU DI ALaa8 , .
a s e R F ANANIT A F
PauvasaNnuNuLls | fasses | anndase | fnsdwes -
i o negaUlaw | INOE
(Source of Variation) (Sum (Degree of {(Mean
(F Tested) (0L=0.05)
Sqguare) Freedom ) Square)
ANMUTWRIRIOWIU | 56.583 2 28.2915 24.243 3.55
ANBUNTIAAVDY
. A 54 1 54 46.272 4.41
adnlanzuayloaians
ANTWARITINYEY
. 5 0.250 2 0.125 0.107 3.55
NIFadila9s
AMUHANANG 20.999 18 1.167
ARPIPRY 131.833 23
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5121 MIILATIZAHNANITNAFOUANULIIUBIENUWIBLAZ SN ILENT LA aU D4
P %
aaulansnauloainas

1. msnagauanuiwassowiniazansmensivarosndulanswaulos
Gl Lﬂumsmaammmmmsnlumnﬁmgwﬂwﬁawaamﬂ%auﬁﬂwammﬂ nTwLs
Wasuanumass oninnnaauasdnwuemtivasesaaulansnanloswad  nelu
TR IR B R TE OV IR DRIC BETS A RN I@Uﬁﬁ]’l?t%’ﬁ@ﬁ%’]%?%@@ﬂﬂwiadﬁLﬁ@%%ﬁﬁﬂr"]‘i
FENWLHHE8299TR LT Model A001 Tenassnniafi 5.7 LLﬂtﬁﬂﬂE‘ﬂﬁ 5.8 LEAINTINTLEAIT
mm‘émJaaa"wmugmmws’aaﬁ'Lﬁ@%ﬂumsmaaa h AULIITOIEN W BUREAN AN
Tnavosnaulansnauloainasnanani wmwﬁmwm%ﬁayﬂﬁ]:ﬂ'a‘l.ﬁﬁmgmnwiaahéwmu
wite Ui T Iy RanasRenuEIUszunm 90 — 110 Cra/min ansnfiasduwd AT wan
Tagasilanwaadoiuldinaaiiudnwaemalnaunvle Seannnmanduldidunmws
soaduATan v Tinavasnaulancnanlaame’ nonslradmaniuasiignsin 119

s ludnwmzifavanSunleddnuuuny (Parallelism of the lines)

2 gLl IUn Nt HanINa eI ATz AN

LU5U99% STunN1TI ANTWaT 8NN NI TLATIE VI URATINTTaIW DL lauiinnue

sEUTbE@U0IN 1TNaFEUT 0.05 (Fwua OL = 0.05) HANTLATERUFATIAN5ST 5.8
wu luduaannnden  thanuwesmows  uasanwuentTlnavasnaulansnaulos
LB TENITE AU ﬁaxlﬁmalun’mﬁ@@@mwiaa%mmﬁwﬁué’azJ lailadniiu (Interaction)
P9I asE s waranuoemsnasaseanlansusnlaawe’ e liiinasanisiAe
Q@Uﬂws’aaummummamﬁmﬁ wmUﬁai‘immﬁgwﬂws’aaﬁLﬁ@%mmﬂsmmmw;JLf%waa
spwumanaa s dusnwaenislnsvesndulansnauloawesuunla  uderlinauas
wIUAUANIBIE1IA U daldnslnaveslansnanlosinadlunnbaudioin  lag
dnwoemsnanesnaulanzusnloanasuuninanosasiin az‘lﬁwamaw"ﬁmuq@unwiaaﬁ

YaHNIINT AL IR H 7

3. MINTIROUANUYNABIUAIFUULY (Model Adequacy Checking) il
MIATIFBUANUIANEFN uAzANugndaslumliaszd Ssvansanui pluuuwsseny
Rananenduldenamanmie, ~ NID (O, az)ﬁﬂﬁﬁagaﬁmmg\]nﬁad wazifefiald nngy
#5.9 o139 TR0 LN INTTBLULLINLAIUNETBIFIANARIALARE WD INANNT
NAFELANITIVEITI WY wazAnymemTInavesndulansnaulsained wuidoyaiinis

NI2AYAIAVLUILTUA T ﬁﬂﬁﬂszmmﬂﬁdwﬁagaﬁmsm:ﬁnyLmuﬂﬂ@]
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5.1.2.2 MINATIERANUNA0asLE I waATY (Linear Regression Analysis)

IMNMTINHANM INARBILUEIWA 2 AILaasluansef 5.7 ﬁwmﬁ’wmmmgmmu
Iwmamamﬁ@mam’ﬁﬁm’mmmmwﬁumﬂﬁmgwﬂwéawaaLLﬁJummwsﬁwwﬂuﬁmau
nTdeaudioiateandousaludd  uasdunan1TIeTIERnTnanelFdwaTs  (Linear

Regression) Lﬁaa‘i‘”@agﬂLmum"ﬁlﬂuéhLmuﬂnaqﬁa%aﬁg\mmiﬁwaLﬂumm’ié’aﬁy
v =9417 +0.125 X, +1.5X,
lov ﬁaﬁhumg@mwiawadsam%ammwmm (Defective joints Predicted)
X fearuSmesmomuildlummasss

