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Chapter 1

Basic Characterization

1.1 Theory and Methodology

The growth of silicon dioxide for semiconductors is necessary to provide a high-quality insulator. The layer is called
the passivation layer, as it isolates device components — thus it is grown at various stages of circuit fabrication for
this isolation property. This isolation is used, for example, to create a barrier between metal layers to support more
complex circuit designs. The layer also serves as a barrier during impurity diffusion or implantation.

1.1.1 Field Oxide Growth

In order to grow a good barrier, the wafer must be etched clean of any oxide buildup. The technique for scouring
the wafer, developed by the RCA company, is called the RCA Cleaning Process. This is performed first in the
oxide growth process. Once the wafer has been cleaned and dried, it is transferred to a furnace where dry, wet, or
a combination of oxide growth techniques are applied. By controlling the time, temperature, and oxidation method,
oxides of arbitrary thickness can be grown.

RCA Cleaning Process

The RCA process is used to thoroughly clean the wafer of all surface contaminants before critical points of the
fabrication process. The RCA process, developed by the RCA company, uses three stages of cleaning: organic
cleaning, oxide stripping, and ionic cleaning. This is followed by a rinse and dry, after which the oxide growth
process can begin.

Organic Cleaning

In a quartz tank, a solution of 1000 mL DI {B), 200mL HO,, 200mL NH,OH is prepared. The solution is
heated to 80C while the wafers are submerged in the solution. When the solution begins to bubble, the wafers are
left in for exactly 15 minutes. After 15 minutes, the wafers are rinsed in a 4@,HN, bubblier rinse tank for 5
minutes. Organic cleaning removes basic particles, grease, oils, etc.

Oxide Stripping

After the 5 minute rinse following the organic cleaning, the wafers are submerged in a solution of 4500 mL DI
H-0, 50 mL HF for 15 seconds. Immediately after this, the wafers are transferred back to the bubblier tank for 30
seconds. This stage of cleaning is to remove oxide buildup.



lonic Cleaning

For the final cleaning step, the wafers are transferred to the ionic solution, which is prepared by heating 1000 mL
DI H5,0, 200 mL HO,, and 200 mL HCI to 80C. The wafers are kept in the solution for 15 minutes. The wafers
are then transferred to the bubblier rinse tank for a final 15 minutes.

Drying

Finally the wafers are transferred via the RCA carrier box to the spin dryer for automated drying.

Oxide Growth Process

Two different methods for oxidation are used: wet and dry. The primary reaction extracts oxygen and combines it
with silicon. The dry method provides a denser layer, while the wet method is much faster. The reactions for both
wet and dry oxidation are shown below.

dry : Si+ Oy — SiO,
wet : Si+2Hy0 — SiOy + 2 Hy

The oxide growth is approximated by the Deal and Grove Model, which represents oxidant diffusion from an
ambient gas through the oxide and into the silicon wafer. This model uses a steady-state assumption, equating the
values of the flux through each interface. The thickness of the odidean be calculated from equatidnl. The
valuesA, B, andr are calculated based on time, temperature, etc.

d3 + Ady = B(t + 1) (1.1)

The wafers were loaded into the furnace when the furnace was aC9(fter insertion into the “mouth” of
the furnace in a quartz carrier, the wafers were allowed to warm up from room temperature for 5 minutes. After
the initial 5 minutes, the furnace was ramped up to 0@t a rate of 20C per minute. Once the furnace reached
1100 C, the wafers were dry oxidized in the center of the furnace for 5 minutes. Steam (wet) oxidation then took
place for 60 minutes. Finally, steam was turned off and dry oxidation continued for 5 more minutes. The wafers
were then allowed to cool and returned to storage.

1.1.2 Wafer Substrate Characterization

This section describes tests to measure the properties of a wafer.

Hot Probe Test

A hot probe is applied to a wafer to determine the movement of the majority carrier type. The majority carriers under
the probe have a higher thermal energy than those in the cooler regions of the wafer. As they diffuse away from the
hot probe, a net charge is left behind with a polarity opposite of the majority carrier type.

A control wafer was selected at random. Using a Weller non-temperature regulated soldering station, heat was
applied approximately in the center of the wafer. A microammeter was then used to probe for current flow near the
tip of the hot soldering iron. When current flow is positive, the materiaitigoe. When current flow is negative, the
material isp-type.



Wafer Thickness and Four Point Probe

Wafer resistivity is a measure of the electrical resistance in the wafer. Resistivity is the inverse of conductivity, or
the ease with which electrons (or holes) can move through the material.

Another control wafer was selected at random. A micrometer was used to repeatedly sample the thickness of the
wafer at different locations on the edge. The values for wafer thickness were smoothed by discarding the maximum
and minimum, with the remaining values averaged to create the smoothed average wafer thiékpesafter
thickness was determined, the wafer was then placed into a Veeco Four Point Probe, Model EPf-hasure
resistivity (p). The smoothed average thickness was dialed into the front panel, and then repeated measurements
were made at different locations on the wafer. The results of the four point probe were also smoothed and averaged
to create a final valuep(y) for use in calculations (The unit was power-cycled between measurements due to ma-
chine problems.) The output was collected and converted to resistivity according eduatiprovided by the lab
instructor and in textbook section 6.1.3. The trailing scalar (0.991) is a correction factor applied due to the size of
the wafer.

. in cm
p [Q-cm] = pa [Q] - W4 [mil] -0.001 [ﬁ] 2,54 [W} £0.991 [ - crm] (1.2)

To find the dopant concentration, the primary equation of conductivity is used as shown in eduagssuming
that the background concentration of the wafer is constant. In our case-tyipe material, the term is negligible,
and we can reduce the form to that shown in equatigifor n-type dopant concentration. Hekgis the charge of
an electron1.602 x 10~ [C]) andp,, is the mobility of electrons in the material (given 1800%/Vs).

1
5= = alpmntpyp) (1.3)
n = ! (1.4)
P tn-q

Crystal Orientation

The crystal orientation in terms of Miller indicies can be determined based on making small cuts on the wafer edge
and observing the breakage pattern.

While supplied with the orientation of the crystals by the lab instructet 850>, a diamond scribe was applied
to another random wafer to observe the pattern on breaking. Repeated application of the scribe to different locations
was performed, with the breaking pattern recorded. The initial cut was performed on the primary flat’ In 45
increments clockwise, additional cuts were performed. Based on the material handed out in lab, the breakage pattern
was then used to determine the crystal orientation.

*Only two switches were toggled on: Auto Penetration and Auto Type.

3



1.2 Results

1.2.1 Field Oxide Growth
RCA Method

The lab instructor indicated that the RCA process on the first-time cleaning of a wafer must be followed exactly for
all time limits. During later processing we may be able to shorten certain steps.

Field Oxide Growth

The oxide growth predicted by the Deal and Grove Model, shown in equatipauggest a thick oxide creation. By
this model, we calculate a predicted oxide thickness of the first 5 minute dry growth as

d% +(0.090 [um))ds = (0.027 [“h—”fD (0.083 [hr])

da = 0.0204 [pum]

Now modeling for the next 60 minutes of wet growth, we fifiglincludingd 4 as:

§ d% +0.110 -d
d% 4 (0.110 [pm])dp = (0,510 [ﬂ]) 1.000 4 %4t [m:t] A ]
hr m2
0.510 |42 ]

dp = 0.663 [um)]

Finally, for the last 5 minute dry growth, we find the total oxide grodghas:

2 d2, + 0.090 d
42 + (0.090 [um]) de: = (0.037 [ﬂD 0.083 + 260090 [m] -dp )
hr 0.027 [“;;; ]

de = 0.665 [pum]

Using another random wafer, we observed a direct color of green to blue-green. This would correspond to an
oxide thickness of between 0.50 - 0.b4. No ellipsometer measurements were taken during this lab period.

As reported by the lab instructgrour control wafer had a measured oxide thickness via ellipsometer of 0.5309
um. The measured thickness more accurately reflects the observed colors on the random control wafer.

The lab instructor also reported that our wafer had a refractive index of 1.46. This value corresponds well to a
good SiQ oxide on the wafer.

1.2.2 Wafer Substrate Characterization

There was insufficient time to permit students to test the group control wafer. Instead several wafers of the same
type as ours were used to measure the characteristics and become familiar with lab equipment.

Hot Probe Test

A current of -5 A was observed. The negative current indicatep-type material of the random wafer.

2Due to our Thursday lab schedule, we were unable to measure these ourselves as our wafers were unfinished by the end of the lab period.
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Wafer Thickness, Resistivity, Dopant Concentration

The measurements by micrometer for the random wafer were 11.0, 11.0, ang20.9he value used in our
calculations was 11.0m. The measured sheet resistivitieSIrper square via the four point probe test were 298,
292, 282, and 285. The value used in our calculations was 288 equationl.2, we calculate bulk resistivity
as:

11.0
p = 2885 () 50

p = T7.988 [Q-cm]

in] -2.54 || -0.991
m

The dopant concentration, as per equafichis calculated as:

1
7.988 [Q-em] - 1800 [Vﬂj} 1,602 x 10-19 [C]

n = 4.336><1014[

carriers
cm?3

Crystal Orientation

The crystal was observed to break cleanly on a random wafer in the directions perpendicular to the primary flat and
parallel to the primary flat. Other cuts resulted in curving breaks. This suggests a basic crystal orientatio@-of
but as indicated by the lab instructor, we are using crystal orientatioad d@>.



1.3 Conclusion

Our calculated oxide thickness was 0.66m, while the measured wagb31um. The error between these is
approximately 20%. Sources for error include errors in procedure (inexact time recordings due to the low resolution
timing device); assumptions in the model that each flux rate is equal for each flux; and lack of consideration for
ambient impurities in the environment. A larger source of error was the time the wafer sat in the “mouth” of the
furnace warming up, and then waiting for the furnace to reach peak temperature. Similarly, the cool-down period
was also unaccounted for.

The wet oxidation method provides rapid growth and is useful for the limited lab time available. The instructor
performing the RCA cleaning for us was unexpected, but understandable given the risky nature of the process and
the amount of time involved. Were students to individually carry out the tasks, the procedure would take too long,
and if one student is designated to perform the task for all wafers, the risk is that a mistake in procedure could destroy
all wafers.



