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Abstract

Code of project : Social 001/2014

Project name : A STUDY OF FACTORS AFFECTING ON SHEAR STRENGTH BETWEEN
STAINLESS STEEL AND LEAD-FREE SOLDER

Researcher name : Mrs. Orajit Jaemsang, Ms. Piyawan Sunasuan

and Mr. Niwat Mookam

This research aims to determine the parameters of appropriate process on
soldering between AISI 304 stainless steel and Sn-0.3Ag-0.7Cu lead-free solder. The
parameters determined in this study were lap joint, base metal surface and the
space of each work piece whereas the responses were shear resistance of joint. In
this study, Taguchi method was used as experimental design technique for selecting
optimized soldering parameters. The findings reveal that soldering parameters
influencing the shear resistance. Moreover, the optimal soldering parameters were
determined from the clearance of lap joint 10 mm, base metal surface was 600 grids,
and the clearance was 0.3 mm. In addition, the result of prediction reveals that the
value of maximum shear resistance was 107.89 N/mmz. Finally, this study had also

been verified that the result of prediction error was less than 3.50 %.

Keyword: Lead-free solder, Filler Metal, Shear Strength, Stainless Steel.

E-mail Address : orajit.jam@at.rmutr.ac.th
Period of project : 1 October 2013 - 30 September 2014
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Tangdan3tonthuidulansiiu (Filler  Metal) szwrinssassovaslavgiiudmsy
vhanldanilugaamnssusingg dslavetnnIuiansuaziiyn (Sn-Pb Solder) uanainagly
Tunsusznevgunsalddnsedndidniuunuvesaudidaunsalddmsulssausoasoviin
duqlednie Liesandigaiiusunstaniia gumpivassmaeglutisivanzan faud
menanauazmenmitdnasnsuiulansiduiiineign udegslsfnulanstnniviing
fansilanudufiwiesaniingimauegludiunmgs dmsvdrunauidenldiuun Tdun
Sn-37Pb waw Sn-40Pb LHudu [1-3] fetuitedestudunmennaeiaisiimstlanedanils
@139z (Lead-Free Solder) wnldunulavgdaniuiinfyn-nzia warlutlagiuuyudisiu
wnlvieuddnyludosgunmiumniu B lidaunniindsetunareisuiduduiae
nsuilneomsfiazeraummainanstutou femnsanusainmsuudeuldlagnssan
n13UsEnevems arsduteudidunmesivisiae nxMfislog 1wy Tuvieth nrusussy
913 (Food Packaging) viaewn3esldlua$aidou (Kitchen Articles) [4] Sennsunideuves
mvmLﬂmmﬂmiaummmmummaluﬁﬂsumlaaauiammmsaaaﬂmﬂLmeﬁUﬂﬂima
ansazanefiduialasnsetungia iy i suqmﬁavmamnanmﬂam sty oendlsfans
msararsvosmziiasintulusnsuifunntudlefiteforesdaundounniuinssdu
u nsiiugamgll Mafiuuimanndeluth uenaindnisthnedadsdidnglafindanduia
Tnonsefu ausuaadsiidndludihgsninegsilfiAnnisisenisazansvesmsmvsoiianisia
nfoulidenin msdanseuilosainaudnsdndluii vinlinsenssasisuauldiinug
Umnansiudouvesmeiluemsllifu 1 fadnfuseflaniu dwduemmslunivue
usTyiidnain dufunadenldfandesiulaindinusznoutesnisuzussgemsanise
\ndouieasgenmsdeseglulSuiuiivasads [5-8] lullagtulanstaniliansazii
anunsavhuldnaunulanstnndsanuiiing S dudiunay %qagﬂugmwlﬁmmam (Alloy)
flogsnaiunaneyila loun Sn-Ag, Sn-Cu, Sn-Zn, Sn-Bi Sn-In wag Sn-Ag-Cu 1Jusu d1wsu
Iawuﬂﬂﬁisaﬁmvmmaﬂézmumﬂ Ao Tanzdan3lungu Sn-Ag-Cu (SAC) Fadulangan3
AnuauTAmenauas mmmmaa‘lumsumﬂimmwaﬂmmmwaaummwmm'}Lma
Lﬂiaumauiamummwmzmmauag 19, 10] wiegnslsfimuennasdUssnoumuniives
TavgiAuudiidnmanetadeidsmarenauifivanavessessetnniandadosneg fiannsa
muAuld 1Wu szeznsing gamgiazanillunszuiunsdand Wudu [11-14]

TusmiAfediailangunay sn-0.3Ag-0.7Cu Fadulanedaniliansnzialungy SAC 7
IunaveyosanltidulaveiduitovhnsAnudads 16un szozdeins Anuvenuiaves
Tonzitunazszsrroriiiinademmuiumuusadeureandnndliadu s 304 dens
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2.1 efnwmanuiuniuusadeuvessostansiinainnisiiulanssnnslgans
i Sn-0.3Ag-0.7Cu S¥wiaurumannalSaiy SS304

22 iefnundvtnaresszesaaIng AIUNEIURI LA TiTRaR oA LT aL S
Y09508UAN3

23 fievhunsmanudiuniulsadeufivnsaudniunisremannailfaiusie
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3. SU3AFIUVBINITINY

Tavetnn3fitenldlugnamnssuldun Tansdan3iididrunauvesnziauasiiyn (Sn-Pb
Solder) \ilosnnfinmautfidunateyszns Wy yevaommasi1 fmanszaieduulangiiu
167 dan3ldieuaziinuandinisnadiindedie wieg1alsinunisieguesmeiiazidy
Sumsnereinenisuyuduazdinden Jsllmsihsmsnegumaununem delloguanevin
feffu 1wy Ag, Cu, In wag Bi WWud iethusindulavenandsenaszegluguuuy 2 vie 3
anadfeiy wansnaniuveslangkanaznsiNnlduidesiansane Jadenng
Tnotvnzamantinisna Wy Aanuiunusadou duduiladoniidfalunisdetan

satulavenadlanydnansl3ansneivia Sn-0.3A¢-0.7Cu Fufudnvianileiiiaula

4. YaULIAYDILATINIGIVY
MATeTarAnmanudununsadouvessestaniiinainnisiiudaasefidaing
duduresiynsenitausiumanndildaty $s304  Taemsinnitunuausuiaawuudeins
(Lap Joint) fiughen1ssan3lumn (Furnace Soldering) a1ndudsfifviun 1éun szazdeins
AUNETURAD LaYSEEET89IN NTUIINITNAdUAINEIUNILLS LEouIBITeRBLi
Funeanuwdasuazdensiuysiivanzausaedsnsvnada

5. Geudnritanig

5.1 msUan3 (Soldering) maneds msaedsdansiulifinnswasudaiu udazdn
Anfumeiuseniena nsyuiunsmieuiuiunisuaulszau (Brazing) usildanmagiliiiu
450 °C

5.2 lavziAu (Filler Metal) w18 IamﬁgﬂwaaﬂumiL%mﬁmamLﬁaﬂuias&ia
sywiindudaveslanyity

5.3 Tanzdnn3ldansnet (Lead-Free Solder) munefia Tanednn3usimannnisuas
Yo

5.4 anuAULUsAdou (Shear Strength) mnefla Anmdudouiisnnilandivan
ansanula
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6.2 iodunmedmiunmsdanilifanuudaussannsaiunsadeuldd wanzay
fumsldau paonauiielindndusitinunwiagiinmindete
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1. ngufjiiieadas

1.1 MsUnN3uaznIzUIUIg

nsUAna (Soldering) Ae n3siAsnssolansduusdestunseunninddeiu Tned
Tenzduazdurdafeafuviemadadiuils Teufeuudsendeigumaisini 450 °C 14
Tenginiiiulansfiflgumgivaouivaii wungdiviedyn Wuadlufisossovasduay
Tavgiindaznaouazaruazunsnddudnluludesinsseninasesdedoufisealians
(Capillary Action) &nwauzawiildnisaelanedienistanIseuldun mutanivienewas
dmfunuussdiui vie suifoamainnsldaulsiiAu 200300 °C w¥enulinnigunsal
Bidnsedind Aaduusiursasiiast ndldnannanuds el dufidnlanndely o1aneasy
Ifgedaunavesmstanifdwannsiden  fe Tangfihunuszaiusesse guvginis
UFTR TatidnuaznsUszauvessesse Weisthiunuildainnisdand widaluuwn
19v0s308s0 LazitulddaauitlunisdelavgdieisnsianTdulanevdnaglivasu
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1.1.1 Yszanvensdnng
MsuUsszAnvessTanInIL AWS Seilogsnefunaneds laun
1. nM3UAN3TuLeN (Furnace Soldering: FS)

. msdan3luenimienii (Induction Soldering: IS)
. NMIUANIAEBUNTIIA (Infrared Soldering: IRS)
. M3UANSWUU (Dip Soldering: DS)
. MIUANIAILANAIUNIU (Resistance Soldering: RS)
. MsUan3meLUailvl (Torch Soldering: TS)
. 3dnn3siendu (Wave Soldering: WS)