X, deanuemimavesndvlancnanloamat (1 narahensinadiuion

WA —1 RUNBINNT AATIIRBIA )

v ?’3‘af{hmm;@mwéamaosam%awﬁ”leﬁ”ﬁmmwmaaa . WIS Leas

fn99 N ldpanuuy

~ q P . a v & )
f=v-_j Aofanuaaieaien (Residual) vasluieafiafisiu laouUszamud
G RIS RTEY ma@mmaaémamqwﬂwiawaasam%a@ﬁlﬁmﬂms
NARDINL ﬁ‘imma}@mwiawaaiam%ammwmU“ﬁvl,ﬁmﬂmnmum

TigunisoanaatIen

@N319N 5.9 @1’13’]0LLE‘T@GNﬂﬂ’]i'ﬂ(ﬂﬂ@‘ﬂi&l“ﬂﬂ LAZAIRAIINARIALARD Y

.
X, | X, y % g=y-p! x, X, ¥ b E=y—y
70 | 1 11 1967 | -867 | 70 | -1 7 16.67 | -9.67
70 | 1 11 1967 | -867 70 | - 9 16.67 | -7.67
70 | 1 13 1967 | -667 | 70 | -1 9 16.67 | -7.67
70 | 1 13 1967 | -667 | 70 | -1 10 | 1667 | -6.67
100 | 1 8 2342 | 1542 | 100 | -1 5 2042 | -15.42
100 | 1 o | 2342 | -1442 | 100 | -1 5 2042 | -1542
100 | 1 9 | 2342 | -14.42 100 | -1 6 20.42 -14.42
100 | 1 9 ' 2342 | -14.42 | 100 | -1 7 2042 | -13.42
130 | 1 10 | 2747 | 4747 | 130 | - 8 2447 | -16.47
130 | 1 12 2747 | -1517 130 | 9 2417 | -15.17
130 | 1 13| 2747 | 1447 130 | -1 10 | 2447 | 1447
130 | 1 13| 2747 | <1447 | 130 | -1 10 | 2447 | 14417
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AN 5.10 AN WURAIHANITILATIZAAN UL TUT IR IRUNIIDAD O UL TIL F UG T3

(Analysis of Variance for Significance of Linear Regression)

AuvaINIIN HNRIY BHUDI ALaRe . .
. s e R . ATNRNTT A F
N1 NIRITDN AINUARTE ANAIRDY a
NaRULON nna
(Source of (Sum (Degree of (Mean
o (F Tested) (0L=0.05)
Variation) Square) Freedom ) Square)
Model
54,245 2 27.125 7.342 3.47
Regression
Error or
77.583 21 3.694
Residual
Total 131.833 23

P o a £ a v
ANTNN 5.1 AT HUFAINANINAFAUR UL ICRNTVBIRUNINAND LT ILF UG T

(Parameter Estimates of Linear Regression)

. . - o AIaMs | @1 tanne
AL TERTE FuUszand | Standard ,
NaRaUN 0.025 ,21
(Independent Variable) (Coefficient) Error
(t Value) (0L=0.05)
Constant 9.417 0.3923 24.001 2.080
Regress
0.125 0.4805 0.2601
Conveyor Speed
Regress
1.5 0.3923 3.8232
Flow Type

R-Square = 0.4115

R-Square Adjusted = 0.3848
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gﬂﬁ 5.10 MIATIIFOUNNINIZ UV LU NRUBIAIA N UARIALARA WA

NINARDUFNNVINANDULTILEUATY (Model Adequacy Checking)
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Eﬂ'ﬁ 5.11 ANSNAROUNIINTZA BN FTEVAIAIANUARIALARDUIINNNT

NARAURUNITOADDULTILAUAT ﬁm‘hmugwﬂwiaammwmm

mnNamsmaaummwi:mmauzmmsﬁaﬁ"w%m"ommlumﬁwﬁ 5.10 a1l
fszduitadty 0.05 Uaw%’uaw@gmﬁdwﬁﬁmﬂs:%wﬁamwmsamaﬁamﬁaﬁaﬁiﬂl,mﬁ’r
Quﬁ LLa:wamﬂmsmaaummgnﬁawaa@hc?uﬂs:%m‘%maaﬁmﬂwmc] lusunisnanoulde
FUAT9 SouFasluanIed 5.11 snsnayy e dnasfuazagulssanssosdnwoenising
wosndulavzusuloanafiiiniisunsnaduasonammasasld  sudnduUssaniuas

AU ITBIR W LU AU TRAT LN UG U HANI TN ARSI L6

ﬁﬂﬁawmiﬁ‘lﬁ%oﬁwﬂwmmmlfia%mm‘hmug@mwéaa‘ﬁ'Lﬁm‘fumﬂmsmaao
& Fegoaadaeny

1. snFulraniussnssaiule (Coefficient of Determination, R-Square) fitanni
0.5 %mmmmwmfﬁmmﬁagaﬁﬁaUmfw 50% faunTnaiuneldeesuniioa
NOUTING

2. wam‘smmaaumsm:mmmuﬂnamaammmﬂamm?au GT@LLamlugﬂ’ﬁ' 5.10
%ammmﬂs:mvaeT’h’ﬁ’aga‘lﬂﬁmsmzmmmuﬂﬂa mﬂlﬁaw@ﬁ’mﬁdﬁaga
?ﬁmm%mmmuﬁuﬁwaa (Normal Distributicn)