Chapter 2

Photolithography

2.1 Theory

In CMOS fabrication, photolithography refers to the process of transferring a pattern from a mask to the wafer by
employing a photosensitive, chemically resistant layer. This “photoresiskpgsedvith light, resulting in regions
that will wash away when the wafer éeveloped These regions can then be etched and the remaining photoresist
will provide a barrier to the rest of the wafer.

The steps involved in photolithography are broken down into the following simple procedures, each of which we
explain briefly:

1. Surface Preparation: Dehydrate and prime wafer surface
2. Photoresist Spin: Apply a thin layer of photoresist to wafer
3. Softbake: Partial evaporation of resist
4. Align & Expose: Precise pattern alignment and UV exposure
5. Development: Removal of unpolymerized resist
6. Inspection A: Verify proper alignment
7. Hardbake: Final solvent evaporation
8. Etching: Strip oxide in open areas
9. Inspection B: Verify outcome as desired
10. Stripping: Remove hardened resist

2.1.1 Surface Preparation

This step aims to provide a dry and clean wafer to apply photoresist to. The wafers, previously RCA cleaned and
placed clean into Nstorage boxes, are warmed to 2Q0or several minutes (5+). This heating is to evaporate any

bulk water on the surface of the wafer that may have accumulated. A dry surface will promote adhesion between
the photoresist and the wafer. Once dehydrated, the wafer is transferred to a photoresist spinner system. After
placement in the center of the spinner chuck, a primer is applied in sufficient volume to cover the entire surface.
The primer’'s purpose is to bind any remaining water molecules on the surface of the wafer in order to further
promote adhesion of the photoresist. The most common chemical used is Hexamethyldisilazane (HMDS), a patented
compound developed by IBM. After the wafer is coated and sufficient time elapses, the spinner is activated to spin-off
the excess primer.

2.1.2 Photoresist Spin

There are two types of optical photoresist that we consider: positive and negative. Both are made of polymer
compounds, which are kept in liquid state by addition of solvents. The key difference between the resists is the
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mechanism by which polymer chains are linked together or broken apart. For optical resists, a light source such as
a UV lamp radiates intense energy into the resist polymers. How that light affects a resist determines whether it is
negative or positive. To prevent accidental light exposure, facilities generally use filtered light (e.g., yellow filters on
all lights).

Negative photoresists are based on polyisopreme, which occurs naturally in rubber. Prior to light exposure, they
exist in a form without cross- links. When sufficient light energy is applied, the polymers become cross-linked, or
polymerized Figure2.1, on the left, shows the negative photoresist system. (FiguresNtmmochip Fabrication
Peter van Zant, 2nd ed.)

-------

Figure 2.1:Basic negative (left) and positive (right) photoresist structure and processing.

Positive photoresists are based on phenol-formaldehyde, or phenol-formaldehyde novolak resin. In the unex-
posed resist, the polymer is insoluble. The originally cross-linked polymers are broken into short chains during
exposure. The light energy caug@stosolubilization or the conversion to a more soluble state. Figufe on the
right, shows the positive photoresist system.

The photoresist is applied in a small volume to the top of the wafer. The wafer is then spun for a short period
of time to shed excess resist material while keeping a thin layer of resist bonded to the wafer. Ideally the resulting
layer is uniformly thin and defect free, with a thickness on the order ah With variation of approximately 1%.

2.1.3 Softbake

After application of the photoresist, the wafer is transferred to a Softbake oven. This oven will heat the wafer to
a relatively low temperature (10Q ) and will only be used for a short period of time. The primary purpose of

this stage is to partially evaporate the excess solvents in the remaining photoresist. This evaporation will enable the
photoresist to sustain more contact from the following steps without distorting the desired mask image.

2.1.4 Align & Expose

Masks control which regions of the photoresist get exposed. Many masks are required to complete the fabrication
process, and it is crucial that each mask is aligned identically with respect to the wafer. Very small misalignments
can render the entire wafer useless. For example, a contact might end up going into the bare Silicon substrate instead
of into the gate of a transistor. As the number of masks required for a chip increases and the feature size decreases,
the tolerance for misalignment also decreases.

A common technique for assisting with mask alignment is to put reference marks on the masks; hash marks,
rectangles, and cross-hairs are common. These reference marks are transferred to the wafer, and then can be used ¢
a reference for the next mask, which will have the same mark in the same place.

As discussed in sectidh 1.2 exposure of the photoresist by a high-power light source such as UV lamps causes
a chemical reaction to take place within the photoresist. The amount of exposure, measured in Watts, controls how
strongly the reaction takes place. Too much or too little exposure will result in an incorrect pattern, which will
then have to be removed before starting over on the photolithography process. Negative photoresists require 5 to 15
seconds of exposure, while positive photoresists can require two or three times as long.
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2.1.5 Development

After exposing the photoresist to the light source, all unlinked polymer resist material needs to be removed. This is

accomplished by transferring the wafer to a bath of developing solution, the contents of which are dependent on the
type of resist used. Negative resists develop in readily available solvents and have a wider tolerance in processing.
Positive resists require carefully constructed solvents and tight control over temperatures used. At the end of the
development process, only the desired pattern of resist is left on the wafer. All unexposed areas will be etched later
for additional processing.

2.1.6 Inspection A

Stopping at this point and placing the wafer in a Quality-Control (QC) microscope station permits the verification of
the remaining photoresist pattern. At this stage, alignments are verified and consistency of the resist layer is observed
across the entire wafer. Sufficient deviation from the intended results can cause failure in the wafer dies, and this QC
check ensures that proceeding will not waste time. If necessary, the wafer may be cleaned and the photolithography
process started over.

2.1.7 Hardbake

Much like the Softbake discussed in sectibh.3 the Hardbake is designed to remove solvents from the photoresist
layer. Unlike the Softbake, however, this step aims to remove all of the solvents remaining. Therefore itis conducted
at a higher temperature (120 ) for a longer period of time. Some resists can also be activated by heat, and this
baking stage could further bond the resist to the wafer surface.

2.1.8 Etching

After the Hardbake, the wafer has areas covered by bonded polymer photoresist, and areas that are exposed to the
underlying wafer surface. At this stage, a Buffered Oxide Etch (BOE) is used to strip the exposed wafer surface
regions. This process can be used for diffusion, metallization, or other needs of the multiple stages during wafer
processing.

The BOE will not etch those areas covered by the hardened resist material initially. However, the amount of
surface stripped is entirely dependent on the time the wafer is left in the BOE solution. If left in too long, the BOE
can actually etch below the resist layer and begin removing material that is desired. Therefore, careful monitoring
of time is essential to have a successful etch.

2.1.9 Inspection B

After etching the wafer, a final QC check is made to verify the results are as desired. At this stage we can evaluate
whether to proceed or re-perform the prior stage(s) in order to obtain a more precise result. Compounded errors in
the registration over multiple masks may yield non-working components within the wafer.

2.1.10 Stripping

After final QC is complete, the only material left for removal is the hardened photoresist. During this stage, appro-
priate solvents at the correct temperature are used to break away the cross-linked polymers. The final result will be
a wafer ready for the next phase of processing. It is important to remove all of the resist material, as it will combust
in later stages such as high- temperature diffusion. This combustion will cause severe problems with contamination
of furnaces and wafers, and therefore it is imperative that all resist be removed.



2.2 Procedure and Observations

For this report we have done six photolithography steps: P-wells, P-FETs, N-FETSs, and contacts. The steps are
the same, except that no mask alignment was necessary for the P-well pre-dep mask — only an approximate initial
registration based on the primary flat of the wafer was used.

2.2.1 Surface Preparation

Prior to the photolithography process, the wafers are thoroughly dried in the Blue M Electric Stabil-Therm Gravity
Oven, which we used asdehydration ovemt 200 C . Our wafers were already in the oven, placed there by the lab
instructor, and we were informed they had been heating for sufficient time. The minimum recommended time is 5
minutes, but longer is better.

We moved the wafers to the Integrated Technologies P-2604 photoresist spinner. Placing the wafer as close to
center as possible on the elevated chuck, we then covered the wafer entirely with Shipley HMDS primer. This was
allowed to stand for 10 seconds. The spinner was then activated to remove the excess developer while keeping a thin
layer on the surface.

Note: A visual cue to tell when the primer has spun to its target level is wihaimlaow pattern much like oil in
water is observed.

2.2.2 Photoresist Spin

With the wafer still attached to the photoresist spinner, sufficient volume of Shipley 1813-Positive photoresist was
then applied such that the center 2/3 of the surface was covered. The spinner was then activated for an automated 30
second spin at 3500 rpm. This resulted in a clean thin layer of photoresist without excessive buildup on the underside
of the wafer due to excessive application of the liquid resist. Figusshows the spin speed for PR thickness chart

(from Shipley datasheets). Figuee? is from a datasheet that characterizes the exposure time and PR performance.

ABSORBAMCE V5. WAVELENGTH

ET] ! ! I 1 T T T T T
180
16D
ALY
o

]
o
E10]
a0
o3 3
-:-nP

Figure 2.2: Shipley 1813P photoresist exposure

data. Figure 2.3:Shipley 1813P photoresist energy data.

2.2.3 Softbake

For the Softbake stage, the wafers were again transferred to a Blue M Gravity Oven. This oven is typically set for
95 to 100C . For our wafer processing, 96 was used, heating the wafers for 5 minutes.
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2.2.4 Align & Expose

After the Softbake, each wafer was loaded into the Karl Suss MJB3 Mask Aligner and exposure system with a UV
lamp. The lamp power was set to 200W, while exposure time was only 30 seconds for an exposure energy of 6mW.
The UV wavelength waga = 365. Of the three types of exposure systems (contact, proximity, and projection), the
Karl Suss unit we used uses contact exposure.

The first mask (P-wells) required no alignment, although we did make sure to begin the convention of orienting
the wafer on the chuck so that the primary flat was on the left side (9 o’clock). The second mask (P-FETSs) required
alignment to the transferred pattern of the first mask on the wafer. The lab instructor pointed out how useless the mask
registration patterns were, and instructed us to use the primary horizontal and vertical features on the mask pattern
directly. Alignment of successive masks to the first mask is attained via careful manipulation<ofithey, 6 >
controls on the mask aligner. By experimental process the bulk of correction went toward the angular tation,
before performing fine< z, y > adjustments.