8. NMsUANIMBIILSS (Iron Soldering: INS)
1.1.2 gaumginisldauvedansdnni
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gaungillda e gaumgilavedanIsziianisvasuaraty ntudalvadaly
lugpadneseninadunuaziianisyssaiuiuseninuanuluiige lnenilugamgildau
vaslangUaniszgeniteungivasuazatgvedlavziani Faaminaungivesduauly
vuztudnIgamgildnulansdaniazlilvadwilavsUan3ssnasuazarsudiNaiu uay
dvnlviauseutunugandtgamiildan Windazlndl nelvilindsanysniy daavili
v Ay = o v A I v ad & 1% &
nsUanIlanaladd auudusswessesdaniazanasedienn lavedaninudauaiszidug



nyu dsusndudesinvgungildnuly ensinnifauysallnegumglFnuilddmsy
arTANg Sn-40Pb Wiy 230 °C warlangtanildansneds Sn-0.7Cu Wiy 270 °C

1.1.3 MsliAusauiuvung
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Aurunadsitddnruiufifenisldundsanufouiifivunaldlngauiuluwunisldverfie
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1.1.4 uafiuash (Capillarity)

Ia‘wzLauﬁﬁwﬂ%zazawiué’ﬂwmwmmmagﬂuﬁuﬁumq Faog5Ening
FunuEnsiirewneiu UfAsesnasendn wAfLasH (Capillarity) \ielanenaudusiad
daiiiessesdouiinunnssenitanslavenauuazelany

1.1.5 n1sUnanILuumaLng

ﬂ’]i“uG]ﬂi%ﬂ\ﬂU%Mi@ﬂ@@‘U@WUﬂ’mLﬂuLL‘U“UGIEJLﬂEJ (Lap Joint) Ao msmwmu
aawummwauﬂummva funnzan wahnsdaniiuiaduiaseninadunuiaes
Fregauanadiannd 1
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mM3futessessosEmistunuenzidsnLsiasy T urediian
woTlAnUfAzounsnduldmliuresugiulumszusnainagldsostannliudaussnns
Sutessesdediuiuriavedansiiaesiithudetuiesanmsuenesveddangainay
$ou (@uszBvsnsvened) utagsdsldvhtumafinmuwmsnduiifestuegfuaumin
TouvAAYITEETasTaEsaitun I furessesravesutaniudsiosnddwdavadans
amdeudniednszevtesinetiosnnuudussvessessozunntuauuiussvassense
San3fetuagfunisunsndveslangantanifusndlulureuinsuresdusudndaey
Ulmunsunsnituegfusiavesandandsinvedlanzauazinaildfuauion
LUAEINY

1.1.8 wénd

W&nE (Flux) dmsunistanivhmihisnulansdaninaztuanuliazennly
yuzfidanindndildmnduarnafivianiniivdnvomdnddldlunstaniuded 3
Usen1s fie (1). Admeenleduadleldsuanudou 2). Wnsmasmedanzaindeuldd
waz (3). HeliAnuiisounsndulad wdndileldsunnuieusuisgamaildnuazinadh
dnlumaensessetsaneenladuasyiviiifslanzanatanilvadnlulusesse anendenns
UanIauysaliudd WandanAsazaesmdneanlade Windilegratadnuae laun vauman
wsvosudsndunazidusuuvudugdndeidlotaniiaiasouiesudrazdosidnndndd
vasvdosanviuil inszdndiinndsazinufisentansoutuiu msmiandndandavinle
nane 3 wu thaniideuaiaguinfuieduihdouiuiiudrdadnd senviderndneentd
fhoansindfldiiiaduiuegiurinuesfanamu

1.1.9 wilavenienUsyay
heUszanuensay Resin Flux) utesvanudldvilmanada lddalans
wagliifugilaih udmintnniuddaduissanuiivnsudnusmniad edldlwdh
Ing Insimiuazeuazidendu divssaaiadivedudou Wuns uaglduautu
woaneageaudtianlgnls

theUszanudusagusmndsngdanolsd fviunussglunszdesdusagy
fignvauzifurennaindieansd wenadu JudeldvanIudfdesdliazorngudiu
dhesvanusmandansdnaclss inneludnvasdundnie Wufeuq wunavanet
azo1udldle wagdosddliazorallodandiafaudusudendu mnedumndalane

iherUszaunsandonsa indesssuafianansaldiduih endszauldfidmsu
Tangdmnnmdnuazndnoiuiyndangd thenszaiunsandet lsdesmuusesiiasdand
uarfisl sz 1020 undt udhFsastietnnidasvhnisdanimdnvaeniemanliiie
afu agldthenuszanunsmndedldudlirosd Tavefifdiun auveaminaginantnniudane
wiainfuderiuasiildfindnmausy msldnsnndeduieiusyaui fesdasenitud
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theszanudmiuiandndnndl¥aia (Stainless Steel) fugnUsvaufivy
dusutanlanselniuasiinisegvansdriesedu uazfessednse Tannlunisinng A
muﬁmuzﬁwﬁiﬁ*ﬁmwwmﬁmqﬁﬁmagjﬁ’umw’%amdaafwwﬂizmuﬁm?gam theszany
wuuildhunninasyhuisentulansedimnis ffuasdosdeeniiuiidlotaniiasaudy
Tnedadeniayuiedsnia 10 wWesdudfted

ihesvanudmivdaniesgiiden feguasviasetu uimsdanilanzedn
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wio wia Tdudsliresling wazqaviasudvesditinng (Solder) viwiiaflndiugaasy
mveslany
iheszanudangdnaslsd (Zinc Chloride Flux) Yendsvausiiniusaninvia
gvan waglduannninvdaensay Sadusmanisvaiunsn imsegianiinsandestng
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UFRSEMARTY udnonthareradudiluving Aldduheszaudandliihussaudangd
aolsriililavgfisdandiinaduldie mseiusalanewanduinilniéae dudy

o

naianIlasalaifesdnesesinnimeing s ot liazein unussausiaiivuisdinsu

Qe

NUTANTIININNTE U MANLHL FINTFuRY DA oawaed waziiniia

1.1.10 Unuwwesiendszanuseninamsiyannuden

dloitufinvedlansusiaanndudanUasuaiundewrodunda ts1adadal
anunselianudeuiusilansysedlansnanlaluriud ieswnisazdesesiulanzainnig
Aeshussaiudnadsluseninanisliudeuansislddmduesiumsnesuosaiusewing
nslnudeu wavtieliiuinazennaontunounsUansiade3enin theUssaiunse
Nang LLazLﬁaqmﬂ’jwﬁ’]mﬂizmugﬂﬁmﬂ%’tﬁaﬁffmmNﬂ’]idaé’waqaﬁﬂw%nm‘ﬁuﬂaﬁ%
tansisndseauilainluseninenisldon ansfanangamviuinadislansrauazunagy
Jamaneasansddnanduaumgivilinstanidumadlunisiiegldiufinlansfiazornty
ausansyynlalneaesisAen1enalnwasmaai n1svANaseInnenalnaiuisanseyinle
Tneeaonislduyss vienssamnvdndeulantasuuazadueananiiuiafionoslalaiias
Anvanadlolansnauununtnaqy Tuszninenisiianuazenifinvedlavzasiauyada
AntiosdunaliAnsosrunnideiliiuinvedanzasetunanfefiufinugussinaeli
Tavznauinizdatusalanzanniuiesannusuuiuifiutunisiauazenniandl
mnefanislindnsasiaitwaunsaniondnfurvoongnituaiuuazeiniueenaniiuia
Tang

'
LY o

1.1.11 laneUansliasnena
(

a A

lanzUan3gdnfyn-neis (Sn-Pb) aeldiuunnlugnamnssudidnnselind was

Y a L%

9AANMNTIUBUY TaillveRne s1Agn danaudin1sUan3ng uvgiivasuinalegluyiad

q

D



winzaw Sanauiinisnisnn manawaznslavgineniio wiegnslsfnulanedaniving
fansaudufwiesniiuiinamesmeimanegluUiinugs drunauveslanstaninioy
T4fusnn e 635n-37Pb waz 60Sn-40Pb 1wy Tavetinn3l¥ansnzi(Lead-Free Solder)
Jalddnmsiamnitenaunulansdanivdenddunanveany i amsautslinmudisgamad

aeuwadle 3 NauAtanslunTAWmIsIeT 2.1-2.3

M15199 1. ngulanedansliansneiiaamiiviaaumaisindy 180 °C

Tavieway daudsenau (wt.%) YUY VABULYIATL °C
Sn-Bi Sn-588Bi 138
Sn-In Sn-52In 118
Sn-In Sn-508i 118-125
Bi-In Bi33-In 109

M13199 2. ngulavedansliansnemngamgiivasumadaglutis 180 °C fis 200 °C

Tavigway dquusznau (wt.%) YIgUnNLIvadULaT °C
Sn-Zn Sn-9Zn 198

Sn-Zn-Bi Sn-8Zn-3Bi 188-189
Sn-Bi-In 5n-20Bi-10In 143-193

M19197 3. nawlanedansliansneMngamgiivasurataglugig 200 °C G4 230 °C

Taviguay daulsenau (wt.%) Y9N AINaRUIWAI °C
Sn-Ag Sn-3.5Ag 221
Sn-Ag Sn-2Ag 221-226
Sn-Cu Sn-0.7Cu 227
Sn-Ag-Bi Sn-3.5Ag-3Bi 206-213
Sn-Ag-Bi Sn-2Ag-7.58i 207-212
Sn-Ag-Cu Sn-0.3Ag-0.7Cu 217
Sn-Ag-Cu-Sb Sn-2Ag-0.8Cu-0.55b 216-222

WU BN U UNTIBAINAITAEN

=

'
[y
'

[
[ =1

Jafinsinlanennslsanseena (Lead-Fee Solder) unlanu

lavzUaniailn Aun-nzi JanudnvuzilessuveslansdansliaisnsAaldduinue

a I [ dy
WFU LT U




1. gungiivaeuwmailndifeiulanedanivila Sn-Pb lasanizlany

Unn3vila 635n-37Pb
Prsmnudunanainiuay
anantAfumsloniidiiet Uldlunugnavngsy
aupuUArunenmlisesnitansianivia Sn-Pb
faunaRFunuNENTA
aansaldlafusuundndmanaifildiueglutiagu

devindulanstandvianiuazdeaiongninfvenuuliides

D b ) )

2.
3.
4.
5.
6.
7.