3. WAMINARAUNIINIZA LD B ETZVIAIAINLARIALA A BWINNANTNAREUFNNNT

NADDHLTIFUATY ﬁm‘hmuq@mwﬁammwmm GT@LLamlugﬁﬁ 5.11 lauuanle
ﬁaﬁagjavlsjﬁmsm:mmammﬂuaas:
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5.2 NN LU LRI EEHN NI SN AR

nuamImassslnimd 2 mlinuhansoemsinstesedulanenaulvainass
wa@iamﬂﬁ@@@mws’awaﬁam%am I@mmuﬁﬁmﬂmﬁu’aaa\aﬁmfa:ﬁwalumsamﬁmmﬁg@
UNWIDITITOLT DY ﬁafugﬁnwﬁwﬁLﬁumsmaaalwmﬁaﬁwmﬁmfg@ﬁ'mm:aulumi
dou lanvinnnsusuliainlavsnaulaainofnsinansaosdnu wiouiunisulsenainms

PRIRILH BN IR T sy lunseae Tanaaait

G171 5.12 LEAINANINARAUAMULIIaIRNoWIL Nlavinmsusulvaanlansuay

loalaasin Y IManIgnIain

AMTIVBIANEN | Sqpaudizasnisnaaas
(cm / min) 1 2 3
70 12 11 15
80 9 8 8
90 6 5 6
100 4 5 4
110 5 7 4
120 7 7 g
130 10 9 8
140 9 8 12
150 11 1 13%

nagneg * wamswﬂaam:gﬂ‘;"@aaﬂmlugﬂmaaﬁ‘hmug@mws’awaasam%am@@)

MUlFRMWNIINAR89 LAz AWNTOILEURII99TRUN A00T TR UM%
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ANTWNA 5.13 LLamNamﬁmﬁ:ﬁmwmuisﬂnmaamamaaumm VITBIEE WY

Alavinnsdsulvaanlanengn L oalaosin1T e Igade1

ﬁm"uaamm NRIA %u‘ﬂaﬂ ﬂIWLﬂa'U . \
. s . . AINANIT @1 F
NS [HABRNS AN ATNUBRIT NIRITEN -
NaRayLaN ANDY
{Source of (Sum (Degree of (Mean
o (F Tested) (C1=0.05)
Variation) Square) Freedom ) Square)
A7ULIIDY
193.852 8 24.232 13.918 2.51
FIYWIU
ANURANWAG 31.333 18 1.741
ARREIN 225.185 26
D 7 < = = "]‘ _
w |
€ 15 ' —— T |
6 , AN
=
£% 1
') \ ] B o =
10 7 | = piWm2
O \— / Py
) ¥ —./'- o/d3
5 5 4 “// PN
O
0
A 8 D 100 110 120 130 140 150
Conveyor Speed (cm/min)
_ -

31)“71 5.12 NN TADUIWAIVAINRNITNARAUAIIULTIVDIRIUWIU

Alavinisdsulveaulanenauloaeasinsleaoas o
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a [~4 P o .
5.2.1 N15ILATILNHANITNAFDUANITIBDIA19WIW T Lan1 115150 T

= > = by ot v
ﬂﬂ%fﬂﬁtﬂﬁNl‘IiﬂLﬂ@ﬁ&!ﬂ’]‘il‘lﬁa‘ﬂdﬂﬂdﬂ’l%

1. PISNAFDUANULEITIR W IBLEL AN e N T InaTasnanlans naylos
LM LﬂumsmaaumwaJmmmluﬂmﬁ@q@mwiawaamﬂ%awﬁLiﬂumammﬂ ARIIR
WasnanuwesagwnmInae  flavnnsusulieiulanenanloainasimslnariaas
g aolunssuaunsdesdaeiontoudaluga I@Uﬁmsmﬁm‘hmu@@mwiaaﬁLﬁﬂ
TUGINANT HBUHLEN82995RUW Model A001 Tdmadsa Rt 5.12 LLa:mngﬂﬁ 513 LEAY
mﬂWﬁLLamNamasﬁmamﬁwnwiaoﬁﬁ@%u DA, mmﬁmaamnﬁ‘lﬁﬁﬂmsﬁulﬁﬂﬁu‘[am
nawloaiaasimslnarasadn wmwﬁmwm‘%aﬁamﬂ%:ﬂ'alﬁﬁmwmwﬁaaluéwmwﬁa
wi i liufianssfinnuiEassinm 90 — 110 Cmvmin antiniesdiuw liiuisiuaniie
Aty lasesidnuneaduiuiunmesasfiudy  Fadumsiuiudnsuzians
“uadcmﬂuaaﬁﬁymmﬁmaoms;rmmiamﬂﬁm;@mwiawaasam%azu Gonnwastinle

FUFWNTIWNIRI UL FWINTT9607 bR N s LT3t & Lel

2. MTETEReNULUSUTIN N UUIINANNINAaaILIAA T AIN Y

% s

wissn %\1Lﬂ%ﬂ’]iﬁﬁ%?l%?‘lﬂmaﬁﬂ?ﬂ{fﬂiﬁﬁﬁﬂ’ﬁ%mi’]tﬁ awaﬂm?’uaa?&mmﬁ I@Uﬂo’]‘lﬂ%(ﬂ

FTAUTHFA VI TNaFaufl 0.05 (fMMua O = 0.05) HANTTILATIZHUEAININITIIN 5.10
WU TR U TToN oAU IaIRI BN WG90 D havinsUsulvaaulanswaylas