Figure 2.4, reproduced fromFundamentals of Semiconductor Fabrication, May and, 8kestrates how the
exposure energy affects positive or negative photoresist layers.

Note: It is important to warn others in the lab when exposing so no one inadvertently looks at the UV light.
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Figure 2.4:Exposure effects on positive and negative PR.

2.2.5 Development

Immediately after exposure, the wafers were transferred to a bath of Shipley MF319 Developer. This solution was
used for 1 minute and 30 seconds, with automated agitation via magnetic spinners in the solution. In order to place
the wafers in the developer, they were first transferred to plastic/Teflon wafer holders.

Note: To verify the wafer is installed correctly into the wafer holder, shake it gently while holding it above and
close to the surface of the lab bench. If a faint rattling sound is heard, tighten further.

After the developer solution, the wafers were DI rinsed for 10 seconds and dried with pareguns.

2.2.6 Inspection A

The underlying wafer oxide appears blue-green, as reported previously. The photoresist covered areas appear dark
red or burgundy. For the first mask, the QC test is simply whether the pattern appears clearly and the oxide is visible.
For the other masks, the verification is to ensure that all features are aligned properly with the preceding layer. No
reworking was necessary.

Several pictures of different features illustrate this QC inspection. In figiye transistor with 4Q:m channel
width. Figure2.6 shows that even though teflon tweezers are used, extreme care is essential to avoid damaging the
PR coating. Figur€.7 shows several resistors Finally, figuite3illustrates how difficult it is to use the default hash
registration pattern. By using the long vertical and horizontal features on the masks, a good alignment was achieved
even when the mask aligner was broken in the Y-axis during one phase.
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Figure 2.5:Transistor features under PR layer. Figure 2.6:Damage to PR layer from tweezers.

Figure 2.8:Default hash mark registration is un-

Figure 2.7:Resistors in PR pattern.
usable.

2.2.7 Hardbake

After QC inspection, the wafers were transferred to a third Blue M Gravity Oven for the Hardbake process. These
ovens were set to 120 and the wafers were baked for 5-30 minutes, depending on the thickness of the oxide being
stripped, to evaporate the remaining solvents in the resist material.

2.2.8 Etching

After the hard bake, the wafers were directly transferred to a 6:1 Buffered Oxide Etch with HF for 6 minutes. After
BOE completion, the wafers were rinsed in Dj®ifor 15 seconds, and then dried in the &r guns.
Note: It is important that no agitation occur in the BOE stage.

2.2.9 Inspection B

During this second inspection stage, observations are made that the desired effect has occurred. For example, in the
case of oxide etching, it was necessary to ensure that the oxide had been stripped and the non-resist regions appea
clear (where the bare Si substrate is now visible). If further etching is required before stripping, this QC test will
indicate it. No additional work was necessary.
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Several pictures of different features illustrate this QC inspection. In figire¢he over-etching ((in this case,
under the surface) causes a rainbow-like pattern in reflected light from the QC station. Eigishows that these
reflected light patterns give a 3-D feel to the resulting stages, which are used to continue the alignment process. The
continual buildup of these shadows, however, causes precise alignment difficulty as the shadows become thicker due
to multiple oxide growths. Figurg.11shows the same resistors from figar€ after B.O.Etch application. Finally,
figure 2.12illustrates that repeated contact alignment is slowly damaging the features of the glass mask. Here, what
would be straight edges are rough from slight tearing on the glass mask pattern.

&
=

Figure 2.9:High magnification of 10um transistor Figure 2.10: A three-D appearance results from
gate with over-etching. shadows and color variations.

Figure 2.12:Rough edges from glass mask damage

Figure 2.11:Resistors from QC A after B.O.Etch. by repeated contact alignment.

2.2.10 Stripping

The final stage is removal of the hardened photoresist. We placed our wafers in Shipley 1165 Stripper, which was
heated to 70C , for 3 minutes. Following this, we rinsed the wafers with Di®land dried a final time with the N
air guns. After drying, the wafers were returned to secure storage. FEidiLishows the Shipley datasheet graph of
performance for the 1165 stripper.

Note: No agitation is to occur during the stripping stage. Moreover, the final DI rinse is complete when the DI
water running over the wafer no longer appears “foamy” as soap bubbles do.

13



E

P—ﬂf—?ﬂ-"ﬂlﬂlﬂu

Figure 2.13:Performance of the 1165 stripper by Shipley, copied from company datasheet.

2.3 Conclusion

The most critical stage of the photolithography process is the mask alignment. Rotation or X-/Y-errors can render
some or all of the dies on a wafer useless. While extra time should be spent during this stage, it is imperative to build
up sufficient skill that accurate alignment can occur in short time periods. Given that fabrication facilities are very
expensive, too many errors could easily make any project financially unsustainable.

Given that the mask alignment is the most critical stage, it was surprising to find the mask patterns provided
in our lab have almost useless registration marks. The provided masks use a sequence of “#” marks on the first
layer. Successive layers fill in small dots in a tic-tac-toe pattern on the first registration mark, while providing a new
registration “#” to the side. As each layer is aligned, compound errors are easily introduced from this system.

Instead, we use the primary vertical and horizontal features on the mask. By careful alignment to these, it was
quick and easy to calibrate each layer. As a side effect, the original mask registration patterns were near-perfect in
final alignment.

The other key stages are the careful QC inspections and the close monitoring of time spent in Developer or BOE
solutions. Too much or too little of either will result in errors and starting over.
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Chapter 3

Diffusion

3.1 Theory

Conductive regions on a wafer are essential for making operational cirbafsngis the process of inserting ions
into the silicon substrate to generate conductive regions. These regions, whetheftipp@rform critical junctions
that determine electrical behavior.
A p-type region is rich in electron holea (), whereas a-type region is rich in free electrons). Depending
on the dopant material used (B, P, As, etc.), either free electrons or electron holes are inserted by replacing silicon
atoms in the lattice. The two most common methods for dopinglifftesionandion implantation In this lab, we
only use diffusion. The dopant atoms move by eith@cancyor interstitial diffusion. Vacancy diffusion fills holes
in the lattice with impurity atoms, while interstitial diffusion fills gaps in the lattice structure.
The primary characteristics of doping are determined byjihetionsor interfaces between two regions of
different doping characteristics. The junctions can be classified as eithenftgpe material tp-type material (NP)
or vice-versaPN). Thejunction depthis defined as the point where the two regions have equivalent concentrations
(i.e., Np+ = N,-).

3.1.1 Diffusion

Diffusion is the process whereby the random movement of atoms in adjacent materials restiltx {#a of the
atoms from the higher concentration matersdyrcg to the lower concentration materiahfge?). The flux can be
expressed as the rate the atoms from the source pass into the target:
oC
F=-D— (3.1)
ox
where F is the flux, C is the concentration of the source, and D is known as the diffusion coefficidfuisirity.
If we assume Intrinsic diffusivityi(e., D is constant for a given temperature), we can model diffusion for titme
Fick's Law:
2
o _ poc
ot 0x2
Diffusion is used during doping to achieve three goals: (1) insert a specific number of dopant atoms on our
wafer; (2) create a junction at a target depth; and (3) create a specific distribution of dopant atoms within the region.
These goals are achieved by two primary stageppsitionanddrive-in. Each stage is briefly described next.

(3.2)

Deposition

In the deposition stage (sometimes referred to as predeposition), the dopant atoms are introduced into the wafer.
Diffusivity increases with temperature, so high temperature diffusion ovens speed the movement of dopant atoms.
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Thesolid solubilityof the dopant limits the total concentration of atoms that can be introduced at a given temperature,
much like adding sugar to iced-tea.

Deposition occurs when the dopant concentration exceeds solid solubility, at a sufficiently high temperature to
permit the diffusion process. Using such a high concentration of dopant eliminates the variable of concentration and
simplifies the result to be a function of temperature only. Thus the deposition ocamigdatolubility. The charac-
teristic plot of the predeposition diffusion concentration and depth is defined mathematically by the complementary
error function.

The sequence of steps in a deposition process are:

1. Preclean & Etch: Remove particles, stains, minor oxides
2. Tube deposition: Pre-heat, diffusion, and post-cool

3. Deglaze: Removal of thin oxide grown during deposition
4. Evaluation: Test electrical properties of result
Drive-in

The drive-in stage is performed without a dopant source material, but is otherwise identical to the deposition stage.
The primary function of drive-in is to distribute the dopant atoms deeper into the wafer structure. During deposition
a high-concentration but shallow layer was introduced just below the surface. The drive-in will rearrange the dopant
atoms according to gaussiardistribution.

A secondary process during drive-in is the oxidation of the wafer surface. This oxidation affects the underlying
dopant atoms. Withu-type dopants, the resulting effect is callpite-up as the dopants segregate into the silicon
region and do not enter the oxide. Witktype dopants, the dopants are more soluble in the oxide and are therefore
drawn into it. Then-type behavior increases the surface concentration of dopants apetiythe behavior lessens
the surface concentration. Either result alters the electrical characteristics over what was originally intended.

In general, a period of “dry” drive-in will occur in a furnace wil¥y, gas as a transport. At the end of the drive-in
time, a thin oxide will be grown by insertion @¥; gas into the chamber.

3.1.2 Models

As stated earlier, diffusion can be modeled by Fick’s Law. The two doping stages yield different solutions to
Fick’s Law because they have different initial and boundary equations. Deposition is modeleornasaat surface
concentratioror infinite sourcediffusion, since the concentration of dopant at the wafer surface stays constant at the
solid solubility of the dopant. Drive-in is modeled ag@nstant total dopanor limited sourcediffusion, since no
additional dopant is introduced.