AN
8. sioaliiludiy
9. 97A7gN

snTinanfuAyniiteldndalansdnnslfansmemlansdandvmlaglsifdunay
yosiyndundn esnndyniinuantinisden wagnisunsnszaeflunsilutaniléd
dusgdeihiunautuiynyiudulangdaniliansn fduilegvarsuindioiu snlans
Fefddnyg 1dun Sasin (B), waaifleu(Cd), Buifiey (in), daned (Zn), nesf (Au), NBIUAS
(Cu), a3 (Sb) uaz iu (Ag) 1ludu Jesaieifiganasuivaisng Aldnaniudiyniiiesi
langdnng

1.1.12 auUAvessndeviinmieg

G (A0) WulavedilduanlulansUan3 Profiueuudaussisulansdans v
TauiRmaunsitu Seavaoumaiishas willsiaung

Suden (n) ulansidsadoudrsgailosouiisuiusmdoviindu Tans
UnnafilBufonnanegazilisauns usiidedae gampivasuiva fwisannisiineend
iy wasiunmausRamdedldaty

TJasin (8D TanzAynnandaimidnsidu 455n-58Pb  Tlassadranuuginain
Tavgnduiiinauriufio Tgumniveoumariisunn fe 139 °C dnvurlasaiisveslanstnng
yinihifuuiunuy Lamella fimuaunsolunsdenussauiifann wiflsaigs

waas (Sp) matinludIuudfinevngagdisifivauaudAanisiumunsay
uarmsdiueudweslanetansliity uinaniidedede vilfauanifinndonuagns
wnsnsznevatlanzUnniana

NoILAd (Cu) Wenauiynfunesunsdnsdiu 99.35n-0.7Cu  az¥iliiin
lassaisgimaRniigavasiman 227 °C lasaadaganiauszneumeima CuSns dnvaziiy
wistegludloyn vownsagyinlflangdaniiinuudusaiiniu Jodevedanetnningy
Sn-Cu fle mafisgdonavegiosisenafndulofyntuld fudulymihlnaanseualuin
an39slel
(zn) WulansAfgasuiuenmaivasumaidiuazsiagn lavetans
AYIMARN (SNOWL.%Zn) Tigauvniiasuivad 199 °C FelndiAvaiulans

Y
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Uan3uiia Aun-ngnd Sn-Pb NYagwaRng 183 °C (SN9WL.%Zn) Usenausmeinagdednans

1%
=

oilufiyn ua Hexagonal Zn Fsrmsiufiynedludnuuransararsveaudsiimyntosndi
1% voslassadegania Sn-zn fdnuwasduwiuuaduiussriaa sn fu zn Gaisiyn
wardangdrefanunsayinuiisentu Substrate fillunesunsld Tanedaninguilidadosuns
Usgmaiu Zn awnsoviufisenfueendiauldiefailudingdoenladunndloldeuly
nIEUILNIUANILUY Wave wonanil zn elaeuffsenfuasediinaveglu ndyinls
Aansinnseu
1.2 VUi 1avesiuey

1.2.1 ANAU (Stress)

puaraniuTiennudy mneds ussiumuneludefanfifdeusaneuen
fannsgvidiontoniefiud uiiiesnaulivuzaumsu iR wagenueinlumsam
Ail i3snagyeiernudulusuresussnsueniiunnssyhdenianheiiud femana
i1 usenszvhneueniimuaNnafiuusadununely memAauduasadeudy
aunslédaiie

g - (2.1)

w= |

{ 9 | 2 2 . .2
o O Ao AnuLAY (Stress) Inuaedu (Pa, 1 Pa = IN/m°) %ise kef/mm” %38 psi (Ibf/in’)
a N o a 1 I3 a a ~ & A o PN
F AD kIIN18UBNYIUINTENN UMUIBLUU N 9158 kef 198 Lbf ey A Ag NUNNIARAVINVILS
° 2 A 2 & 2
AL (M U8 mm 13 in)
Tngiluanuauanunsanlseantindu 3 sin audnuazvesiinseyi
1. ANULAULSIAY (Tensile Stress) LAnTUBHLIIANNATEINA@INAY
Wunn1AAnYIN Inene1euazkeniiledanikenvineanainiu
2. AMULAULTION (Compressive Stress) LAATULLDILIINANINTLYING
2INAUNUNNIAGATING ieNeN81Usn LT Tanlvunduad
Y A a £ A« o g va
3. AMULAULTIABY (Shear Stress) IAnTuLilodussuINIEilinAnIg
U dy dl U d‘ Vo d‘ ! U U dl a 1 o =
YUIUAUNUNNIARAYING WD TARLAR BUNINAINAURININT 2. TAvinAussudeu (Shear
Force) ®3MIgNUNIARAUINe A FUUIUAURANIIUDILTUDU

y & de .
Aunfunsuden
L4 ——
P \ F
B

F = F

=] o =
AMNN 2 ANWUSUDILIILRDU
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122 mmﬂ%ﬂuazmsmg&mgﬂ

ANATeER (Strain) Ao N1sAsuLasgUs1evesian (Deformation) iilefluss
meuanansedi (Aerudy) madsugtvestaniiiukaunainnisiadeuiinigluie
a0 Fadnwazveatuanunsowvadu 2 aflelvg) 9 fe (1), mswﬁaugmwu@maaﬂw%
AsLATEALUUAUSU (Elastic Deformation or Elastic Strain) 1unsiasuguludnuasd
Fovanussnsgii sznoutandeulniiesnnuavesaunduazindeundudidumaia
ldanagusaaulils degradu wing1eda  auss dusAsiusdivaseduasndulull
VAV UAN LA (2). ﬂﬂﬁLﬂﬁaugﬂLLuuwmaaﬂu‘%ammm%mLLUUmgﬂ (Plastic
Deformation or Plastic Strain) Hunsiasusuiitausinazdanussnssyiiiuoonudatanf
fansgusnemufignuudsuluiy Tasesneufiedouiluugrazlindulumumiaintagun
yinvedinginssunaisusUisaosinifuegfunsefiunseyh wieeuduindines
diedla vnldAufitantsfugy (Elastic Limit) wé Tantufesdnginssufuguuuudatain
(Elastic Behavior) usitnmnanAuiAuninfitansiusuudrianfeziinnisidsusuiuunng
MIoUWUUNANERN (Plastic Deformation)

1.2.3 AnuduiussEnInauAuiuAun3en

Tun1skanIA Ui usTEnI19AIULAULAL A1ULAT U A (Stress-Strain
Relationship) Tuiitsnazldiduldannundy - ameden (Stress-Strain Curve) @sldainnns
yAGoUNTIAY (Tensile Test) iundn Tnsagndondvosnrunduluunuduazanadosly
LALLBY FINMT 3 MINAABULTIAY uenNaglra LU sTIIIAILAL-AALAT A
La aazuaninduaunsalun1siunseneesdian  Ausizuaziviletvesian
(Brittleness  and  Ductility)  wazviaassenlduonannuanunsolunistusuvestan
(Formability) laansae

v
FIMAU

AnuAiEn

AN 3 LEULAIAILAU-AIILATEA (Stress-Strain Curve) wuudigaas n (Yield)
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1.2.4 NMINAADULIIAY