[@D3UNT IARIIRDIA L ﬁa:'lﬁma‘l,umnﬁ@q@unws’aaﬁmﬂ@m eIt

3. msmwaaumwmgﬂﬁawaagmmu (Model Adequacy Checking) t1n13

€

AIIIRDLAAULRAUZFY LLa:meﬂﬁaa’Lumﬁwmw Samanganuin FULDDDIANUAR
wmmﬂﬂﬂmwﬁﬂms(gg ~ NID (O, az)ﬁﬂﬁiagaﬁmwgﬂﬁaq wasidadioled ﬁ]’mgﬂﬁ
511 1H0YN1TASI9F0UNIINTEAUUUULINLAIUNAUIAIAIIUARIALAR AU BINANTT
nagaua U mass awn Alavinmsuiulweaulanensulaaeasinslnansaosdin W

Y A

i’magammsns:mU@Tﬁ@mumaﬁuma ﬁﬂlﬁﬂs:mmﬂﬁdﬂﬁa;ﬂaﬁmsm:mmmuﬁﬂa
5.2.2 N153AS1ERAMANANDY (Regression Analysis)

Polynomial Fit Degree 2

7 =153.364 —0.887 X, +0.004 X}

lag aa‘iwmuﬁ;@unwiawaﬁam%awmmﬁmm (Defective joints Predicted)

yog
X | faanuwasmowinilglunimaesss
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AN 5.14 @’“ITNLLEWNNNﬂ'\‘i'ﬂ@'ﬁ@‘UINL@ﬂﬁ’]g\? 2 LAZAIRNNARIALARD

X y Y o le=y-y i X, y y E=y—y
70 12 11.45 055 | 110 4 5.58 158
70 | 11 | 1145 | -045 ! 120 | 7 617 | 083
70 15 11.45 355 | 120 7 6.17 | 0.83
80 | 9 8.75 025 | 120 9 6.17 2.83
i |
80 8 8.75 -0.75 | 130 10 7.58 2.42
80 8 8.75 075 i 130 9 7.58 1.42
! |
90 6 6.87 -0.87 : 130 8 7.58 | 042
90 5 6.87 .87 | 140 9 981 | -081
90 6 6.87 -0.87 ! 140 | 8 9.81 -1.81
100 4 5.81 -1.81 1 140 12 9.81 2.19
100 5 5.81 -0.81 | 150 11 12.86 -1.86
100 4 5.81 -1.81 : 150 11 12.86 -1.86
110 5 5.58 058 | 150 13 12 86 0.14
110 7 5.58 142
AT 5.15 ONTILEAINAMTIAT RN UL TUTIUseIRuATDan e
(Analysis of Variance for Significance of Regression)
fanpasnn NRTIN YUY Aafe ,
. o R o ATNENTT
WU AR ANNBRI MAIRDY Prob > F
nagauLaw
(Source of (Sum (Degree of (Mean (CL=0.05)
(F Tested)
Variation) Square) Freedom ) Square)
Model
160.729 2 80.365 29.923 < 0.0001
Regression
Error or
64.456 24 2.686
Residual
Total 225.185 26




a 9 a &£
AT 5.16 AT HULRAINANIINARAUFUU T2 ENTVRIRUNINGNBY

(Parameter Estimates of Regression)

. R . o ANNANTY
auldsdase §utlse@nd | Standard . Prob > |t
NARBUN
(Independent Variable) (Coefficient) Error (CL=0.02,
(t Value)
Constant 53.364 8.317 8.45 < 0.0007
Regress
-0.887 0.119 -7.43 < 0.0001
Conveyor Speed )
Regress
: 0.0041 0.0005 7.61 < 0.0001
Conveyor Speed”2
R-Square = 0.714
R-Square Adjusted = 0.689
L
3
¢, * >
J
L]
1
*
L ® .
O [ ]
®
-] ® * >
y 2 1 ®, +—— — .
S 7 A 9 1 13
4

gﬂﬁ 5.14 NMMINAFOUNIINIZINY LN DRIZVAIAIAINUARIALARAUINNNT

NARBURUNTDADD L INR WD par18Iges ﬁuﬁnmquﬂwiaamwmﬂ
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Normal probability plot of residuals

gﬂﬁ 5.15 AMIATIIRBUNIINTLANULLLUNGVaIAIAINARIALAREWIN

minagaugunnanaswilufoaidigas (Model Adequacy Checking)
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Polynomial Fit Degree 3

$=151.104 —3.744.¥, +0.031.X,” — 0.00008 X °

1o ﬁaﬁhmug@unwﬁaw pVsOULTaNAIARANY (Defective joints Predicted)
P
f

] DAL IVIF W LA LT BN TNARD

AT N 5.17 6]’1'3’]\‘1LLﬁ@GNﬂﬁW?W@HSUINL@&ﬁW&M\'] 3 LAZAIANARANALAT Y

x| v |V Je=ypix | v | 7 Je=yy
70 12 1327 | 127 110 4 7.38 fafgg
70 1 o Oy BT 7 9.38 -2.38
70 15 13.27 1.73 120 7 9.38 -2.38
80 9 8.75 0.25 120 9 9.38 -0.38
80 8 8.75 H78 |1 13D 10 11.82 -1.82
80 8 8.75 -0.75 130 9 11.82 -2.82
90 6 6.58 058 | 130 8 11.82 -3.82
90 5 6.58 -1.58 140 9 14.21 -5.21
90 6 6.58 058 | 140 8 14.21 6.21
100 4 6.28 -228 | 140 12 14.21 2.21
100 5 6.28 -1.28 150 11 16.07 5.07
100 4 6.28 228 | 150 11 16.07 -5.07
110 5 7.38 -2.38 150 13 16.07 -3.07
1o | 7 738 | -038