Infinite Source

To solve Fick’s diffusion equation, we need an initial conditiofz, 0) and two boundary conditionS'(0, ¢) and
C(o0,t). For deposition, we are depositing either N-gotype dopant into a region of opposite type, indicating

that initially the concentration of the dopant atoms in the wafer is much lower than the concentration in the source,
soC(z,0) = 0. As the name constant surface concentration suggests, the first boundary condition is satisfied by
C(0,t) = Cs, and since the point of deposition is to deposit dopant astiniaceof the wafer,C'(co,t) = 0. The

general solution of Fick’s Law given these conditions is

x
C(z,t) = Cy 3.3
@) =Cuerfe (5 7=) 3
with the total number of dopant atoms per unit area given by
Q) = / C(x,t)dzx (3.4)
0

and by substituting Equatiah 3into 3.4 we find
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Q)= %Cs VDt = 1.13 C, VDt (3.5)

Limited Source

For drive-in the initial condition is the same. We also maintain the boundary conditjon, ) = 0. The constant
source boundary condition no longer holds, though. We replace it with a boundary condition that reflects the constant
total dopant invariant of this mode%Oo C(z,t) = S, whereS is the total amount of dopant. The solution of the
diffusion equation that satisfies these conditions is given by
S (_i)
Cl(z,t)= e\ 4Dbt 3.6
(@1) VDt (3.6)

3.1.3 Evaluation

After each diffusion or drive-in stage, the wafer can be evaluated for resultant electrical characteristics. The three
primary evaluation metrics are junction depth, sheet resistance, and dopant profile. For this lab, we only measure
the sheet resistance, and we determine junction depth based on two equatiys fdsing thatp is resistivity

measured by the four-point probe, it becomes possible to calculate the junctionzgdyth
1

" qJ]uC (2 d

where the carrier mobility, is dependent ot'(z). WhenC'(x) is constant, equatiod. 7 is simplified to equation
3.8

(3.7)

S

R, = r (3.8)

WhenC'(z) is not constant, such as after diffusignmust be calculated using equatiﬁrﬁ)1
M2 — H1 (3.9)

=+ 2
1+ L)
(Nref

Application of equatior3.9 requires several values, which are dependent on whether the carrigype or
p-type. Then-type values are shown in FiguBl, and thep-type values are shown in FiguBe2 N is actually
C'(z) for the depth being examined. That is, the resistance varies as the depth changes.

Symbol Value Units Symbol Value Units
1 92 cm?/ Vs 1 47.7 cm?/ Vs
142 1380 cm?/ Vs 142 495 cm?/ Vs
Nyef | 1.3x10" | c¢cm™ Nyef |63 x10% ] cm™3
« 0.91 « 0.76
Figure 3.1: Constants used forn-type carriers in Figure 3.2: Constants used forp-type carriers in
solving u(x). solving u(x).

The solution for equatior3.9 can be found in multiple ways. The method used in this report is numerical
integration approximation via spreadsheet calculations. Tables were generatedVidx)) for both n-type and
p-type, and were applied t¥ () calculation approximations aswas varied from our calculated junction depth to
the surface.

*from Introduction to VLSI Circuits and Systems, Uyemura. Note that this is an empirically derived equation.
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3.2 Procedure and Observations

In this report, we describe the actual steps involved and measurements made from four diffusion steps: (1) pre-
deposition of P-well, (2) P-well drive-in, (3)'Rsource/drain deposition, (4) field oxidation, (5) #ource/drain
deposition, and (6) gate oxidation. In each stage, the basic process is identical. The only process variations are in
temperature and time. For the drive-in stage, an additional deviation is that no sources are loaded into the diffu-
sion furnaces. Likewise, during field oxidation and oxidation process discussed previously is executed, which uses
different furnaces and no sources.

3.2.1 Basic Process

The basic sequence of steps for every diffusion step is to first RCA clean the wafers, as discussed in earlier reports.
This stage will remove particle build up and any thin oxides which may have grown while in storage or during
handling. After RCA cleaning, the wafers are loaded into an automateyihg machine, the PSC-101 by Semtool.

After the drying is complete, the wafers are loaded into a quartz carrier. The carrier has several notched slots for
holding wafers. The wafers are loaded into the carrier side-by-side with a source wafer “sandwiched” between
two target wafersife., <(Wafer,Dopant,Wafer),(Wafer,Dopant,Wafer);). Each (Wafer,Dopant,Wafer) group is
inserted such that therocessedide is facing the Dopant. This method is called $b&d neighborarrangement.

Once loaded into the quartz carrier, the carrier is placed inside the furnace chamber but not in the quartz furnace
tube. The furnace is idling at 800 during this period. After sitting inside the chamber for two minutes, the
carrier is then loaded into the mouth of the quartz furnace tube. The tube is then closed, and the chamber sealed.
After five minutes of “warm-up” time, the carrier is pushed into the center of the furnace. After re-sealing the
tube and chamber, the furnace is ramped to the target temperature at a ra&t€ ge2@ninute. When the furnace
reaches the target temperature, the gas flow is enabled by an Electromantle controlled source (no model number was
discernible). The diffusion process then occurs for the designated time. After the diffusion time is complete, the
process is executed in reverse to eventually extract the wafer carrier. The slow process of heating the wafers before
inserting into the center of the furnace is to prevent damage or destruction of the wafers due to thermal stress.

During the diffusion process, a thin oxide typically develops on the wafer. After the diffusion period is over, this
oxide is then stripped in an HF bath for a short period, before returning the wafers to storage. Every stage used a
1:50 HF etch for two minutes with no agitation.

For each P-type deposition stage, the source material was a 2 inch diameter Techneglas GS126 BoronPlus solid
source wafer. For the N-type deposition stage, we used a 2 inch diameter Techneglas TP250 PhosPlus solid source
wafer. Every stage had the same d\s flow rate at 1000 sccm. The variations in timing and temperature are shown
in Table3.1

Stage Time [m] | Temp PC]
P-well predep 15 850
P-well drivein 360 1175
Ptsrc/drain 30 935
Field Ox 150 1100
N*src/drain 15 890
Gate Ox 55 1000

Table 3.1:Time and temperature settings for each stage of the diffusions performed.

3.2.2 Characterization

In this section, we construct analytical models for the junction depthand resistivity,o, for each diffusion stage.
After each process, a Veeco Four-Point Probe, Model FPP-100, was used to nieasiinés value ofR; is used
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according to the equations in sectidri.3 Table3.2lists all the constants used in computations for each stage, and
where they were obtained from.

Stage Symbol | Meaning Value Units | Source
P-well predep| C, Surface Concentration 4.5x10'? | em~2 | Fig 2.18 in text
D, Diffusivity pre-dep 8x1071% [ em?/s | Fig 6.4 in text
| P-welldrivein| Dy | Diffusivity drive-in | 8x10~" | cm?/s | Fig 6.4 in text |
Ptsrc/drain C, Surface Concentratioh 7x10 em ™3 | Fig 2.18 in text
D, Diffusivity pre-dep 6.5x10~1° | ¢m?/s | Fig 6.4 in text
| Field Ox | Dy | Diffusivity drive-in | 1.2x10~" | em?/s | Fig 6.4 in text |
N*src/drain C, Surface Concentration 6.5x10%° | em~2 | Fig 2.18 in text
D, Diffusivity pre-dep 1.1x10=" | em?/s | Fig 6.4 in text
| Gate Ox | Dy | Diffusivity drive-in | 1.2x10~"* | em?/s | Fig 6.4 in text |

Table 3.2:Constants used in the diffusion analysis.

The other constant used in the following analysis is the background concentration of the wafer sutigirate (
For silicon,C is typically 10™ - 10'6. We usedL0"® for our calculations.

To distinguish between the predeposition and drive-in stages of the doping process, we express &guation
using the constants above as

C(z,t,) =Cserfc (ﬁ) (3.10)

Similarly, we express equatidh6 as

Q (ty) = %Cs VDpt, =2 1.13 C5 /Dyt (3.11)
and the revised equation for the limited source drive-in model is

Qty)  (~22)
Clz, ty) = —= 4Dgtq 3.12
(IL‘ d) \/’/TD—dtd € ( )

Since the total number of dopant atoms at drive-in time is the number of atoms that were deposited in the depo-
sition stageS = Q(t,). All calculations were performed with UN*X MapleV5, a sophisticated and programmable
mathematic system, on a SunBlade 100. Numerical integration for Ndth) and . (IV (z)) was performed in
OpenOffice 1.1.0 on the same platform.

3.2.3 Results

Results are obtained by analytical model, computer simulation, and empirical tests. Comparison and analysis of
each is presented in the following subsections. Possible causes for error are discussed irbs&ction

Computer Model

In addition to the analytical work that follows, we performed a computer simulation using Silvaco’s SSuprem3. The
simulating machine was a single-processor Pentium3 running Windows 2000.

Short scripts that describe each stage of operation were run to generate models of the outcome. The scripts used
are shown in tables in each stage of analysis. For every script, not shown are the “extract” statements used to have
SSuprema3 report the junction depth and sheet resistivity. These statements are as follows:

print layers chemical concentration phosphorus boron net

extract name="xj" Xxj material="Silicon” mat.occno=1 x.val=0 junc.occno=1
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extract name="rho” sheet.res material="Silicon” mat.occno=1 x.val=0 region.occno=1
tonyplot
P-well predeposition

An analytical evaluation of the resulting junction depth can be calculated by setting eq@dtibequal to the
background concentration.

C (z,t,) = Cs erfc (#) = Cp

vV Dplty

4.5 x 1019 -erfc( T > — 1x10

2v/8 x 10~ 16 x 15 x 60

T 5.0 x 1072 ym

The total dopant introduced to the wafer is obtained by equé&tibh

2
Q(ty) = ﬁcs VDptp, = 1.13 Cs /Dyt
Q (tp) 1.13-4.5 x 102 x /8 x 10-16 .15 x 60

carriers
Q (tp) S

12

1%

4.3 x 10! 5
cm

(3.13)

The SSuprem3 code fragment to simulate this stage is shown in the figtiréThe graphical output from
SSuprema3 is shown in figui@ 4.

title P-well Predeposition
initialize <100> si phos conc=1e15 thick=}
comment B predep for p-well (inf src)
diffusion time=15 temp=850 boron solidso|

Figure 3.3:SSuprem3 P-well predep code.

Figure 3.4:SSuprem3 P-well predep result.

The result from SSuprem3&xtract ~ statement indicated a junction depth of 0.062.m, compared to our
analytical 0.05Qum. This represents an error in our calculations of approximately 23%.