MSMARDULSIA (Tension Test) Fan1smaasutiuazihiosaiiasnagouunis
0t qudTufinAvesanufunaraaieafiat Ul ud e nduduldianm 3
summLLasgﬂﬁwwaqsﬁwmaUﬁﬁm ‘ ﬁ’usﬁuagﬁwﬁmaqi’a@ﬁ?u 9 UINTFIUAN 9] VBINIT
NAABU LYW UIMTFIUVRY ASTM (American Society of Testing and Materials) BS (British
Standards) JIS  (Japanese Industrial  Standards)  WIBUIWA wBA. (19 95U
wanSusignanunssulne) WWivuasuiauazsUivestunnasuly seiiiielvinavosnis
nagouldeioldnToutuivuanmislunmsifiuusenseyinenlise anmsinuduld
AAL-ALASER U WeiBuAdunageuetieih q Tunedevaraes o Bnoen
wfagaqanis (@a A) Flutasdanuduiusseisanudu-auedenasdudndiunsiivh
T ldnswindudunse munguesga (Hook's law) enaniamnudududndiulnenss
ffuarna3en 90 A diFeninfitadadau (Proportional Limit) uaznelifdndnduiyanas
uanswgAnssan1IAusULUUBATaRN (Elastic Behavior) Hufeifloudesussnssyhiunaaoy
szndulufivuaminfy desiiuusinseyideluauiufidndndiuduninasdeos 4 149
sonndunsiiaguansvinaziinuanmainssunsiusulddndndesaufiagn q wils (30
B) 3un Aifndangu (Elastic limit) Fagadasnidugatmuainnudugageiiaglivilian
ﬂﬂ’iLLUiEﬂﬂ’niﬁIU’?ﬁﬂﬁfuLiar}huf\mﬁlﬂuéjﬁﬁlaﬂfwﬁﬂWiLU?ﬂIEIUE‘UE]EJ"l\mﬂi (Plastic
Deformation) é}ﬂwmzﬂ’ligmﬁu%@m?mLﬁ%ﬂ@LL‘U‘U‘Wﬁ’]ﬁam‘jll,‘d?ﬂlEJULLU@JVLUWEJ“U‘I‘:!WUEN’QJJE@
Tulavevanewdau wanmdnndransuausi (Low Carbon Steel) aztfinnisiuasugUeeig
salaglifnmafiuanudu (efienzanasid) fan ¢ Fadugadiianisdsy
sUkuUnanaRn 9a C 4i38n1190A5In (Yield Point) wagAwasmuduiigadiBondt A
LAUAAIIN (Yield Stress) 39 Yield Strength @1 Yield Strength Jrusslemifuimnsunn
wszilugauuassinmgAnssunisiuguiunginssunisaegluazlunsdivedanzasiduen
anuudaussgeaaiiaadddusslovildlagliifansidemeTaguaisviaguszgiiden
nosuas arliuansgansnegrstaiauuis ATisgmldlafuuarmiaiendil 0.10 -
0.20% YBIANEINMUALGL (Original Gage Length) wananniduvuuiunsnewsnly
audadunsnilasluneiuen fanmd 4 earandufigadadaziunldunueamdu
nsnldanuduiigaiuisadadoni avandufiga (Proof Stress) wipAandu 0.1 u3e
0.2% Offset fauansluninil 4 vdsngaasInudd Sanazidsusuuuunanainlnendmdy
Aoy iueg1edn 1 vieenaveasiiaufisgagean (90 D) Aaruduiigailiendn Ultimate
Strength ¥3PANLLALLTIA (Tensile Strength) Faudumnridugeaniiianaznuldnoud
wanvdouaneenaniu (Fracture) (osanaguaneviinanansaidsugesmanain
1Hun qArmudugegaianansainndualdould  uenandarddaldiduded
WisuiuamauiRvesTanlidedndiin enuudauss (Strength) ves¥an wie mdsTantu
Tneiialuagmnefsrnaudugeanifagnuldtioafignaaine (an £) vesnsmidugaiivan
Aanisuanvdevineanainiu (Fracture) dmiulangunsvin Wumanndaniveudmio
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v |
s o

laneiniley AmuAuUsedy (Rupture Strength) HagndnAuAUEIaANTILilalaeqn

a

D luitufimadaunseshegmasouanawilviiufingiunuissisanasiaelusns i
é’qmﬁ’mamﬁwaqmmLﬁumﬂﬁuﬁwﬁwé]’mLamaﬁa@ﬁauﬁ%ﬁﬂ NIsNARBULIIFR LA
vosnanAuisanas dalavedu q wu Tanefikunstusuiiu (Cold Work) wnud Suay
uaninfignrnsidugean Inelifinsanuaiiuiiniadnunadanmnd 5 a usadieaiuwn
Fans1e (Brittle Materials) 19y 1wsfiafidnsiudsusegrmanaintiosuinvielsifiae
dhunsdvesTaniiunanainaziAaunnvinlnefidosmsarndugetu dnmd 5 b

AMnAURETY
v

aMmunau

0.1, 0.2% L TLE T
(0.001 wia 0.002)

a Y 5y Y = av 1A
AINN 4 LﬁUIﬂﬂﬂ'lqllLﬂu-ﬂ’J’]uLﬂiﬂ@LLUUWlN@JQﬂﬂﬁ’]ﬂ

anuAaY

L2 PR

AMMATER ANLATER
(@) Sagulny () Taawanain

a ™~ a Y &y v = o o a
AN 5 ﬂ'ﬁL‘UifJ‘UWlEJULaUIﬂ\‘iﬂ'lqilLﬂu-ﬂrmllLﬁiﬂ@m@ﬂjaﬂL‘Ui']gLLag']ﬁﬂwa"lamﬂ

1.3 310% (Taguchi Method)

Tudsemadguluiosufifinis Electronic Control menwmes tnudimndlaviins
Woiienfunnuiteddglaldinada DOE luvaned a.a. 1940 wildarunensiuetng
wniiefiagyiinaiia DOE ﬁiﬁdwsjsﬁum'aﬂ'1sﬁ'ﬂfdﬂﬁ3qﬂm‘16&ﬁaﬂ%’w§aﬂmmwmmmsmﬁm
Aud1 DOE atfuinmsgiuvesfenineinindisandulufie Taguchi Method w3e Taguchi
Approach LLazgﬂﬁﬂﬂiﬂuaw%’gaLm'%ml,ﬁ'aﬁu‘ﬂ A.A. 1980 ’Luﬂaﬁ;ﬁ’mwﬂﬁﬂﬁﬂwﬁﬂu
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Tnssadequnmidmnsnuvusldlugaamnssuniswamnedln  DOE 4  Taguchi
Approach davarelimnsiinemansuaziniseuszndanatlunsassdeuntsaass
ANINAUNNTBBNLUY
AU vaned Aufuazuinsidmeulfiugniudinsanuninsgiuiigndn

Aeen1s TuludanisusgieninudesnisiazAlua1aniavegnaInIsuseiunuaIn
Taovhluudnazliismsmaadafuaiesile (Statistical Process Control; SPC) SPC nenen
Ffsganinlasnistediuauulsiuiiinamnainnisdaluunanuisdunisuusgi
wmdlnifuenssaniumaduglumsusefunuamuumsiidotiamnmanainns
ponuuUAiRdsliauddyluiinisesnuuunismnassdasuumidlmidifednisnimgd
(Taguchi Method) 31ﬂgmsuaﬁ%mamq%tﬁﬂéﬁummﬂmamaﬁﬁwﬁ’m 2 Usgms Ae

1. dpuaziinauanidenng ﬂ%’ﬁﬂmﬁﬂwmwawﬁmﬁmsﬁlﬂmwmL‘ﬂmma
FeuTaguchi %ﬂﬁm&;ma’im’mﬁ'mLuuaaﬂlﬂmﬂL‘flmmaLﬁumaiﬁLﬁmmmgzyLﬁa Taguchi
Faldlsedian “aunw’ Tmbduaugapdeiinandusiadatuuidn

2. MIDONLUUNARAAILAYNTEUILNINERFBINTTEUUTITAILN TAnafmi
Tunﬂsﬂjumaué?ﬁLLGimiaaﬂLLUU’iz‘U‘U (System Design) NSANUANITIALRDS  (Parametric
Design) saubudeniseenuuuAie (Tolerance Design) #433n175 Taguchi Juidnis
pONUUUNTAResTiTUszAvEnmeseuaquluFowsquani
Snuauzau 7 Usen1siisnis Tasuchi wansnslannigdug
MU “AmunIn” Tudnwairvesnsilisaiuy (Deviation) senluanitmsnglunis
udadumaaswgiafoimsiauaznsuuUssnunmegasiaiilas (Continuous Quality
Improvement ; CQI) safsnsandunulunswdndudsdfiddglunisduiuianssuma
g3nanNIsAiiuns CQl Aesnulufsnmisannisudsiueenluanidvang vesnuanuazves
wanfusiasigningaydelusuiosnnanquinvasvemansaminsiu snesdidadiuy
Adsansvesnudnuaznanduinidsnuuluandvineauamanvineuagdunuves
wdnfustufunisiudueonuuundnfusuagnszuiunisuin Susiauduulsly
AENYEHARMY (MSansEuIums) anTaanadlalaenisfineainauduiusuuulidigs
@ (Nonlinear)  wosAmniimesinegiiisadesiugadnuusnaniaminisnaumunns
NAalagAEIEN1INNERAANNTAYILARANURN UK TVRIAMAN YT NEN N

1.3.1 M3gankuunIsnaaedlagisnind

dmdulunsdiidusdanidddunisszyndnisesnuuunisnaassdadaiuay
(Control Factor) Usgnaude szegsioing anumeuinuaysveztesitatadofinuaulals
(Uncontrollable Factor) 139 Noise Factor 19 gauvniilunisiinniseiniediinnuioud
win1saewmANUTeUagnaen feshuusmanisaduumawesnuiuusdndededvinad
RAnanauUsmanililannsafiasidnldinszasiunifindnues Robust Design (RD) tJu
mMsanmuiulUsvesHAnAaslaginsananulvewdn fusinddeunasauiuuyslag
yhmsuauuvaIn LU s ivesnilevilsAa Robust Design (RD) avanAuiuuUs
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vosrmmauauaslneyinniadonuiudsiiaduaiunu (Control Factor) Litoandviwavaafauls
fimueuildienn (Hard - to - Control Noise ) Iifugnddnuesnmsnuauaam
1.3.2 Suneuresnmaaaslaeizngd
FvgBdmsuaiiuayu Robust Design (RD) fitumoulunisufoaids
Funerlunseonuuumsvnassdauansden i 6
1.3.2.1 Mmuuadgym
Tuduneuidmnsazdosdanisfudagmaes Robust Desien (RD) 1%
wiuoulasnsimuninguizasdiFudureandndnsivienszuiunslidaauuas i
ToMNUAYDINTRNN U ANANYULLANITUDIAINBUAUDIVDINTEUIUNITHALYIINITLATATEY

