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Residual bonding surface and
substrate (bulk) material

‘Wire bond separated from bonding
surface. Little or NO intermetallic
on bonding surface.

Bonding surface
intact.

D\

Major portion of wire bond
attached to wire

Ball or Wedge bonding
weld area intact

A

attached to wire bond.

Bonding surface lifted taking
portion of substrate (bulk) material.

: Bond Lift

Arm contacted die surface
instead of wire bond.

Bonding surface separated
from die surface.

TYPE 2: Bond Shear - Gold/Aluminum

.ei" Wire bond sheared too
/ high. Only portion of
wire bond removed.

f
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Bonding surface metallization
separated from die surface.

R
oo

%
&

%
2
5o

=

X

30
2

.
e
et

.,

s

o0
e,

o

TYPE 4: Die Surface Contact

TYPE 5: Shearing Skip
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