@131971 5.18 @WSTJLLGWGNaﬂ’]iami’]‘:ﬁ(ﬂ’nl}LLﬂTﬂTJW’IJadﬁllﬂ’ﬁﬂ@ﬂail

(Analysis of Variance for Significance of Regression)

Aunvssnny AP PUVDY Anang ,
0 Ve L —~ ANWANTT
Ny MAIRDY | ANERIE | M8IRad Prob > F
NARDULOW
(Source of (Sum (Degree o7 (Mean (0L=0.05)
(F Tested)
Variation) Square) Freedom ) Square)
Model
3 189.046 63.015 40.104 < 0.0001
Regression
Error or
23 36.139 1.571
Residual
Total 26 225.185




AT 5.19 AT HURAIHANIINGROURL U I&NTVIRUNITOAD Y

(Parameter Estimates of Regression)

. . . o e ANNANTT
aunlsdrTe fuudveAnD | Standard 3 Prob > |t
NARUN
(Independent Variable) (Coefficient) Error (0=0.05)
: (t Value)
Constant 151.104 23.5266 6.42 < 0.0001
Regress
-3.744 0.67931 -5.51 < 0.0001
Conveyor Speed :
Regress
0.031 0.00634 4.88 < 0.0001
Conveyor Speed”2
Regress
-0.00008 0.000019 -4.25 0.0003
Conveyor Speed”3 .
R-Square = 0.8395
R-Square Adjusted = 0.8188
/)_ 1.
a
(@] 5
[ ] e -
R &
O [ 4
*
[
7_ I ° > . e ®
QJJ‘ ( o .
-4 | .
L J
]
-6 ¢
®
6 8 N 14 16
Jj

Eﬂ“ﬁ 5.16 MINARAUNIINTEINUDUNIDRTELDIAAINUARIALARDWINANTT
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Normal probability plot of residuals
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39N N1 LFEAILY H3INNITBENLULNITNARBLAIULTIVDIEIIWIU

ANLSIZDIEBN IR $NWIRENI2BINTINARD
(cm / min) 1 2 3

70 1 2 3

80 4 5 6

90 7 8 9

100 10 11 12

110 13 14 15

120 16 17 18

130 19 20 21

140 22 23 24

AT N.2 LEAIRIAUNITNARD

KUY HUTY ‘ KUY
No.# No. No
LN > |18 LR
T T
1 | 8 9 15 17 21
2 | 18 | 10 | 20 | 18 11
3 ‘ 10 11 9 19 2
4 23 | 12 4 20 i 13
g "I~ 47 13 12 21 22
6 5 14 7 22 16
7 14 15 1 23 ( 19
8 6 16 24 24 | 3

*  f1AUNIITNARD

2 Wi ﬂLﬂ“]JE"(ﬂ'T]:ﬂTEY]@ﬂa\ilu@ﬂi’hﬂl}@%ﬂ



AT N.3 LRAIAIANNARIALARD N TNARALANULIIVUDIFT LW

AIBTIVAITHIE | Syyrudimoonianaan 1

{cm / min) 1 2 3

70 1.67 -1.33 0.67

80 -0.67 -1.67 2.33

90 -0.33 1.67 -1.33
100 -2 2 0
110 1 0 -1

120 1.67 0.33 1.33
130 0 1 -1

B 140 0.67 -0.33 | -0.33

AT N4 LRGIEIAUAIANUARIARRAUIWNITNAa D

Order | Residual | p,_ | Order | Residual | p,_ |
(k) L8 (k-1/2)24 | (k) &j ‘ (k-1/2)/24
1 ‘ 2 0.0208 13 0 0.5208
2 167 0.0625 14 0 0.5625
3 .67 0.1042 15 0.33 0.6042
4 / 133 0.1458 16 0.67 0.6458
5 133 0.1875 17 0.67 0.6875
6 | 4 0.2292 18 1 0.7292
7 A 02708 | 1 1 0.7708
8 -0.67 0.3125 20 133 0.8125
9 033 0.3542 21 167 0.8542
0 | w0 0.3958 22 167 | 0.8958
11 033 0.4375 23 > | 09375
12 0 0.4792 24 233 0.9792

e; ABFNANNARALATBUIIANITNARDY
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@M 1.5 LLE‘T(ﬂ\‘]LN@%ﬂﬂ’liaaﬂLLUUﬂ’]'ﬁY]@ﬁE]Uﬁ’]ﬂ’JW&Jﬁ"Nﬁ’]LW’]Z"IJ’ENWGDHEE