[

a

2

TaguszasAmailutuneureinisnvualymivesassauysallamenisiaUssyuseny
auevenguiainsdmiuniseenwuulymiaiuisarinlalagn1ssiusiugeanuuy
nsruIuMskayicnsihendndsuiaveulunisusunaasgeuUngeangn1suan

Amualeynn (Formulate the problem)

A 4

v

MK UNITNAGBY (Plan the experiment)

A 4

ATILANAANG (Analyze the results)

!

naaededuduna(Confirm The Experiment)

LinsamuingUszasd A3 inguszasd

(Objective not met) (Objective met)

A 4

ilUlgeu (Adopt the improved design)

AN 6 WHURILEAITURNOUYDINITNARBILAETTNINT
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1.3.2.2 MAUNITVINADY
Fumoulunsnaununsneaes (Plan The Experiment) @1ansausn
sendutuneudesld 2 Yumoude sonuuuAnsINISVAAEs  (Desion The Matrix
Experiment) ¥NN15MAawassIUTINTRLR
1. 99nLUUNIT1NNITNAaBY (Design The Matrix Experiment)
edennilsiifiuszansamlunisinumiesenaisgtesendeuafuiionistinunniss
urun1snaaedlagly Orthogonal Array Uselewtwes Orthogonal Array fivanausenis
PEnUAD
HaagUiildannnisnaasausiaznisnaassazldldnasunguiv
maummmmimaaqﬁaéﬂmamamuauﬂﬁaﬁﬁmammimam
- Usgndaarldineuazatlumsveasaduegaunn
- Plumsiieseideya
- asoasvaaun1siUasuuladléann Additive Model
2. ﬁqmimmaamaziwﬂwﬁm&a (Conduct the Experiment and
Collect data) manaaassindunmsiliussadmadiSauasmsufifnimeaassidunism
mmauauawmmﬁmﬁm‘fﬁw%msmumiwamﬁmaaaﬁmggmjﬂﬂﬁla”l,umswimﬁLﬂ%ﬁi’m
nsuftRdmIunIeaesismunagitnsuUadlieglusuresshaaiumes Signal to Noise
(S/N Ratio) Tnefinaidnuaizyes S/N Ratio anansautsesnléidu 3 vila fio Smaller-The-
Better Type Problem, Nominal- The-Best-Type Problem uWay Larger-The—-Better Type
Problem
Smaller-The-Better Type Problem @8 A1AIINABINITVOIAT
MBUAUBIVDINA NS U vionszurumsnangeilanduguéditugesnisliia
founnsestiesiignlunisnanaeuiiamesiimes desnsliiAauannvifesiignainlssny
wazdesnsliiAnnsivesnseualiifosiian 1usy
Nominal-The-Best Type Problem &8 A1A1ILABINITVDIAT
ROUAUBIYBIMANSNsVIaNsE UM ITIRTIgRTi AU ldTmusivie duaiisidald
Larger-The—Better Type Problem #9 A1AINABINITUDIA
POUAUDIYRIMAN VI eNTE UM IARTIgRazFosa lnnigaivinflasdululy
Tun19MnuUARITIUNUNITAaBY  (Matrix  Experiment) Taglan131
UINTFINVBIITNINT (Orthogonal Array) M1519UHUNITNAGRY (Matrix Experiment) ag
Usgnausielnuainsnaaesdaindnsasivietadevensyuiunisiisndenis Anwien
N1INABDI NAIANANTUNITANMUANITNLNUAITNAADY  (Matrix  Experiment)  9zA99
Aufiunisneaat lnednuaideulefildlunismaaemiunisaununisvaass  (Matrix
Experiment) Aldimualy waziiloduiunmaasuaiaudrazdonirdoyadld a1nnis
maaaﬁ’jwmlﬂﬁwmﬁLmﬂzﬁtﬁam@m%wa%aﬁﬁamqG]éﬁl,mmé’qmi’mﬁ 2.4
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N3A5IANIURLNTTIAGRY (Matrix Experiment) Ingldmnsnsfipisd
139n31 Orthogonal  Array  azvinluaiunsanidndwavestadeonareqdadelaetied
Uszavsnmuazidumaiafifianuddalu Robust Design (RD) lun1sdndadeaiununiedi
wisioanuuulslifuorthogonal Array spsdnlivioglunaduilvenisn (Aray) lagudas
Srunudilunedinivews (Aray) Whlumaiuiassestadenlsgninlineduilaile

a9l 4. p1519nsidentd Standard Orthogonal Array

orthogonal | | S SunugegavesAdLLia 3 sEy
Array T Yasvgean
v 2 3 4 5
L4 4 3 3 - - -
L8 8 7 7 - - -
L9 9 4 - 4 - -
L12 12 11 11 - - -
L16 16 15 15 - - -
L16 16 5 - - 5 -
L18 18 8 1 7 - -
L25 25 6 - - - 6
L27 27 13 - 13 - -
L32 32 31 31 - - -
L32 32 10 1 - 9 -
L36 36 23 11 12 - -
L36 36 16 3 13 - -
L50 50 12 1 - - 11
L54 54 26 1 25 - -
L64 64 63 63 - - -
L64 64 21 - - 21 -
181 81 40 - 40 - -

1.4 adanldlunmsiasei

ndaniildnsamadnsvesnsmaassiignisudinisagunadnsiildannsmeass
LfJumﬁLﬂiflzﬁLﬁammwuﬁuﬁuémaﬁm%wamaqﬁa%’wa'mqﬂa%&%umawé’n’tumﬁmeﬁ
nadniRolinszitayaainmsmadnivasnisaassuaglinadwsiviunsaiinfigaues
MsTniuvessziuiiade (Optimal Factor Level Combination) G4y lsinan1sUfiAfifign
Funeuiieniinmsimsvideds (Analysis of Mean) #39 ANOM n13Us2a18AIAIY

v sa

AAALARDUYBIANNLUTUTINLaEAUd NN USd 1Ay vestladenau g Uadelagldisuen
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AUWUsUTILEISINeg198INTIATIeRAILLUSUSIU (Analysis of Variance) ¥3e
ANOVA

1.4.1 ¥nsmen S/N-Ratio

Tneldgnsves Static S/N-Ratio Tnegld5unuu Larger - the — better iiasan
Fosnsmilsnzasiandursnniigeiiufe desnslirauiunuusadeuiiianiias

1

SN = -10Log(§ 1) (2.2)

dlo S/N e Swsndinves SN luwsiaz Experiment Number, N fia $7uaunis
npapItluLaz Experiment Number uaz y; Aa Amauaues (Respond) Tuusiazasves
NINARDIUBILAAY Experiment Number

1.4.2 yinnsuszanudvsuavosazladey

Tagldnsiasevidiade ANOM (The Analysis of Means) dwsu L16 Tne

TupauluNITIATIZIRA
1. AUIUMAREETINYEY S/N Ratio Tunisnaasdlagldans

S/N = 1_1.5 (X2, S/N) (2.3)

2. mAaAsYes S/N Ratiovaudazszdvveaurazladuniuau (The
Mean S/N for Each level Of Control Factor) lngldgnseail

mANRREYDY S/N-Ratio vadusarsriuvetuiazladeAlaeligns

S/NA; =7 (S/N; + S/N; + /N5 + S/No) (2.0)
S/NA; =7 (S/Ns + S/Ng + S/N; + S/No) (2.5)
S/NA; =% (S/Ng + S/Nyg + S/Nyy + S/Ny) (2.6)
S/NAq = 5 (S/Nys + S/Nyg + S/Nys + S/Nsg) @2.7)

MANRREYaY S/N-Ratio vadusarszAuvasazlady B lngldgns

S/NB, =

de | =

(S/N; + S/Ns + S/Ng + S/Ny3) (2.8)
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S/NB, = i (S/N, + S/Ng + S/Nyg + S/Nyo) (2.9)
S/NB; = i (S/Ns + S/No + S/Nyy + S/Nys) (2.10)
S/NBq =5 (S/Ng + S/Ng + /Ny + S/Ny) (2.11)

mAnRREYaY S/N-Ratio vadwsarsrAuraiazlady Clagldans

S/NC; =7 (S/N; + S/Ng + S/Ny; + S/Nyg) (2.12)
S/NC, =% (S/N, + S/Ns + S/Ny, + S/Nys) (2.13)
S/NC; = (/N5 + S/Ng + S/Ny + S/Nyy) (2.14)
S/NCq = (S/Ng + /Ny + S/Nyg + S/Ny3) (2.15)

[y |

3. MDVSNAVDILAALILAUVDIARE UL IALAIUIUANANLTHIUUUD S
S/N-Ratio lRaguadmazseauradkiariatedswuuliannaadsnanunvad S/N Ratio Tu
nMIneaedlagaasaAIMlangnIaasialul

AX, = (S/NX, - S/N) (2.16)

Tned X Ao Jadoveanisvaaes (X = A, B, C) y A9 szAUTadLsazlady
(y=1,2,3,4)

- adansuaninuduiussenined S/N-Ratio lndgveduiazsyiu
vosusarUadsiuseiuresladelunnazlade

- vandouay zéﬁ’maaﬁa%’amuammﬁmﬁﬁﬁqm (Identifying the
Optimum Control factor Set Point) Ingfivuatladgliawinfunuansinfivarenisdent
seyluustaesmadonidululiimuslfidenseiuvastadomueuillsiangean