Four-point probe readings of 2.48, 2.5, 4.40:(2, 3.90(2, and 2.42) were measured on a control wafer.
Using the average value from these readings, and multiplying by the correction factor 0.991, a value of approximately
3107 is obtained. SSuprema3 reported a sheet resistance of @3@ile our numerical integration resulted in
3050€2. Our error compared to the four-point probe is 2%, while our error compared to SSuprem3 is approximately
58%.
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P-well drive-in

The drive-in junction depth is calculated by equati®i2 The total dopant concentratio$ is the result from
calculation of total carriers in the pre-dep stage.

Claty) = —3 (i)
ot VTDgtg ¢
13 22
C .ty = 4.3 x 10 (T
V-8 x 10~ 13360 x 60
z; = 6.0um

(3.14)

The SSuprem3 code fragment to simulate this stage is shown in figur&€he graphical output from SSuprem3
is shown in figure3.6.

title P-well Predeposition
initialize <100> si phos conc=1e15 thick=}
comment B predep for p-well (inf src)
diffusion time=15 temp=850 boron solidsa|
comment B drive-in (lim src)

diffusion time=360 temp=1175

Figure 3.5:SSuprem3 P-well drivein code.

Figure 3.6:SSuprem3 P-well drivein result.

The result from SSuprem3'’s extraction statement indicated a junction depttt.25 ;sm, versus our 6.Qum.
This represents (assuming SSuprema3 is accurate) an error in our calculations of approximately 12%.

Four-point probe readings of 1A4Q, 899, 1.3Ck<2, 1.94), and 7462 were measured on a control wafer.
Using the average value from these readings, and multiplying by the correction factor 0.991, a value of approximately
118812 is obtained. SSuprem3 reported a sheet resistance of 234dile our numerical integration resulted in

749€2. Our error compared to the four-point probe is 59%, while our error compared to SSuprem3 is approximately
300%.

P source/drain

An analytical evaluation of the resulting junction depth can be calculated by setting eq@atidequal to the
background concentration.

x
C(z,ty) =Cserfc (271%%) = Chrgnd

7 x 101 - erfef -

= 1x10%%
2v/6.5 x 10~15-.30 x 60)

zj = 21x10 ' um
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The total dopant introduction to the wafer is obtained by equéiaf

2
Q(tp) = \/_ECS \/Dptp & 113 Cs \/Dptp
1.13-7 x 10" x /6.5 x 10-15.30 x 60

carriers

Q
S
I

2.7 X

Q
S
I

cm?3

(3.15)

The SSuprem3 code fragment to simulate this stage is shown in figur&he graphical output from SSuprem3
is shown in figure3.8.

titte P+ Src/Drn predep 3
initialize <100> si phos conc=1e15 thick=}
comment B predep (inf src)
diffusion time=30 temp=935 boron solidsa|

Figure 3.7:SSuprem3 P-src/drn predep code.

Figure 3.8:SSuprem3 P-src/drn predep result.

The result from SSuprem3’s extraction statement indicated a junction ademh0.25 m. This represents
(assuming SSuprema3 is accurate) an error in our calculations of approximately 20%.

Four-point probe readings of 402640.32, 40.32, 39.92, and 49.9 were measured on a control wafer. Using
the average value from these readings, and multiplying by the correction factor 0.991, a value of approxinfately 42
is obtained. SSuprem3 reported a sheet resistance d,18@ile our numerical integration resulted in 483 Our
error compared to the four-point probe is 1000%, while our error compared to SSuprema3 is approximately 350%.

Field Oxidation

During the growth of a field oxide prior to N+ diffusion, the high temperatures caused a drive-in of the P source/drain
stage. The drive-in junction depth is calculated by equaiid2 The total dopant concentratighis the result from
calculation of total carriers in the pre-dep stage for the source/drain phase.

S (-m)
C(z,t = 4Dgtq
) = ¢
14 22
C(r,tg) = 2.7x 10 .6(74'1.2><10‘—13'150><60)
V1.2 x 10-13 150 x 60
z; = 19um

The SSuprem3 code fragment to simulate this stage is shown in 8guréhe graphical output from SSuprem3
is shown in figure3.10
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titte P+ Src/Drn predep
initialize <100> si phos conc=1e15 thick=}
comment B predep (inf src)
diffusion time=30 temp=935 boron solidsa| 3
comment B src/drn drivein (lim src)
diffusion time=150 temp=1100

Figure 3.9:SSuprem3 P-src/drn drivein code.

Figure 3.10:SSuprem3 P-src/drn drivein result.

The result from SSuprem3’s extraction statement indicated a junction demih2.41 um. This represents
(assuming SSuprema3 is accurate) an error in our calculations of approximately 27%.

Four-point probe readings of 18M3196.X2, 2502, 166.X2, and 2312 were measured on a control wafer. Using
the average value from these readings, and multiplying by the correction factor 0.991, a value of approximately 202
2 is obtained. SSuprem3 reported a sheet resistance df22@®ile our numerical integration resulted in 394
Our error compared to the four-point probe is 57%, while our error compared to SSuprema3 is approximately 46%.

N source/drain

The N source/drain calculation is somewhat complicated compared to the others. Here, the background concentration
is not the background concentration of the wafer. Rather, it is the background concentration of the P-well which we
will be diffusing into. The P-well, however, has been diffused multiple times at multiple temperatures. The basic
equations presented in sectidri.3are unable to handle this problem. In order to determine the proper background
concentration, we used Maple, as described previously, to plot both the P-well concentration over multiple diffusions,
as shown in Figur8.11, and the N-source/drain predep, as shown in Figui@ The junction of these two graphs

is magnified and shown in Figui®13 From this, we can see both the analytical background concentration and
the expected junction depth. Thus, the background concentration at the surface of the P-well is approximately
1.85 x 10'7, andz; = 0.051um. (From analytical models, we observed a shift of less than 1% with the junction

depth during multiple diffusion cycles.) _ _
An analytical evaluation of the resulting junction depth can be calculated by setting eqBdtimqual to the

background concentration.

C(z,t,) = Cserfe (%) = Chkgnd

V Dptp
X

2v1.1 x 10~ 15-15 x 60
z; = 5.1X 1071 pum

6.5 x 10%° - erfe( ) = 1.85x 10

The total dopant introduction to the wafer is obtained by equéiaf
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(3.16)

The SSuprem3 code fragment to simulate this stage is shown in igldeThe graphical output from SSuprem3

is shown in figure3.15

titte N+ Src/Drn predep

diffusion time=350 temp=1175

comment P predep N+ src/drn (inf src)
diffusion time=15 temp=890 phos solidsol

initialize <100> si phos conc=1e15 thick=} =
comment B predep p-well (inf src) =
diffusion time=15 temp=850 boron solidso| 1
comment B drivein p-well (lim src) T

Figure 3.14:SSuprem3 N+ src/drn predep code. 1

Figure 3.15:SSuprem3 N+ src/drn predep result.

The result from SSuprem3’s extraction statement indicated a junction ademh0.34 um. This represents
(assuming SSuprema3 is accurate) an error in our calculations of approximately 33%.

Four-point probe readings of 221821.22, 20.62, 21.82, and 20.72 were measured on a control wafer. Using
the average value from these readings, and multiplying by the correction factor 0.991, a value of approximately 21
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2 is obtained. SSuprem3 reported a sheet resistance @f @hile our numerical integration resulted in 98 Our
error compared to the four-point probe is 400%, while our error compared to SSuprema3 is approximately 31%.

Gate Oxide

During the growth of the gate oxide after N+ diffusion, the high temperatures caused a drive-in of the N+ source/drain
stage. The drive-in junction depth is calculated by equegid2. The total dopant concentratighis the result from
calculation of total carriers in the pre-dep stage for the source/drain phase.

S (_r_’)
C t — 4Dt
(lﬁ, d) \/m e dtd
14 22
C(a,ty) = 7.3 x10 et
Vr-1.2 x 10-14.55 x 60
z; = 03um

The SSuprem3 code fragment to simulate this stage is shown indltierhe graphical output from SSuprem3
is shown in figure3.17.

titte N+ Src/Drn predep :
initialize <100> si phos conc=1e15 thick=} k|
comment B predep p-well (inf src) |
diffusion time=15 temp=850 boron solidso|
comment B drivein p-well (lim src)
diffusion time=350 temp=1175

comment P predep N src/drn (inf src)
diffusion time=15 temp=890 phos solidsol
comment P drivein N src/drn (lim src)
diffusion time=55 temp=1000 !

Figure 3.16:SSuprem3 N+ src/drn predep code.

Figure 3.17:SSuprem3 N+ src/drn predep result.

The result from SSuprem3’s extraction statement indicated a junction demh0.573,m. This represents
(assuming SSuprem3 is accurate) an error in our calculations of approximately 33%.

Four-point probe readings of 9.849.302, 8.342, 7.0X2, and 6.962 were measured on a control wafer. Using
the average value from these readings, and multiplying by the correction factor 0.991, a value of approximately
8.23 is obtained. SSuprema3 reported a sheet resistance d 1dhile our numerical integration resulted in 96
Our error compared to the four-point probe is 1100%, while our error compared to SSuprema3 is approximately 9%.
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3.3 Conclusion

Our analytical models had errors in the range of 5% to 1000%. When evaluating the error based solely on our
analytical model when compared to SUPREM, our error was in the range of 5-200%. The errors due to our usage of
the Irvin's curve plots was in the range of 20-1000%.

There are a wide variety of sources for error in our calculations, mentioned below in brief format. More likely
sources of error are simplifications in the models used, and our inherent lack of understanding of why the model
works in the first place. More careful study of the models constructed could indicate that certain assumptions (such
as concentration gradients) were incorrect, and the wrong equations were used.

Another question is whether we programmed SSuprem3 correctly. While SSuprem3 has a very rudimentary
command set, we found unexpected behavior if we used the “obvious” commands. For example, in drive-in diffusion,
by specifying “boron inert” on the diffusion command line, SSuprem3 treated this as a solid source diffusion. After
much frustration and experimentation we discovered the problem. Similar subtle bugs between an intuitive interface
language and the actual demands of SSuprem3 may be present.