AANaaTINIE Swanirpinmanes
woIWNans

1 2 3

0.800 1 2 3

0.810 4 5 6

0.820 7 8 9

0.830 10 11 12

0.840 13 14 15

0.850 16 17 18

0.860 19 20 21

@319 1.6 WERAIAIAUNITNORE

Ny ‘ R Y ‘W&J'l;
No.x No. No. ‘

‘ LN > ‘ LN LN
1 ! 10 8 | 11 | 15 | 1
2 | 7 9 20 | 16 | 21
3 3 10 | 18 | 17 | 17
4 12 | 11 3 18 4
5 14 | 12 8 19 6
6 9 13 | 15 | 20 | 16
7 5 14 | 13 | 21 19
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TN N.7 WEAIAIANNARIALARDWNIITNARDUAIAINNTIITNWITVDINANG

A1AINATUNIE SWIRTNBINITNIOADY
sasans 1 5 3
0.800 0 2 -2
0.810 0 1 -1

0.820 0.67 -1.33 0.67

0.830 -4.67 3.33 1.33

0.840 -2.67 5.33 -2.67
0.850 -2 6 -4

0.860 3.33 0.33 -3.67

AN3N9N N.8 LLa@aéwéTuﬁwmmﬂammﬁaulumsmaaa

Order @ Residual Py = ! Order FResidual . Py -
k) ey (k-1/2)21 | (k) e (k-1/2)/21
1| 487 00238 | 12 0.33 0.5476
2 4 0.0714 13 0.67 0.5952
3 -3.67 0.1190 14 0.67 0.6428
4 -2.67 0.1667 15 1 0.6905
5 -2.67 0.2143 16 1.33 0.7381
6 2 0.2619 17 2 | 0.7857
7 2 0.3095 18 3.33 0.8333
8 -1.33 0.3571 19 3.33 0.8809
9 1 0.4047 20 5.33 0.9286
10 0 0.4524 21 6 0.9762
11 0 0.500

L

e ABANANUARIALARAUIINNITNARDS




A1T197 n.9

LLamLm’%ﬂmsaammumwmauqmwgﬁludaummummﬁ”au

Ey%WQﬁiﬂﬁ?%ﬂqia” 51%3%%%maonﬂsﬂ@aaa
ANMNIaN

(OC) 1 2 3

80 1 2 3

90 4 5 6

100 7 8 9

110 10 11 12

GI’WS’N‘?] N.10 UWRESATALNITNE N

| WNaE RUNE WY
NoO.+ No. No. |
LN > Ll LN
1=

1 9 5 10 9 ‘ 4
2 11 6 8 10 12
3 Z 7 3 11 i J 1
4 5 8 / 6 12 / 7

¥ A1AUNIINORD
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A39A 111 uawaﬁwwawwﬂaﬂ@nﬂﬁaunwaw@aauqzuwgﬁluﬁaunws

AUANTDU
éﬁwwﬂﬁquﬁﬂ%ﬂqﬁaﬂ SWIBENTDINTNARD
ANMATDN
( o ) 1 2 3
70 4 -1 -3
80 -0.67 3.67 -2.33
90 2 0 -2
100 3.67 -2.33 1.33

AN N.12 Lm@laa“’wﬁ"mmmmmmﬂ?zaulumswmaa

Order | Residual P = Order | Residual P, -
k) | e (k-172)112 | (k) e | (k-1/2)12
1 | -3 0.0417 i 7 -0.67 | 0.5417
2 -2.33 0.1250 8 0 0.6250
3 -2.33 0.2083 9 2 0.7083
4 -2 0.2917 10 3.67 0.7917
5 -1.33 0.3750 11 3.67 0.8750
6 ' -1 0.4583 12 4 0.9583

e; FIAFAIANUARIALAREWIINNNINAREY
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ANTI97 1,13 WEGILNGINNTERNLULNNTNARDITAINITWITIUR o uaIN LS

YAIFNHWIUAURNHUENNT IARTaIA R ulavenaulaalaas

ATWING 1 2 3 4
289 ANWOLENIT IR | ANBENITIAG | anNHMEAITING | an¥mMEnIs Iua
NINA[DY PYoIAA ADIAAK ADIARW HOIAA®
g |
ANV ) , \
Taadu  lwases | Twadu | lwases. | wadn | lveses | Trasu  vamas
F1IN W - 9 % L 5 v - .
LAEI7 @7 LA 87 AT Le1E [OMREY LR e A
(cm / min) |
1
70 1 2 3 4 5 6 7 8
100 9 10 11 12 13 14 15 16
|
| |
130 17 18 19 20 21 ' 22 23 24
619197 114 WEOIETUNTNARDY
T
RN A PRl
NoO.= No. No.
LR > Ve LR
1 12 9 1 17 10
2 24 10 20 18 23
3 3 11 13 19 8
4 7 12 6 20 17
5 21 13 19 21 22
6 1 14 5 22 14
7 16 15 15 23 2
8 9 16 4 24 18

¥ A1AUNIITNaand
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AT NN .15 UEAIHAATAMUARIALAREUIINNITNGAR DI 29T TIUR W

AT W BN URN BN T IR aUDIn AUl aneNa U laaLa s

AN ITRIE LN ANBSNITIRATDIARY
{cm / min) v »
T IARIWLA AT IARRDIA
-1 1 0.25 0.25
70
1 -1 1.25 -1.75
V25 0.25 -0.75 1.25
100
-0.75 0.25 -0.75 0.25
0 1 -0.25 0.75
130
1 -2 0.75 -1.25