4. UATIERANULUTUTIU ANOVA (Analysis of Variance)

- ANWIUMIAN GTSS (Grand Total Sum of Squares) NgAs

GTSS = X (S/N) (2.17)
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Jdlo GTSS Ao Grand total Sum of Squares, S/N fio S/N Ratio laz i #9 &1 Uilves

Experiment Number (i = 1,2,3,...,16)
- UM AKAUINMAIAB YA LARETINTINGNS
SS due to the mean = (Number of Experiment) x S/N’ (2.18)

1o SS due to the mean A® NAUINMAIFDIVBIALAEY, Number of experiment Ao 16
Experiment (@m3U L16) waz S/N fi9 ALadesiy

- AUIUMIHAUINASIEDIURIAT  S/N-Ratio  Tulsiag  Experiment
Number f.dgaiuulainedaiissiu (Total sum of the square) 3MNgns

Total SS = L8 (S/Ni— S/N) (2.19)

o Total SS #ie Total sum of the square S/Ni fio S/N-Ratio Uadlsiay
Experiment Number uaz S/N fs Aladgsiuveswan1svaass (Overall

Mean)
- AUIUNIAT GTSS (Grand total sum of squares) NGNS
GTSS = Total SS + SS due to Mean (2.20)

- AUINNAUINANSIAD9UBY S/N-Ratio ledewastade A Avdealuan

ARAETINNGAT
SSu = ANy = SN + (SN, = SN) + (Mg = SN+ (/N - S/N)” (2.21)

- ANUIUTINAUINANEIED9Y8 S/N-Ratio 1agvesiady B Avlealy 210

ARdETINgRT
SSy = A4TS/Ngy — SN + (7N — /N + (S/Ngs = /M) + (/N — S/N) (2.22)

- AUNUMINAUINANAIERIUBY S/N-Ratio wadsvaatade C My 21n

ARAETINGRT
SSc = AENe - S/N)” + (5/Np = S/ANY + (F/Nes = S/NI+ (S/Nq - S/N) (2.23)
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- ANV INAUINTAIEBIY8 S/N-Ratio 1adevesladeniunui
eavullainAnadesiu (Total sum of the square) 3NgnT

Total SS = SS, + SSg + SS¢ (2.24)

2. yAtefiieatas

Tuau3feves Molleda  uavmmz [11] WAnwin1sUanTindnndransueusilagly
TangiAulaun Sn-3.5Ag, Sn-5.0Ag, uag Sn-8.0Ag %aﬁiﬂiqa%wqaﬂmé’qmwﬁ 7-9 11N
Unnslagldszesing 25 mm. waged31e 4 mm. dnsulassasiganialulansiiuazdsing
Wa & way B-Sn 1Buduen densinasummnuudana B uay & awfiawvintu 55.4 uay
124 HV g dmduauuduswessesdeninnisidlaveiudsiuniunisuaninls
34.909 kN lavundnnslaglilanzifia Sn-5.0A¢ ilisessasumunisuaninld 27.805
kN Tuvueiildlaveifin Sn-8.0Ag vlsaesasununiswaninle 29.212 kN uansliidiuii
mmLL%QLLiwaasaaﬁ’mﬂ%ﬂﬁuaéﬁ’w%mmﬁuh‘iamLazu iumsﬁﬂmmwiaaqﬁl,ﬁauﬁw
w/nsdans Ingldegiiillew insa 3003 LUuIamwuLLaﬂsumﬂ ¢d (Zn) fyaviaauwad 416 °C
ulamifsdslunvaeasimunssazns # 3 mm. W3BUFIDENNINUINTFIU ASTM D
1002-94 Tnefmunvuiavadlangifiufinnnumuidisiu waglduatlunistandaieiu Jawa
Usin971 Aensdunuussideuvessesdetaniavanadiiennunuivesunulansiiy
Winduiannd 10

.\“

PP . ¥ . ‘
h b5 BILANLY 1
2@k ' 'X14988 | 18am ‘n:&m
fl y i ' v &l \ \\

awil 7 1A398519980A Sn-3.5Ag [11]



1 B&sm
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|
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2Bkl ﬁ‘)‘-’.ZBE\ TEE MR L CETEIN

A il 9 TAssainagania Sn-8.0Ag [11]
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:_ Fracture from O 4
« 23 I Base Layer » ;:::
S 21 f i 1
.g:) :
= 19
£
T A5 E
& L
%) L
= L
@© 15
13 T n [ 1 | I L n 1 ¢ 1 22 il — 1
80 110 140 170 200 230 260 440 470 500

Filler Layer Thickness, pm

o o v 6 ! ' A a
AN 10 ANUFURUSIZTUINATIUAUULTUROU AUNUIVDIlaNELANLAZLIaN [12]

WAN 9L LLAINITUANTAZ A LA UNILL TR0 UVDITOUFOLNNTULLIINNTS
wnsued Zn MU Al dwsusesseagiliflon 6063 fulavignan Sn-Pb-Zn Wan1snIaaey
lassasnganinasnuaninududues Sn, Pb uaz Al naenau Sn-Pb ginARng uand
o PN v 2 v ada a o
AINNA 11 UAZHANINAFOUAUAUNIULIATOUIINNTUANT QUM 260 “C 1381 45 s
awlvinafivian WawSeuileudunsiioamgll 270 uag 280 “C wawlian 10 wag 30 s NadIN
nsUAnIfeaunsanvalsusznauldslang (Intermetallic  compound) LAATUTEWINNTT
dl' ! a a ° [y ! a a A o v a
Weoureveseaililleuuazlavenau [12, 13] dwiusessieegiifley insa 5056 WietunUan3
medsoanialaiin (Ultrasonic soldering) Tngldlangifin Zn-Al AmuLdalssveisesroay
anasfunsiitgunninisUanigaiansdiagslanining 11 esannisidulavesty
MgZn, WMAnTusEnitesesse lunisdaniidemmualrgamgidanianiioungiiidulas
Y@l (Liquidus temperature ) lantoeayinlvsesseiinnuudase [14]

6061 aluninum alloy

A wil 11 seusieagiiiilen 6063 fulavgnan Sn-Pb-zZn [13]


http://www.sciencedirect.com/science/article/pii/S1350417709001710#gr4
http://www.sciencedirect.com/science/article/pii/S1350417709001710#gr4
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254 A :—1—153
. & 30s
NG —4—45s
20 T A
= — -l
o
£ 15 A
s .
o] ¢
5 .
& 1
o
0
£
0]
5
0 T " T : T
20 270 260
Temperature(C)

] v o ! I a 1
AN 12 ANUFUNUSTEUINAINULLUYILIY QMMQNLL&%L’J&WIUF]’HW@ [14]

a v = v o | o aa o A | | 2
nnddslusfnwanslimiiuirlunisinniiratetadenasdmanannuwdawsad
soasa annedeliTa i deRfne 1AL IwselundAUATUNIULS LR UTEU I anE Y
wannalsaiulaeldlaneifusia Sn-0.3A¢-0.7Cu



unN 3
A5andun1sIY

]
a1 1

TuuAdedlaAnwnieIfutadeNAINANTLNUADAIAIIUATUNIULSILDDUTENINY

wannantsatuuazlanzinnsiliansnzia deiinnsieseuding1atazn1saniun1siseaiu
Junaunssalull

1. Equazisn1maaes

Fusulangiiu (Substrate) Nldlunisnaassazldmanndnliatungueosanuilfa
(Austenitic) ngu 300 lnaidenldinannanlFatiumuuinsgiu AISI 304 wu 2 Jadwns 3

I3 gy =i a & v d‘l Y ' v

23AUTENOUMBATAINITIST 5 N1svaaanseulansiumeinsasdnwiulanyllaauin
25.0x114.3 Tafwns A 1ndl 13 uagessuiuialaneiulagnsdarifiuiiniunseny
V38LUe% 400, 600, 800 uar 1,000 UULASEITAEVD Struers Ju LaboPol-1 Aan il 14
P L al o A W
wiallane Nud iR INwANF1iY

A151991 5. aeRUsEnaUMILATvanrannatsatiy AISI 304 [15]

d1ulsenau (Wesiudlagyiniin (%wt))

Cr Ni Mn Si Mo @ S P Fe

17.960 9.210 1.060 0.640 0.090 0.025 0.020 0.005 Bal.