Possible sources of error include:

1. lonic contaminants: Impure compounds or furnace contaminants

2. Flow baffle: Wafer placement baffles gas flow in furnace

3. Uneven Sources: Repeat-use sources may be breaking down

4. Uneven Flow: Carrier design reduces gas flow at bottom

5. Reverse diffusion:  Diffusion of dopant to chamber during drive-in

6. Hidden diffusion: Other heating effects causing more diffusion

7. Inaccurate Constants:Reading graphs to approximate constants is inaccurate

While we successfully used the numerical integration method to obtain acceptable sheet resistance results, we
found that our model deviated from both the measured probe results and the SSuprem3 outputs. A graphical de-
piction of the error swing is shown in figuf218 Note how we are originally very close to the four-point probe
and far from the SSuprem3 output. This inverts as the processes move on. We attribute such deviation primarily to
differences between the three models: empirical current testing, detailed analytical model evaluation, and numerical
approximation.

Error Percentages in Sheet Resistance
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Figure 3.18:Relative error measurements between SSuprem3, four-point probe, and numerical approximation tech-
niques.

This strongly suggests that the analytical models, while approximations for rule-of- thumb measurements, should
not be trusted as “authoritative” and that only real measurements of process phases are meaningful. The corollary to
this observation is that we need better analytical models.
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Chapter 4

Metallization

4.1 Theory

The process ofnetallizationgenerally refers to the transfer of a very thin metal film onto a wafer. The metal film is
used as “wiring” between locations on the wafer. Typically, a contact hole is etched through the oxide into an N-,
P-type region. The accumulating metal deposits during metallization fill in the hole, and cover the entire wafer with
a solid sheet of conducting material. This sheet is then patterned with a photoresist (positive photoresist for our lab)
over the regions of metal to Beept After the photoresist is hard-baked, the open regions of metal film are etched
away. After the metal etching is complete, the photoresist is removed, leaving only thin traces of metal running
across the wafer. These traces are referred to as leads, metal lines, interconnects, or wires.

Multiple metal layers can be applied by a repeated process of metallization, oxidation, metallization, and so
forth. A cross-sectional view of how the layers are organized is shown in Figlire

Photo from Microchip Fabrication, van Zant, 4th ed.

Figure 4.1:Cross-section view of multiple layers during wafer processing

There are multiple methods for metallization. The most common early mechanism was vacuum deposition,
which used aluminum or gold. Multi-metal layer designs required better control and coverage, which resulted in
the development of a sputtering system (PVD). Refractory metal use has led to a third method, chemical vapor
deposition (CVD). In our laboratory, we only have an old-style evaporation system with select modificaitons.

4.1.1 Procedure

The sequence of operational steps for the metallization process are as follows, following contact etch and photoresist
removal:
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Cleaning Light cleaningSee Lab 1

Metallization Metal film deposition

Photolith Mask 6 Protect wires to remaiBde Lab 2

PAN etch Remove unwanted metal

Photoresist Removal Strip protective P&e€ Lab P

Plasma Etch Removal any remaining PR

Sinter/Anneal Bond metal to silicon
Metallization

In the metallization process, Aluminum is used since it has a low contact resistance with Silicon, and it doesn't tend
to “wreak havoc” on the devices if it gets into unwanted areas (van Zant, Microchip Fabrication, 4th ed.). Aluminum
also has a low resistivity (appro®.7.£2 cm), and adheres well to Silicon.

The common setup is to have a quartz or stainless steel bell jar under high vacuum. The wafers are mounted
at the top of the jar, upside down, and directly over a heating filament and boat of deposition metal. This boat,
commonly made of Titanium, and with either a Titantium or Tungsten heating filament, is positioned in the center
of the chamber. By carefully controlling the current to the filament, the temperature of the chamber, and the vacuum
pressure, a semi-controlled rate of metal film deposition is achieved. However, the vacuum technique is rarely used
in industry because it is inconsistent in how it forms metal films. Part of the problem with this technique is the
inability to control a constant temperature across the heating filament, and dealing with impurities in the boat, metal
source, or on the wafer surface.

PAN etch

The PAN (Phosphoric, Acetic, and Nitric acids) etch is meant to remove the unprotected Aluminum regions from the
wafer. During the PAN etch, the Aluminum is “eaten” off the wafer by the acid mix. The wafer must be inspected
closely to ensure that no metal is left except for what is protected by photoresist. Any stray metal could cause a short
that could render an entire chip useless.

Plasma Etch

The plasma etch process involves introducing a gas into a low pressure electrically charged environment to transition
the gas into a plasma form. The ionized particles of the plasma are then “aimed” at the wafer, and then react with the
the target substance on the surface of the wafer, whether it is to burn it off or destructively bombard it. The Plasma
etch is performed to remove any remaining hardened photoresist or minute Aluminum deposits not discernible during
QC inspections.

Sinter/Anneal

The final stage of the process is to bond the metal film directly onto the wafer such that it can sustain the contact
necessary for probing and device testing. Under high temperatures, the Silicon will diffuse into the Aluminum.
Obviously, this process must be done exactly; if the annealing process goes on for too long, the integrity of the
Aluminum wires might be compromised by too much Silicon diffusion, and if the annealing temperature is too high,
the Aluminum will melt. The latter problem is compounded because the Al-Si interface exdulétsticproperties,
meaning that the melting point of the diffused Al and Si is lower than the melting point if either individually.
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4.2 Procedure and Observations

4.2.1 Process steps
HF Dip

A brief oxide stripping is performed by HF dip. This is not a full RCA cleaning procedure, which would be overkill.
Since the wafer is about to have molten metal deposited on it, the only real problem with performance would be a
thin oxide layer preventing the metal from contacting those regions we wish it to contact. The HF dip solution we
used was a ratio of 1:50 for 20 seconds. A thorough DI rinse andirfing was performed prior to loading into the
metallization machine.

Metallization

A vacuum evaporation system is used in our laboratory. This system has been modified from the original design
in several important ways. First, it no longer uses an oil-based pump for reducing pressure. Due to the problems
with backstreamingor the injection of oil into the primary chamber, the system was switch to cryogenic pumps.
Liquid N5 is also used to speed the vacuum processing. Also, the mechanism for loading wafers was replaced with
an assembly from an old sputtering machine.

A Denton 502-A machine was used. The cryogenic pumps were monitored via a Kurt J. Lesker Co. 194400
lonization gauge controller. The rate of metal evaporation and deposition was monitored via an INFICON Deposition
Controller XTC/2. Instead of using 100% Aluminum, we used 99% Aluminum mixed with 1% Silicon. Pure
Aluminum will leave a “milky” metal layer, indicating multiple crystal sites and poor bonding by meititggthe
Silicon layer due to eutectic melting points by the combination of Aluminum and Silicon. By using the diluted
Aluminum, we obtain better transfer of metal and better bonding without melting into the processed wafer layers.

The Aluminum used was from Angstrom Sciences, with a 2-inch cut piece of 1mm diameter. The material lot
number was CC Verbal/99-11361, with a mix markeddag).S¢;. To ensure the Aluminum is clean prior to use, it
is packed under Argon at the factory, and on arrival dipped in an HF bath for 20+ seconds. After the HF bath, it is
long-term stored in ethanol. This prevents oxidation, dirt or particle buildup, etc.

A distance of approximately 12-inches existed between our wafers and the metal source. A Titanium boat and
filament were used, with the boat and filament being replaced after each metallization process. A target rate of 3-4
Alsec was desired, using a vacuunBot 10%torr. Our target thickness was 3580

During metallization, a control wafer was inserted that had a partial covering of a slide. After metallization, this
slide was removed on the control wafer and a Tencor Alpha-Step was used to measure the actual thickness of the
metal film deposited. The two-piece Alpha-Step used a measuring component (Model 10-00020) with a 45-X visual
magnification for placement of the probe. The logging component (Model 10-00030) was set to record on graph
paper in units of 10A.

Two measurement runs were performed. In each case, the probe tip was placed on the metal-free region, and
then automatically dragged across the metal film. The height change was recorded on the graph paper, which can be
seen for each run in Figurds2and4.3 The final metal thickness was approximately 3200

. 'E.,... "

Figure 4.2:First reading by Tencor Alpha-Step Figure 4.3:Second reading by Tencor Alpha-Step
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Photolith Mask 6: Lightfield

Following the metallization, a final photolithography step takes place. Given that we only want to keep a few small
traces of metal on each die, this photolith mask is mostly dark and extra care must be taken with alignment. Unlike
prior steps, dehydration occurred at 120to avoid over-cooking. The primer and photoresist were applied with
standard values — 10 sec dwell of Shipley HMDS primer and a 30-second spin of Shipley 1813 positive photoresist.
Soft baking was for 5 minutes at 98 , followed by exposure with a 200W bulb power for 35 seconds for an
exposure energy of 6mW. After exposure, the wafers were placed in Shipley MF319 developer for 2 minutes, DI
rinsed, dried, and then QC inspected.

Note: This QC phase should show target regions as yellow, with aluminum on the outside.

PAN Etch

The PAN etch was applied for 1 minute and 20 seconds at 5@55The process is a syrup-like compound due to
the presence of phosphoric acid, and during DI rinse, the rinse should continue until all signs of the “syrupy” nature
are gone. This is typically 20+ seconds.

Note: The PAN etch should “sizzle” like Alka-Seltzer, which indicates a good metal layer. If the aluminum lifts
off in a sheet like aluminum foil, a bad metal deposition took place and the entire metallization process must be done
over.

Following the PAN etch and rinse, another drying cyle is performed so that the wafers can be QC checked again.
During this phase, it is imperative to look for shorts in the aluminum deposited regions. It is possible that the PAN
etch did not completely eat away the excess aluminum, due to variable thickness of the film, and additional PAN
etching may be required.

PR removal

The protective photoresist was then removed with Shipley 1165 stripper°dt # 2 minutes. A 30+ second DI
rinse and drying was performed so that the wafers could be loaded for plasma etching.

Plasma Etch

The plasma etch was carried out in Technics Micro-PD Series 95 machine. High- pudggsQvas used, with 100
W of power at 150 mtorr pressure for 10 minutes of etch time.