6719199 N.16 LEOSANFUAIAILARIALAR A RIUNNTNARD Y

Order l‘ Residual P Order | Residual Py -
(k) e (k-172)24 | (k) e; (k-1/2)/24
1 -2 0.0208 13 0.25 0.5208
2 -1.75 0.0625 14 0.25 0.5625
3 -1.25 0.1042 15 0.25 0.6042
4 -1 0.1458 16 0.25 0.6458
5 -1 0.1875 17 0.75 0.6875
6 -0.75 0.2292 18 0.75 0.7292
7 -0.75 0.2708 19 1 0.7708
8 -0.75 0.3125 20 1 0.8125
9 -0.25 0.3542 21 1 0.8542
10 0 0.3958 22 1 0.8958
11 0.25 0.4375 23 1.25 0.9375
12 6.25 0.4792 24 1.25 0.9792

g; AOAIANNANALAREUIINMTNARDS



A9 N.17 LRAILUAINNNTOONULLUNSNARDUA NS IVDIRI LW

alavmsusulvaanlansnauloaiaasinslnaroza ey

ANNTIZBIIENIN | Gryaudrzasmsnanas

(cm / min) 1 2 3
70 1 2 3
80 4 5 6
90 7 8 9
100 10 11 12
110 13 14 15
120 16 17 18
130 19 20 21
140 22 23 24
150 25 26 27

a7 .18 UEIIEIFUMINARDY
| wang niY nue
No.x No. | No.

SR ek 8%

1 4 10 11 19 15

2 9 11 26 20 22

3 13 12 19 21 20

4 17 13 7 22 24

5 21 14 5 23 14

6 3 15 6 24 27

7 24 16 10 25 2

8 8 17 23 26 16

9 12 18 1 27 18

¥ §1QUNINARDY.

d ‘Vm’lElLﬂ“llﬁﬂ’]’)tﬂ"\‘i‘ﬂ(ﬂﬂ‘ﬂx‘]l%@]’ﬁ’NLN@%ﬂ
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AT N.19 LRAIANAINNARIALARAUNINAROUAI NI VDI IWIWT 16T

nsdsulveaulavznauloaeasinsivanizasenn

AMNTITOIA NI SWINEIZBINITNARDY
(cm / min) 1 2 3

70 -0.67 -1.67 2.33

80 0.67 -0.33 -0.33

90 0.33 -0.67 0.33

100 -0.33 0.67 -0.33

110 -0.33 1.67 -1.33

120 -0.67 -0.67 1.33
130 1 0 -1

140 -0.67 -1.67 2.33

150 -0.67 -0.67 1.33

@13199 n.20 meéwﬁmﬁmw&mmmﬂﬁaﬂumm@aaa

Order ; Residual Py - Order | Residual Py -
(k) 8 (k-1/2)127 (k) e | (k-1/2)/27
1 167 0.0185 14 033 | 05000
2 -1.67 0.0555 15 -0.33 0.5370
3 -1.33 0.0920 16 -0.33 0.5741
4 -1 0.1296 17 0 0.6111
5 -0.67 0.1667 18 0.33 0.6481
6 -0.67 0.2037 19 0.33 0.6852
7 -0.67 0.2407 20 0.67 0.7222
8 -0.67 0.2778 21 0.67 0.7593
9 | -067 0.3148 22 1 0.7963
10 -0.67 0.3518 23 133 | 08333
11 -0.67 0.3889 24 133 | 08704
12 . -0.33 0.4259 25 1.67 0.9074
13 -0.33 0.4629 26 2.33 0.9444

27 2.33 0.9815

e; ADFNAINAANALARBUIINMTNARE S
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A9 .1 LLamﬂTagaﬁmwamaalawxwawimaL@@%ﬁlﬂumﬁmaaa
(Solder Bar 63%)

Check ltem "
I Standard A Grade Analysis Result |
Chemical Composition |
Lot No. o JIS 3282-1986 19064202 i
Tin (S_n) 62-64 63.010 ‘I
Lead (Pb) Balance Balance
Arsenic (As) 0.03 Max 0.011 |
Bismuth (Bi) 0.05 Max 0.022
Copper (Cu) 0.05 Max 0.001
Iron (Fe) 0.03 Max 0.001
Silver (Ag) <0.001
Antimony (Sh) 0.30 Max 0.024
| Zivie (Zn) 0.003 Max <0.001
Aluminium (Al 0.005 Max <0.001
Cadmium (Cd) i 0.005 Max <0.001 {

Note: Analysis Method : Atomic Absorption Spectrophotometer
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3199 2.2 uaasdayananaias DINENTN LT LUNITNARD

SPEEDY FLUX AGF-200J-3

Low Residue — No Cleaning Type Post Flux for Chip Component Assembly

Specification

Characteristics

Testing Method

State

Color

Specific gravity (at 20 "C)

Solid content

Chlorine content

Most suitable soldering

temperature

Spread factor
Copper corrosion test
Insulation resistance

Applied voltage fine copper

wire corrosion test

Water solution resistance

Solderability by meniscograph
(wetting time T)

Flash point
Ignition point

Exclusive thinner

Low viscosity liquid

Light yellow, Transparent
0.825 + 0.005

15.0 £ 0.5 by wt%

0.09 + 0.03 by wt%
230-260 °C
93%

Not corrosive

1.0x10M2 O

No breaking conformable

1.0x10%4 (-cm

Copper plate 0.5 sec
Oxidized copper plate 0.8 sec
12°C

400 °C

#5080

Dry for 1 Hr, 130 °C

JIS Z 3197

JIS Z 3197

JIS Z 3197

JIS Z2 3197

QQ-S-571d

JIS Z 3197
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DIP TESTER MODEL: DS-02

Fundamental Specifications

109

ITEM

DESCRIPTION

Cold connecting point compensation

temperature-measuring resistor.