AN 13 Fuulaneiu


http://www.lenntech.com/Periodic-chart-elements/Cr-en.htm
http://www.lenntech.com/Periodic-chart-elements/Mn-en.htm
http://www.lenntech.com/Periodic-chart-elements/Si-en.htm
http://www.lenntech.com/Periodic-chart-elements/C_diamanten.jpg
http://www.lenntech.com/Periodic-chart-elements/P-en.htm
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n¥ansdninilavgiuiheuazoialaeduluansazanensnlusdn (Nitic Acid)
nawLeNILeA (Ethanol) fan1wdl 15 uasUdesliuisluenma dunounistanti-lansiiud
yhewazenudguasly sidnd $s-204 Fanmil 16 letesiunmsvhuFAsentuoondiou
waevhlsiuRIdudasE st unazenn

AN 14 1PFDITATUIY

¥

AN 15 NN5YIANNAZIALaEINY

LTRACORE
o
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dwsulavgiinavinlangdandlfasngmuuuuisdanmil 17 sviaeuwaziwIoaliduusiy
warrilaveifuliszinssesdendouiahmstmunszesdons  uarszesdarieiian
vaduEuguinans 0.1-0.4 faduns audldtwualilunsesnuunsnaaes andush
nsRnsdlaneiuaesasuugUnaniduBaiiedenliifowssudesmadeunumasgy
ASTM D 1002 - 05

AN 17 1ansUnnIhUULLYIY

Tengituiifassasuugunsaidudadanmil 18 uagduswiiniunsduBaudaionmd 19
i lulueSedirnudeudaazimuagamgif 300 °C fanwit 20 TaveiAuazvaey
azmml,é’aﬁaa**]I‘waL%’ﬂtﬂmiaadmzmwq%quuimﬂaﬁﬂLLiqﬁamugLﬁﬂ (Capillary Force)
fuudnigunsaifudatunuesnainen edenabusiviinisaentusuiiiiuns
tanFeenangunsaifudalasTunusogadmiuilunasoumnuiunuusadouuansds
amit 21 manaaesarynmsneaediaadsuideulmuiildeenuuumnnasdauasuii
16 Joulandin1sdang Wisetunmagdeulnglfindemaaauaiunysrasduanadianind 22
THusdludnuaizmadeusuiaeenaniulagldnnusmaaoueyil 10 dadiuns/und

A 18 gunsaldudn
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e e g e A A g

[
Y

AN 19 AndsBunuasuugUnsaidudn

==

HEHH
4

F

AN 20 LAT9lANLSaU

Substrate

Filler metal

AN 21 TUUNHIUNISUANS
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AN 22 LASDINAABUBLUNUTEAIA

2. N15ATITINE

’Lumu%’aﬁaaﬂLLUUmsmamﬁw%’%mwaamq% nnsitunladeunaz seAuTes
Podauanssannsnd 6 Afildnnnisnageunssiailuduameeuiunussadeuly
vgnamazmwmaaamﬂm'mLmumimaaqﬁqmswﬁ 7 Fahlviiesginanisand Ae ng
Airsgianady (ANOM) AiasigianuunUsusau (ANOVA), N13RTIAABUANUYNFBY (Model
Adequacy Checking) ﬁ']ﬂ'15"3mmsﬁﬁ’mméﬁummmLaauﬁlﬁﬁ’haﬁ%‘mg%LLagLﬁaﬂéhLLUi

e"
NG

A15199 6. Uadelun1sveasatazseauvadilade

. seaivvaslady
Jaseluntsnaass
1 2 3 q
Sruznlny (Ladluns) q 6 8 10
ANUNRYIUNT (NS6) 400 600 800 1,000
TYYTUITLWINTUINY (HABUAT) 0.1 0.2 0.3 0.4




A15197 7. LNUNNTNAABY

o o : - o AUAIUNIY
anuns sTezRaINg AMUNIIURD | 5282809919 . 4
.. 1) (R ) usadaulade
1 4 400 0.1 X
2 4 600 0.2 X
3 4 800 0.3 X
4 4 1,000 0.4 X
5 6 400 0.2 X
6 6 600 0.1 X
7 6 800 0.4 X
8 6 1,000 0.3 X
9 8 400 0.3 X
10 8 600 0.4 X
11 8 800 0.1 X
12 8 1,000 0.2 X
13 10 400 0.4 X
14 10 600 0.3 X
15 10 800 0.2 X
16 10 1,000 0.1 X

30
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ANSIATIZARNANITNAAD

PMNNMIANIAIANAIUNIULSLRouvadlanglSansneia Sn-0.3A¢-.07Cu lagldis

e

a0 = = v av v o
‘Vl']QGUﬂ'Wiu@IL\TE]UIGUV]LW@quﬁNIUﬂquﬂﬂimaVllﬂﬂqﬂﬂqﬁmﬂaaﬂmﬂ\‘iu

1. HANINAFBUAINATUNIULTIADY

wiannanldatiu AISI 304 uenainasrUszneumuaiivewndn (Fe) Sailsinlasiiien
(Cn wameguntunstaniidethlansdan3ffianududuvesiyn (Sn-base solder) uld
Fulaveiia Taveiiuiidudatulavedanideogluannsveanmitseninssesdauonain
a15UsenauLdalane Fe-Sn waadsanunsainansuseneudalavesila (Fe, Cr)Sn, L@ wu
mnnsandndnndliatu AISI 304 Auynuiavdfigungd 290 °C annsauindu
ansUszneudslany (Fe, Cr)Sn, Adanuvuaasldds 10 um waglunsallddanyd (zn) 1u
langliuuenainaziiama Fe-Zn  wddsanansaiama 8 (Fe, Cr)Zny,, uwaswla & (Fe,
Cr)Znys [15] as;iwlaﬁmﬂumswmaaﬂﬁiﬁawmamﬁﬁaqﬂmamgﬁa 99.0 %wt F39zlndiAes
fumsldfynuians Jsernlasiinansuszneuidslangiifessznaununiveaiuuay
masuns (Ag-Cu) fifleglulavenan ilasanflesdusznaumaniivosisanssniios 0.3 way
0.7 %wt dmiuRuuarnesuasmudu Wensaaeulngldaunamares Fe-Ag uag Fe-Cu
dmiutulfAterdawafiniudefunarildlunisdeifesninnisunissninsesna
(Interdiffusion) 91NANSLNSVBY Cu, Fe, Cr kay Ni WRdANUSUNISULNSVeY Cu kag Ni @158
unslFaindndlewSeuiisudu Fe uaz Cr [16] MnmsunsvessIngamniinldiadudnads
Tunssuiunsiiddnylnegamgiififiutuwinlveruudusmossessofiutumudiu [17] Tag

]
=

sssumtuaUszneuldlansMiAntuiiseninssesdesziinud Mzuardmanonmuauts
vanald 9INNMARBIERBg 19T LIILTIRIUNSTANI LAY MedeUANLE UL LS e
LWARSTIAINT 23 UABHATINNISVAREULAASIAGININT 24 AUSURUSIENIN Stress LAz
Test duration ¥8I5zEEALNg 10 HAGWIAT, AIUREIURT 800 NSH WaLTTeeeding 0.2

1AaLUnS



Stress in N/mm?2

140

120

100

80

60

40

20

AN 23 29819 UNUNAFDUAIUATUNIULTHROU

Test durationins

AN 24 FAI9819NANSNAEDU
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Han1snaaewuReulndnsimualingladaduwasseaumientoyaranuiIun 1w

= i a o o o a ¢ v aa Yo PN
LQ@‘ULL@%F’\IWLﬂaﬁﬁqﬂiUuqlﬂIﬂUﬂquLﬂi']%‘ﬁm@ida‘m']ﬂﬁﬂmLLaﬂﬂlﬂﬂﬂmqiqﬂ‘V} 8

A1519% 8. ATANUATUNIULSILADUIINATNARDS

S¥eY | AU , Y , Y AR
NV 2% | AIAUATUNIY | ATANUATUNIU Y
am | A9 | weu |, - % 4 - % 4 ATUNIUKTS
- YDIINY | LINRDU AN 1 | USILADU AT 2 - 4
U e ) - o 2 o o 2 1RDULRAY
- (uu.) (Wanu/aa.”) (WInU/u4.") - o 2
(uu.) | (n3m) (Wanu/u.)
1 4 400 0.1 80.07 45.21 62.65
2 4 600 0.2 76.73 75.42 76.07
3 4 800 0.3 87.83 76.12 81.98
4 4 1000 0.4 70.75 94.02 82.38
5 6 400 0.2 74.94 60.74 67.68
6 6 600 0.1 117.02 82.31 99.66
7 6 800 0.4 62.45 47.08 54.76
8 6 1000 0.3 84.35 83.63 83.99
9 8 400 0.3 77.63 80.65 79.15
10 8 600 0.4 94.92 98.04 96.48
11 8 800 0.1 77.59 65.26 71.42
12 8 1000 0.2 70.15 93.35 81.75
13 10 400 0.4 90.43 83.16 86.79
14 10 600 0.3 83.25 106.77 95.01
15 10 800 0.2 101.97 129.72 115.84
16 10 1000 0.1 75.39 102.22 88.80

2. NFAATIEVNANINEDA
luilewiuitoyaannisnnaesuniasisinasmelsnempiiiiedendiuystouly

Mmgauiun1sianIive liFiaumunuLsLaeuaanteUsenaume N1snTIaaeuaIy

sUnuvestaya AsnIdu S/N - Ratio wazmiATvidiade
2.1 MINTINEUULULTDITRYA
NMINTIIABUANYNFBIVBIFULUU (Model Adequacy Checking) uns

mmaauﬁagaﬁugmmmﬁﬁ 1P8gN13MTIAEBUNITUINUIIVRITBYA MTIVABUADINY

ifesnmveinuLUsTiniarnmInTaaeuaniludassvestoyn [Wudu lilensiadeu

Al 25 nsminswanuaauuUnd (Normal Probability)
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Normal Probability Plot of the Residuals