Sinter/Anneal

The final stage was annealing the remaining metal onto the wafer. This step enables the metal to undergo the forces
necessary during device testing without damaging the traces. The furnace used was a Lindberg Model 55342-4, with
an Electromantle (no model discernible) remote controlled gas valve. The temperature viaswifld an N, gas

flow rate of 1000 sccm. The total time of the stage was 30 minutes.
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4.3 Conclusion

We had a desired thickness of 3580 Our measured thickness was approximately 320@ur error was approxi-
mately 5%. We attribute this error to the very imprecise nature of vacuum evaporation.
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Chapter 5

Device Characterization

5.1 Theory

After completing the many stages in wafer processing, the ultimate test of the correctness is careful examination and
characterization of the devices manufactured. Not only is characterization necessary to verify that the development
process worked, it is also essential to understand how every parameter impacts the overall operation. Ultimately
we need high characteristic repeatability (precision) and consistently close results to a desired performance ideal
(accuracy).

In our case, many devices were made but only three types of devices are examined: resistors, transistors, and
inverters. Multiple types and methods are required to fully evaluate these units. While many tests are destructive
and require destroying a test wafer, this section focuses on non-destructive end-of-process characterization.

5.1.1 Resistors

Measurement of a resistor is accomplished by connecting leads to each end of the target resistor. Applying a voltage
across these leads will cause a current flow based on the resistivity of the layer that is conducting. As the voltage is
swept from0V to somenV, a curve tracer shows the resultant graph. The voltage is typically on-ghés while
the current flow in on thg-axis. The sweep of several voltages is performed to verify that a real linear graph is the
depiction. High contact resistance or leaking junctions could cause non-linear behavior, and would indicate a failure
at some stage of the processing.

By applying some voltag®” and obtaining a current flow, Ohm’s law provides the resistance, as in equa-
tion 5.1 While this provides an indicator as to the resistance of a given resistor, a more general form for expected
resistance is based on the physical parameters due to processing. By considered the physical characteristics of the
thickness of conducting layet, the length of the resistor lind, and the width of the resistor liney, we can
determine the expected resistance according to equétiBasd5.4 using the intrinsic resistange

V = IR (5.1)
\%

= 7 .2

r= 7 (5.2)
-l

Rijne = Lk (5.3)
w-t
l

Rijne = Rs'a = R, -#squares (5.4)

5.1.2 Transistors

Measurement of transistors is accomplished by using four contact probes. Two probes are ussdux#and
drain connections. One probe is used to apply a gate voltage which sweeps from some Wgltaggome voltage
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Vi. The fourth probe monitors the output of the transistor as the gate voltage swings. The output of the transistor
has three basic regions: non-conduct{ngtoff), non-saturatedlinear or transcode)and saturated. Each of these
will be discussed in turn. A fourth characterization point isttieshold voltagewhich is the critical voltage where
the non-conducting FET begins to conduct, leading to the saturated region.

Essentially, when the gate voltadg: is below some threshold voltagé-, no conductance occurs. Ag; ex-
ceedslr, but is still close td/, non-saturation current flows from the source to the drain, as shown in eqGaiion
At some critical voltage abov&r, saturation is reached. This saturation voltagg results in current from from
source to drain as shown in equati®i. Special components of these equations ar@tregio and the constant,,.,
shown in equations.7 and 5.8respectively.

Ip = (g) 2- (Vas — Vi) - Vps — Viig] (non — saturation) (5.5)
Ip = (g) (Vas — Vir)? (saturation) (5.6)
w Eox
()
Eox = 3.9-g0 = 3.9-8.854 x 1071 (5.8)

To find the saturation voltagi;,;, we take the partial derivative of equatibrband setting it equal to zero. This
results in the solution shown in equatibr®.

oIp _ 9
0Vps
2. (Vas — Vi) —2-Vps, = 0
Vsat = Vbs, |peak current
Vsat = Vgs —Vr (5.9)

The only substantial difference between analysis-6fETs andh-FETS is that fop-FETs we substitut&’s; for
Vas, Vsp for Vpg, and| V| for V. Note that there will be two differertt values —3,, andg, —and correspondingly
different . values —u,, andys,,.

A complete analysis would show thét, continues to increase even in saturation, as represented by equation
5.1Q0 The parametek is an empirical quantity called th&hannel-length modulation (Introduction to VLSI Systems,
Uyemura)

Ip = (%) (Vas = Vo) [14+ X (Vbs — Viar)] (5.10)

For our purposes, we assurhe= 0, and we ignore this additional effect. A further characterization is the device
transconductance,,, which can be solved for by equatiénll The transconductance is generally a measure of the
gain obtained from a transistor with respect to the intrinsic resistance to that gain from the device construction.

m =2 (%) : (“5“) - (Vg — Vi) (5.11)

tOiU

5.1.3 Inverters

Application of DC analysiswill provide basic understanding between the relationship of inverter output voltage,
Vout, tO input voltageV;,,. For basic DC analysid;;,, changes very slowly whil&,,; stabilized before a reading is
made (for example, by a multi-meter). The analysis will indicate what the ranges are for input and output voltages,
thereby permitting the isolation of logic 0 and 1 values. The resulting relationship is typically graphed into the
voltage transfer characteristi¢vTC) curve, which plotd/,,; as a function o¥;,,. The mid-point voltagé/,, of the

VTC graph corresponds thy,, = Ip,. Analytically, this results in equatiof. 12
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_VDD—‘VTP‘-F g—Z-VTn

M =

(5.12)

This indicates that the mid-point voltage is really a function of %eatios for then- andp-FETSs involved in

the inverter design. Symmetric inverters have equal “0” and “1” voltage ranges — thgt is, %VD D-

Given these trends, the actual VTC graph can be broken down into four subregions: output highWeliage
output low voltagd/p 1, the input high voltagé’; 7, and the input low voltag®; ;. Based on these values, the volt-
age noise margins for highiy s, and lowVy s, characteristics can be determined. The corresponding equations

that determine these values follow.

Vour
VoL
Vin
ViL
VN My
Vg,

Note that thé/; g and V7, are defined as the points where the VTC curve has a slope equal to -1. The VTC plot

VTC slope =
VTC slope

Vor — Vin
Vi —Vor

2

(5.13)
(5.14)
(5.15)
(5.16)
(5.17)
(5.18)

will have two such points, and with tHé,, moving from 0 toV/; p, the left-most point will correspond g, ; while

the right-maost point will correspond g, ..



5.2 Procedure and Observations

The apparatus used in evaluating our wafer devices was uniformly quaint. A Tektronix 571 Curve tracer was used
for most data collection, with a GPIB interface connected to a Canon K10060 BubbleJet printer. The probing station
was a Signhatone H150 base with four Signatone S-725-SLM probes. The probing station had a mounted Leica
StereoZoom-6 photo microscope, which was also connected to a standard 12” CRT monitor.
To control the power supplies farpp, Gnd, andV outside of the Tektronix 571 Curve Tracer, a Tenma 72-
2005 Variable DC Power Supply was used in conjunction with an HP 6255A Dual DC Power Supply. For recording
of voltages outside of the curve tracer, both of a Fluke 23 11l and a Fluke 23 1l digital multimeter (DMM) were used.
Two wafers were used for testing, with random selection of resistors, FETSs, and inverter from both wafers. The
wafer IDs were #24 and #28. For readability, forced page breaks separate the analysis of resistors, transistors, and
inverters.
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5.2.1 Resistors

We manufactured four different types of resistors. Each resistor had the same dimensions and pads, the only variation
was the material of the resistor itself. The four types were: mgtakll, p-source/drain, and- source/drain.

The resistance for each resistor is determined from Ohm’s law, as given in alternate form (below) by éqRation
V. AV

R=—

7= AT (5.19)

Verification of Curve Tracer

In the following sections, results will be reported that vary from the expected. In order to reduce some sources of
error, two tests were performed with the curve tracer: testing a known resistor, and testing the probe-contact-probe
resistance path. The first test is to verify that the curve tracer generates an output that is believable according with
varying internalR;,.q settings. The second test is to ensure that the resistance of the probes and contacts are not
significant compared to the resistance of other components. The results of these tests can be seen hifigures
and5.2
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Figure 5.1: Testing a known resis- Figure 5.2: Probe-contact-probe re-
tance value. sistance.

The resistor used was manufactured as(2with a 5% tolerance. Measurement by a BK Precision 875B high-
precision analyzer indicated an actual resistance of 2.38s can be directly calculated from equatibri9 the
resistance according to the curve tracer is Z25This represents an error of approximately 4.9%. Askhg,
varies, the result varies by an additional 1-2%. This suggests a reading error in the range of (2.9, 6.9)%.

The probe-contact-probe test indicates, by equasid® a resistance of 2.19. Given the error reading as
above, this suggests theal resistance of any measure valiig would be in the rangélx - (2.02, 2.11)X2. For
this report, we use a subtraction value of 2D% correct measured values from the curve tracer.

Metal

Three random metal resistors from different dies on one wafer were chosen. The curve tracer plots for these three
resistors can be seen in Figurés3, 5.4, and5.5. These graphs all show nice linear characteristics, indicating
proper processing steps and no problems. For each of the metal resistors, we calculate the resistor value as shown
in table 5.1. Note that the first two resistors are in excellent agreement, with only 1% difference. These two
resistors were from nearby die locations while the third metal resistor was quite far away. We attribute the error of
approximately 4% to the variation in process techniques, particularly during metallization, resulting in non-uniform

results.
Briefly solving this backwards, we know that each resistor is drawn witl20width in five winding maze

segments. Each segment has au20separation. The total length of the resistor is 10200, or approximately 510
squares. By equatidn4, and by correcting for the curve tracer error, we can determingihfdr the metal resistor
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Figure 5.3:First metal resistor. Figure 5.4:Second metal resistor. Figure 5.5:Third metal resistor.
AVy = 1.6V
Al = 1586 x 1034
R, = 101 -2.05298.950
AV, = 1.78V
AL, = 178 x10734
Ry = 100 —2.05297.950
AVy = 1.7V
Al; = 178x 1034
Rs = 96-2.05%293.95Q

Table 5.1:Resistance calculations for three random metal resistors.

should be in the range (0.18, 0.19) Using the standard bulk resistivityX of 100% Aluminium at 25C to be
2.65 x 10°¢ [Q2- cm], we determine based on our 37803700 x 108 ¢m) thickness an expected sheet resistance
of 0.07292.