Automatically compensated with a platinum

Temperature used

Less than 5 min. OK surrounding at 120 'C

Battery used

S-006p. DCYV, 1pc.

Time used

Continuously 10 hours.

Sensor fiting panel, longevity

more than 500 times.

Solder temperature 250 “C, dip time 5 sec

Configurational dimensions
|

95mm (W) X 200mm (L) X 65mm (H)

Tester attaching width

132Zmm — 162 mm

Weight

800 g (without batteries)

Measuring data Specifications

]
ITEM SENSOR INDICATION MEASURINGT Contains/
METHOD RANGE accuracy
Solder CA sheath LCD, 3-digit ; 3°C
0-300 C .
temperature | thermocouple figure (200-300 C)
Temp.of the
. Switch is o
under side | CA thermocouple 0.200 °C 3 C
indi -20
surface of | for surface temp. indicatec (70-200 °C)
the PCB with a rotary
SW.
Dip time Electrode 0-10.0 sec. *+ 0.2 sec.
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NNIATHITKAT Beta THAIBBDINITNARSI

lumslenzdimidn Beta wioanwianduvasanufianaialsannges delund
fofmanuihazduizauiusundsuuesnisnasesyiag Nevudguunliniuess lovl

MIFUIMAT AT L@aNnATIW Operating characteristic curves NWSp@szWIAN Beta ey

a
&
nz z-l'
— 1=l

2
ao

wwswﬁma%q) Taad
0}
1. NSAIWITEN Beta LNITNARALAINULSIVBIELWIU

MR T2 AV ISR T NN UNWIIAAIN I ULARETZA L2 84ANLTIT DI UIN
AUNWIBIARIAIT

H70= 12 Hgo= 11 Hgo™ 10 Hqoo= 8  Hq10= 10 Hqz0™ 11 Hqz0™ 12 Hygo= 13

Tauf T =Ly - L, EL = 87/8 = 10.875, 0L = 0.05, a Aadwinsulumsnases = 8
2 v & .
W8y O = MSE = 2083 qaunazld
a

2
L _3(16.875) _,

o =1 —
1y ac®  8(2.083)

038

it @ lddlaenss Operating characteristic curves &113UTU8IA Y
B89z(degree of freedom) LYNNU a-1 = 7 Waz a (n-1) = 8x2 = 16 lasf n Aedwiudluns
neRes Hnasend @ = 1.742 azldenuidszanm 0.15

2. NIUITUAN Beta lums"n@aaugmmgﬁlumumsaumm%ﬂu

IMNNITUTLUIUNEY aasamL%auﬁuﬂwiaqmmwlmtﬁiazszﬁwaaqmwgﬁa:ﬁﬁwmu
WUNWIBIARAIR
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H70=16  |go= 14 Hgo= 11 Lygo=8

Touf T, = 1L - WL LU = 49/4 = 12.25, O = 0.05, a fedwamsuluminasas = 4
2 7 iy
W8r O = MSE = 9.417 ¢9uuazld

2
n2 T, 3(36.75)

2 =1

O = 7 Ti0a7)

=2.927

annudaien @ lidlaansne Operating characteristic curves 1w 3LAUY0IAN
a ) as A =l I3 :
Basz(degree of freedom) WAL a-1 = 3 Uaz a (n-1) = 4x2 = 8 lawf n Aas wandlunis

¢ A t L) 9 :ﬂ’
NARDY TINAITIINAN @ =1710 aldauenszanms 0.30
3. NIEWIHAN Beta lumsmaauqmwgﬁlumumsaumw%'au

TINNITUIZU N EY a\ﬁaﬂL%awﬁuﬂws'aammvlmwia:s:@TumaaQM%Qﬂa:ﬁﬁmm
. 4 o X
aunwIasiasuah

Hogoo= 13 Hog1o™ 10 Hogro=8 Hogzo™ 10 Hogao™ 13 Hogso™ 15 Hogeo= 17

Towf T,= W, - [l L =86/7 = 12.285, O = 0.05, a Aadwudulumsnasas = 7

48 G- = MSE = 12191 dariuarld
B 2
57 - nzl T _3(59.428)

et 089
ac?  7(12.191)

ANBUINEN 0] l1iflaen919 Operating characteristic curves §MWMSUTUDBIATS
dasz(degree of freedom) WINAU a-1 = 6 Uaz a (n-1) = 7x2 = 14 laufi n Aadwandnlums
na§ed Fovmamefian (P = 1.445 azldenudnidszanm 0.32
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#1951 Fixed Effects Model

o

A1I19UAAINTIN Operating Characteristic Curves
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Probability of

V. Operating Cha C for tl d Effects M
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