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STEP 200: MOVE A BONDING T00L TOWARDS THE CONTACT

v

STEP 202: DETECT WHEN A PORTION OF THE CONTACT 1S PRESSED
AGAINST A DEVICE SUPPORTING SURFACE OF A WIRE BONDING MACHINE

v

STEP 204: APPLY THE BONDING ENERGY TO THE PORTION OF THE CONTACT SUCH
THAT A BOND IS FORMED BETWEEN THE CONTAGT AND THE PORTION OF WiRE

FIG. 2A

STEP 250: FORM A FIRST BOND AT A FIRST BONDING LOCATION

v

STEP 252: EXTEND A LENGTH OF WIRE FROM THE FIRST
BOND TOWARD A SECOND BONDING LOGATION

Y

STEP 254: FGRM A SECOND BOND AT THE SECOND BONDING LOCATION

v

STEP 2544: MOVE A BONDING TOOL TOWARDS THE CONTACT

v

STEP 254B: DETECT WHEN A PORTION OF THE CONFACT 1S PRESSED
AGAINST A DEVICE SUPPORTING SURFACE OF A WIRE BONDING MACHINE

Y

STEP 254C: APPLY THE BONDING ENERGY 70 THE PORTION OF THE CONTACT SUCH
THAT A BOND 1S FORMED BETWEEN THE CONTACT AND THE PORTION OF WIRE

v

STEP 256: SEVER THE WIRE

FIG. 2B
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STEP 300:
START
STEP 302: GV MODE? !

STEP 304: START IMPEDANCE
DETECTION START TIMER: t=0

STEP 306:
PREDETERMINED
IMPEDANCE CHANGE
DETECTED?

STEP 310: TURN USG ON

FIG. 3A
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STEP 400:
START

STEP 402: BONDING TOCL MGVES
TOWARD BONDING LOCATION

STEP 404 N
CONTACT DETEGTED?

STEP 406:
START TIMER

STEP 408: HAVE
VELOCITY AND/OR FORCE
THRESHOLDS
BEEN MET?

STEP 412: TURN USG ON

STEP 414: END

FIG. 4A




6/10

A ] 1
VELOCITY A E ~ i TIME
e y— o . S— b —— >
VELOCTY THRESHOLD— © ;
A ! E
FORCE FORCE THRESHOLD \:.j. nnnnnnnnnnnnnnnnn .L—_
i | TIME
- : | >

CONTHCT DETECT ™ T

FIG. 4B

A
T2 USGON



M0

—

LEAD 12
B 4
/ LEAD 11

FAVRVisN




8/10

]
Qe LEAD 10
e | FAD 11

N | EAD 12

/

20

X—ﬂ\

40

Y/ 60 \z SIO

Z FORCE, gms

FIG. 58

100




9/10

604

)

\

kﬁ;/ R2 g
T k8
] 6003

(
)
620

FIG. 6



10710

STEP 700: MOVE A TOOL TG CONTACT A PORTION OF A BONDING CONTAGT OF A DEVICE TO BE
WIREBONDED, THE TOOL APPLYING AN INITIAL FORCE VALUE TO THE BONDING CONTACT

Y

STEP 702: INCREASE THE FORCE APPLIED TO THE BONCING CONTACT UNTIL THE PORTION OF THE BONDING
CONTACT IS PRESSED AGAINST A DEVICE SUPPORTING SURFACE OF THE WIRE BONDING MACHINE

v

STEP 704: STORE IN MEMORY THE FORCE VALUE USED TO PRESS THE BONDING
GONTACT AGAINST THE DEVICE SUPPORTING SURFACE OF THE WIRE BONDING MACHINE

v

STEP 706: REPEAT STEPS 700, 702, AND 704 FOR EACH OF A PLURALITY OF
BONDING LOCATIONS ON THE BONDING CONTACT TO BE WiREBONDED

2

STEP 708: REPEAT STEPS 700, 702, AND 704 (AND 706 IF APPLICABLE)
FOR EACH OF A PLURALITY OF BONDING CONTACTS TO BE WIREBONDED

FIG. 7A

STEP 750: FORM A FIRST BOND AT A HIRST BONDING LOGATION

2

STEP 752: EXTEND A LENGTH OF WIRE FROM THE FIRST BONDING
LOCATION TOWARD THE SECOND BONDING LOCATION

Y

STEP 754: FORM A SECOND BOND AT THE SECOND BONDING LOCATION

Y

STEP 754A: DETERMINE A BONDING FORCE VALUE WHICH PRESSES A PORTION OF THE
BONDING CONTACT AGAINST A DEVICE SUPPORTING SURFACE OF THE WIRE BONDING MACHINE

¥

STEP 754B: APPLY A TCTAL BONDING FORGE TO THE PORTION OF THE BONDING
CONTACT, THE TOTAL BONDING FORCE BEING GREATER THAN OR EQUAL TO
THE BONDING FORCE VALUE DETERMINED IN STEP 754A

v

STEP 754C: APPLY BONDING ENERGY TG THE BONDING CONTACT
SUCH THAT ThE SECOND BOND 1S FORMED

v

STEP 756: SEVER THE WIRE

FIG. 78



