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Solder Bridge 36 32 34 2 3 16 0 3 153
Dewetting 1" 5 6 5 2 28 0 1 61
Misalign 4 12 1 17 8 (N 0 0 58
Component Tilt 6 1" 8 0 1" 8 0 0 47
Insufficient Solder 4 5 1 2 1 12 0 1 27
COMP MISSING 14 0 1 0 0 0 1 21
Bent Lead/Pins 0 4 0 0 1 2 0 0 8
Wrong Polarity 0 2 0 0 1 0 0 0 5
COMP DAMAGED 0 1 0 0 1 1 0 1 4
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1 2 3 4 5 6
= 5]
& el 2| £
o .5
5] = = 15}
5} 53 2 Q 5 o,
= |53 =3 =
=l 81 =] g g &
n ] iz @]
Weight of Selection 39.84 | 15.88 15.1 12.2 5.4
Process Step Process Input Total
Material Handling | Packaging Condition 1 0 0 0 0 0 39.84
Handling Method 0 0 0 0 0 0
Material Stacking 0 0 0 0 0 0
Raw
Matertial Storage | Temperature 0 0 0 0 0 0 0
Material
Packaging 0 0 0 0 0 0
Humidity 0 0 0 0 0 0
Storage Time 0 0 0 0 0 0
Solder Paste Solder Paste Control 5 5 0 0 0 0 1257
Printing Parameter
10 10 0 5 10 0
(Program)
Load/Unload Board 0 0 5 0 0 0
Machine Operation 0 0 0 0 0 0
Cleaning Smeared Board 5 1 0 0 0 0
Sereen Stencil Stencil Aperture 0 0 0 0 0 0 0
Printing
Stencil Thickness 0 0 0 0 0 0
Plate Type 0 0 0 0 0 0
Tension 0 0 0 0 0 0
Image Pattern 0 0 0 0 0 0
Etching Type 0 0 0 0 0 0
Fiducial Mark 0 0 0 0 0 0
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1 2 3 4 5 6
- 5
& 1 2| 2
S = 2 5 =
5 2 it g 'S o
S| 8| 2| | g &
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Weight of Selection 39.84 | 15.88 15.1 12.2 5.4
Process Step Process Input Total
Feeder Conveyer Speed 0 0 0 0 0 0 0
Movement Speed 0 0 0 0 0 0
Pick and Clamping Force 0 0 0 0 0 0
Place Placing Nozzle 1 0 0 0 0 0 79.68
Vaccum 1 0 0 0 0 0
Program Program Name 0 0 5 0 0 0 283.3
Fixture or Pallet Design 4 4 4 0 0 0
Material Type Used 0 0 0 0 0 0
Clamper 0 0 0 0 0 0
Pins 0 0 0 0 0 0
Reflow
Temperature Profile | Preheat Slope 3 3 0 0 5 0 484
Soldering
Soaking Time 5 3 0 0 5 0
Reflow Time 0 0 0 0 0 0
Peak Temperature 0 0 0 0 0 0
Cooling Down Slope 0 0 0 0 0 0
Feeder Conveyer Speed 0 0 0 0 0 0 0
Movement Speed 0 0 0 0 0 0
Clamping Force 0 0 0 0 0 0
Wave
. Temperature profile | Peak Temperature 0 1 0 0 5 0 81.86
Soldering
Reflow Time 0 1 0 0 0 0
Soaking Time 0 0 1 0 0 0
Program Program Name 1 1 1 0 0 0 70.82
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