Percent
2

Residual

5U# 25 MsuanuawuuUnAdmSuAdILANANNYBIANANURUINULS RO

dusuadiunnAvaIsIAuiIUULsLdeY sxiulddAdunndsnznguiy
Hudnwamfiovasnss wansifeyaiildanmavasesifidnuasaesnisnszaeiuuuund
Tumnefadeyanisinsizsiansadofiolddunmeasuniuasitaneveanisnszanes
vosdioya lnanslitoyadmnndauazafigniin (Fitted) Tuiitfe ArAudumuLss
o thanaiensmszrinemdunndsiuaiigniln Jsezuansdsnind 26 andnuaves
nsmazUladn deyafinnsnszaresdwuuunadinnududassvesoyalafuuilduludnuuey
sUwuulag uazfiruaianovesn LTI

Residuals Versus the Fitted Values

20 °
°
104
°
-— e % o
% °
.3 0 .
x °
°
° °
-10 °
°
°
—20- T T T T T T
60 70 80 90 100 110
Ftted Value

o 1 1 b L A U I a a
ATNY 26 ANFIUANATNYDIAMUATUNIULITARDUNUAINYNIA

Y
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msnsiaaeuanuludaszvesdeyailunisuaaeumnuduiusvasdiunndnslagldadau
ANANNLAZAIRULIAITDINISAUTEYE uvinsndennsmatdunndAeAUaIRuLIaIveIN1S
Audeya Berrdumndseguunnuisaradunamesnmafutoyasguuunuueuainnin
27 FrdusndsvesauiunuLsadeutuddunaesmaiuteya Aldannsiasei

ANULUTUTIN Badnuaigvamnsminisnssnedegslifsluuunanaindeyalunisveaedd
anuudaseroniy

Residuals Versus the Order of the Data

20+

ﬂ/\M A
0y, vv ZaT

-204

Residual
o

i 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16
Observation Order

A 27 AdunnAvesnuuuLsIdeuiuddunaveinsinudaya



36

2.2 A19M31@ S/N — Ratio

Aanuiumussadoulunsed 8 azthunldlunsmen S/N-Ratio fawansly
M3197 9 lagdiAn S/N-Ratio awiliuniindmeuaussfiunniigaferfifiign (The Larger -
The - Better Type Problem)

A1519% 9 A1 S/N-Ratio

A1A1Y
. o , AMURYIU . v
AMAUNIT | TrEzmaLNY - FLYLUDINNG | AIUNIULLIY
N7 - a S/N Ratio

NAADY (3.) - (331.) 1RIULRAY

(nsm) o o 2

(Uanu/ua.")
1 q 400 0.1 62.65 35.94
2 aq 600 0.2 76.07 37.62
3 q 800 0.3 81.98 38.27
q q 1000 0.4 82.38 38.32
5 6 400 0.2 67.68 36.61
6 6 600 0.1 99.66 39.97
7 6 800 0.4 54.76 34.77
8 6 1000 0.3 83.99 38.48
9 8 400 0.3 79.15 37.97
10 8 600 0.4 96.48 39.69
11 8 800 0.1 71.42 37.08
12 8 1000 0.2 81.75 38.25
13 10 400 0.4 86.79 38.77
14 10 600 0.3 95.01 39.56
15 10 800 0.2 115.84 41.28
16 10 1000 0.1 88.80 38.97

3.3 MTIATIEARaY (Analysis of mean, ANOM)

Tunsiasizriaaae (ANOM) Hu A1 S/N-Ratio LRAUBILAAYIEAUTBILAAY
Jaduaunu vnansdanavesseiuisavseauvaiazladeaiuay 1A S/N-Ratio Lade
vasszavvasdadeauaulaidnunnuuneds  seavvesladumivauiuasinavinlrguaud
AMUATUNIULIHRBUNIN FIDEITU DININTUIAT S/N-Ratio 1a8upITresaang TUn1s1a
PN Al 1Y) a ' A . a PN vy
7 10 ENUINTEAU 4 KIBTTEemawng Al S/N-Ratio Laag UNVign PUYAINUIND b
szuzaong Nszeu 4 Wusssusznauvesdaulanldlunisveass aziinavinliauaIuilan

¥ = d' d' a [ 1 d' [y [ @
ANUAUYIULSLEUINNTER  Wallleuiussusaineiisedu 1, 2 wavseau 3 10u
29AU52NaUYNa Ul N TElUNSNAaWALITY dUANNNEIURILALYSEELYD9I19NTAY S/N
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Ratio LaABsNTignfe sefufl 2 waz 3 audiy wazidefiorsanainaind 28 Fadunsm
uansmuduiusvesse Ui vesiiadumuauillilunismaasaiual S/N-Ratio 1ndsved
Tavgdaniliasngia Sn-0.3A¢-0.7Cu wuideulvwesndariadeilia S/N wdsunndian
fio flsvozsioined 10 Tadluns ANUMENUED 600 N30 WazTzoyTasine 0.3 Taduns aziina
ylsunuiiauiuuusadeudiian

f1519 10 A1 S/N Ratio LRAYURILAaEIEAUTBILAaE T ENITIUNITNAADY

5 A1 S/N Ratio taae
{Uade . . . -
SZAU 1 SLAU 2 STAU 3 STAU 4
SLHTABDLNG (uy.) 37.54 37.46 38.25 39.64
ANUNYIURI(NTH) 37.32 39.21 37.85 38.50
SLHLYDIING (1) 37.99 38.44 38.57 37.89

Main Effects Plot (data means) for Means

FEUINY ANUHOIIN T

95 1

90 /\
85 e

» 804 J / N—
&
@ 75
= T T T T T T T T
‘s 4 6 8 10 400 600 800 1000
- Y&
3
s 951

90

85 - -

go{ ~

75 A

T T T T
0.1 0.2 0.3 0.4

A 28 nivuanIrNFuTuSYasTEAUAerasladumuaNildlunmnaaesiua S/N-
Ratio ladgvedlansinnsliansngna Sn-0.3Ag-0.7Cu

NnMsvhunenansmaaedlaeizngd lneimunainadensmaassiidiian fo
seyrAaing 10 UaduAT AUNEIURY 600 NTA S¥ezyeINe 0.3 Tadwns Nan1situng
Usingidaranumuniulsudeugean 107.89 dusiensnelladiuns 1A S/N Ratio
40.98 uazlsvinsBudiusa (Confirmation Test) msviunelasnismaassditiadesisnan
wuihdlenanuaaiumuisadeundsgeanuintu 104.16 Tafusenisafiadiuns Taeiln
AruAanaAiIiy 3.46 % deuluniseonuuusessenaonIunIsNWIENRURvadlans
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N afudefiddydmsusenuuulisesseimuudusailemndmwasonisidon (Wetting)
NN13N5218A7 (Spreading) uaz Capillary Action vaslanziinlun1sinns [18] faudlu
NUIIBYDe Zang wavang [19] lauanslimsiuaniiznislen (Wetting) vadlansUnnslians
ngifanudiduvesiynuumannd lfadu Asl 304 Turisgaumgil 503-673 K (230-400
°0) msBafaveddanedaniazdosnindoFeuiisuiulavgiunesunwuasiiia esinya
Fudavosmanfetesun widmdumeadanisdaniluenduisfimuneandunsdnndales
mnuudaussgaieinanunsaauaunszuaunsidideIsudisuiunisldivadliuay
UL [20]



unil 5
ajUunauasdaiauauuy

ANNTANB AT NAINANTLNUADAIAIUAIUN UL DD UTEU I AN NAN L STy

1%
v A

waglavgdnniliansnenanunsoasulacail

1. d3Unan133Y
YadefidamansznuroinudunuLsadoussninandnnailda duaslanstans
15a1smeia 9nn1siiviun ssezsewned 4, 6, 8, way 10 fNadluns AU uRIvedlans
fuft 400, 600, 800, way 1,000 N30 wazsTEYdEIINeH 0.1, 0.2, 0.3 uay 0.4 fadwns 91N
MTARTEiRaMeIEnItadunimaaesdiitian fe svezseiny 10 fadluns ANUVEIURD
600 N3A S¥E2YRIINN 0.3 UATLUAT  UAZIINAITYIIUIENAAIAINATUNIULTLADUGIAR
107.89 susemsiiaduns Weneassdudurnanisvunefiaimiuanuduniussadou
RAEgIgAnAY 104.16 Thdusdemsnsliaduwns Taefldiaaianannwintu 3.46 %

2. dorauanu

2.1 Yoravauuziiiontsinantsisululduselen

mMsiwaansIdelulduseleviasinfedadladosneg ildlunsmeaes Wesnnly
n1snaassiinisaruquuasivusanizadefiaulalunisfine fedudafitadedug
wenwileanmsveaesimate eidelduandiduinidninadennuuduswesseasald
wuiy fatunsdendadelunssuaunmsiadudadiddey

2.2 Fodusuuziionsitelundiely

ﬂ’ﬁﬁﬂﬁﬁﬂ‘b}%ﬁlmLaiuLﬁIEJ’JﬁUIﬂSﬂﬁ%ﬁQ‘gaﬂ’]ﬂ%aﬂiaEJGi@%QE)’]ﬂQ&ﬁW%Uﬁ’]SUi%ﬂ@U
\Walane (Intermetallic Compound) iugﬂLL‘U‘U@'Nﬂw‘%aﬁmﬁﬂizﬂawwLﬂﬁﬁl,mﬂsmﬁ’u
demnuunuazaiinvestuansussneuiddansanunsodwanssnus e AU TN
RouNMsUANsLe [WwkeliunsiaaeudnsnavesgamgiinisldnuuazaanNnIsiansou
Wedhassanzwindeunisidiuvessesde ieliseesefinnuuniedowarmuizaunis
ANMELINRIUNT I
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