However, our metal film deposit used 99% Aluminium and 1% Si, not 100% Al. The bulk resisiifpr(
Sigg Al is in the range (2.6, 3.5x1075 [Q-cm]'. We also note that even though we have used a doped Al for
metallization, the Al bonding will still draw some Si from the underlying surface. The advantage of using doped Al
was to minimize the reduction of Si underlying the metal film, but it is not possibiimoinateit outright. This
range ofp corresponds to a range of expected sheet resistances between (0.07000D®S)represents an error of
approximately 2x - 3x (200 - 300 %). While this error is large, we can account for contributions to it in many ways.

For example, we dighot reduce the exposure time or energy on the final PR layer. The highly reflective metal
surface may have over- exposed by reflection the PR layer, causing a longer etch than normal. By considering the
thickness to be approximately 3700 we estimate the over-etching on each side to be in “units).6f 3700.A.

Since we need to consider both sides, we simply use over-etching in units of8700is could amount to 1-5
“units” of over etching, where each unit corresponds to .87. The reduction in width will increase the square
count, such that at 2-unit error, the total square count elevates from 510 to 530. This reduces the &pbygted
0.02, to the range (0.16, 0.18) which places our results closer to the expected values.

Additional sources of error may include imprecise PR feature transfer (such assuibr@gistor lines), impu-
rities in the metal film, crystal barriers formed during metal cooling, poor pad-to-resistor attachment, etc.

P-well

Three randonp-well resistors from different dies on one wafer were chosen. The curve tracer plots for these three
resistors can be seen in Figures, 5.7, and5.8. These graphs all show nice linear characteristics, indicating proper

1GoodFellow Industries, www.goodfellow.com
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processing steps and no problems.
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Figure 5.6:First p-diffused resistor. Figure 5.7:Secondp-diffused resistor. Figure 5.8:Third p-diffused resistor.

For each of the-well resistors, we calculate the resistor value as shown in taBle

AV, = 3.98V
AL, = 172x107%4

Ry = 231—2.052220k0
AV, = 448V
AL = 256x107°4

R, = 175—2.052 173k
AV; = 3.8V
Al; = 194x107%4

R; = 205—2.052 203k

Table 5.2:Resistance calculations for three random P-well resistors.

Briefly solving this backwards, we know that each resistor is drawn witp20width in five winding maze
segments. Each segment has au20separation. The total length of the resistor is 10200 or approximately 510
squares. By equatiof.4, and by correcting for the curve tracer, gudiffused layer should be in the range (449,
339)Q2. Our measured values were k2 (4-point probe), 2.2 (SSuprem3), and 082 (numerical integration).

Only our numerical was close to the target range, with overall results 2x to 4x of the expected. Sources for error
would be similar to the metal, with the addition of extra diffusion during repeated high-temperature heatings. These
extra diffusions would result in shifts in sheet resistance values for the target layer.

P-source/drain

Three randomp-source/drain well resistors from different dies on one wafer were chosen. The curve tracer plots for
these three resistors can be seen in Figuses 5.10 and5.11 These graphs all show nice linear characteristics,
indicating proper processing steps and no problems. For each pfiherce/drain resistors, we calculate the resistor

value as shown in table.3. _ _ _ S o
Briefly solving this backwards, we know that each resistor is drawn witlu20width in five winding maze

segments. Each segment has auZ0separation. The total length of the resistor is 10286, or approximately 510
squares. By equatidh4, and by correcting for the curve tracer, @usource/drain layer should be in the range (191,
176) 2. Our measured values were 2024-point probe), 2282 (SSuprem3), and 382 (numerical integration).

The four-point probe reading was almost in range, with the other values within a factor of 2x of the target. Error
sources would be as discussed previously.
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Figure 5.9:First p-sd resistor. Figure 5.10:Secondp-sd resistor. Figure 5.11:Third p-sd resistor.
AVy = 348V
Al = 35x107°°%4
Ry = 994—-205=974EkQ
AV, = 3.98V
A, = 40x107%4
Ry = 99.5—-2.05=97.5k0
AV = 348V
Al; = 378x10°64
Ry = 92.0-2.05290.0 k0

Table 5.3:Resistance calculations for three random P-source/drain resistors.

N-source/drain

Three random-source/drain resistors from different dies on one wafer were chosen. The curve tracer plots for
these three resistors can be seen in Figwrd®, 5.13 and5.14 These graphs all show nice linear characteristics,
indicating proper processing steps and no problems.
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Figure 5.12:First n-sd resistor. Figure 5.13:Secondn-sd resistor. Figure 5.14:Third n-sd resistor.

For each of thei-source/drain resistors, we calculate the resistor value as shown irbtdble

Briefly solving this backwards, we know that each resistor is drawn witlu20width in five winding maze
segments. Each segment has g.20 separation. The total length of the resistor is 10206, or approximately
510 squares. By equatidn4, and by correcting for the curve tracer, awsource/drain layer should be in the
range (5.05, 5.29). Our measured values were 8.234-point probe), 11%2 (SSuprem3), and 98 (numerical
integration). Again the four-point probe was very close to the expected output, but the other two values were within
an order of magnitude. This represents the worst error between the analytical models and the measured results.
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AV, = 148V
AL, = 568x10754

R, = 261 —2.052259k0
AV, = 348V
AL, = 1280x 10764

Ry = 2.72-205%2.70k0
AV, 3.08V
A, = 1530x 10794

R; = 2.60—2.05 258k

Table 5.4:Resistance calculations for three random N-type resistors.

Commentary

For each of these computed regions, it is interesting to note that the four-point probe and the curve tracer seldom
agree on the sheet resistance. While this may suggest calibration errors between the two, it also hints at how
measurements during a process are not indicative of measurements after a process. That is, measuring the resistanc
of the p-well after oxidation will yield a result, but that resulihconditionally will be different as additional
diffusions, oxidations, etc. occur. As we discussed briefly in our diffusion section (see se@ién further

diffusions will cause a gradual shift in the characteristics. However, most of the change occurs during the initial

drive-in period.
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5.2.2 Transistors

Each of the transistors will be characterized by determining the threshold véftagaed the transconductangg,

in saturation. Each type of FET occurs in 4 varietiesu® channel, 2Q:m channel, 2Q.m channel disconnected,
and 40um channel sizes. Each will be considered separately. Calculation of the threshold vgltégedone by
analysis of the graph output from the curve tracer. Rewriting equéati®slightly, we observe thalr is easily
found in this manner.

Vir=Vag - Vsu (5.20)

n-FET 10um

The curve-tracer output for the characterization of this transistor is shown in FdLUEeBy utilizing equations.2Q

we estimate the threshold voltade for eachV; as shown in tabl®.5. The average of these values indicates an
approximatel;r of 1.69V. The far right of figuré.15indicates a return to asymptotic behavior. This occurs as the
voltage input begins to reach avalanche breakdown, where the input shorts through the underlying structure and
current is directly passed from both source and gate.

LT T % L T | e 0 Y Fr ol et = LR
- Higad + .35 Flet « L@@y

Figure 5.15:n-FET with 10 gm channel.

The theoretical transconductance can be calculated as shown in eq&atibnAs per the handouts from lab,
each transistor has a widih of 200 um. Thisn-FET has a lengtii. of 10 um. With a global gate oxide thickness
to Of 696 21, we can findg,,,. Therefore, the transconductance can be written as equatdnin figure 5.15 the
red line corresponds to the theoretical values, while the blue line corresponds to our measured/used values.

o =2 () () e

200 1380-3.9- €9
= 2| — | | ——) (Vg —-169V 5.21
im = 2 (G0) - (et ) - e - 1097 5.2

The corresponding theoretical transconductance values are shown recalculgted table5.6. Our measured
Ip for transconductance and the difference between the calculated and measured are also shown in this table. We
attribute the error to two sources: (1) our lack of understanding exactly where on the curve we should estimate the
Vsat OCcUring; and (2) imprecise determinationlgf and other factors from graphs. There was also a wide tolerance
for reading different values on the curve tracer without a corresponding value change. (For example, moving a cursor
four steps up or down would changdg without changing/;,,. This amounted to approximately4ta8 mA variation
possible on the samg,,. The I, tables are truncated & of 3.0V due to the very unreliable reading of curve
tracer output graphs.
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VG Vvsat VT

50V |34V |50-34=16V

45V |27V | 45-22=18V Vo | .. | id,... | %diff (C-M)IC
40V |22V |40-22=18V 50V | 15.0mA | 7.8 mA 48

35v |18V |35-18=17V 45V | 10.8 mA | 6.2 mA 42

30V |14V |30-14=16V 40V | 7.30mA | 4.6 mA 37

25v |08V | 25-08=17V 35V |448mA| 3.2mA 28

20V |04V | 20-04=16V 30V |235mA| 2.0mA 15

Table 5.5:V for n-FET with 10m channel. Table 5.6:g,, for n-FET with 10 um channel.
n-FET 20um

The curve-tracer output for the characterization of this transistor is shown in FEduieBy utilizing equations.20,

we estimate the threshold voltade for eachV; as shown in tabl®.7. The average of these values indicates an
approximatel of 2.31V. The far right of figuré.16indicates a return to asymptotic behavior. This occurs as the
voltage input begins to reach avalanche breakdown, where the input shorts through the underlying structure and
current is directly passed from both source and gate.
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Figure 5.16:n-FET with 20 um channel.

The theoretical transconductance can be calculated as shown in eq&atibnAs per the handouts from lab,
each transistor has a widih of 200 um. Thisn-FET has a lengtii. of 20 um. With a global gate oxide thickness
to Of 696 21, we can findg,,,. Therefore, the transconductance can be written as equaténin figure 5.16 the
red line corresponds to the theoretical values, while the blue line corresponds to our measured/used values.

g = 2- (%) : (’“‘f—) - (Ve — V)

200\ (1380-3.9- ¢
g () (188039 k0 o gy 5.22
9 ( 20 > ( 6964 > Ve ) 5-22)

The corresponding theoretical transconductance values are shown recalculgtdad table5.8. Our measured
Ip for transconductance and the difference between the calculated and measured are also shown in this table. Sources
of error are as suggested earlier.
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VG Vvsat VT

50V |24V |50-24=26V

45V |20V |45-20=25V Vo idor ign... | % diff (C-M)IC

40V |15V |40-15=25V 50V | 495mA | 1.88 mA 62

35V |11V |35-11=24V 45V | 3.28mA | 1.40mA 57

30V |08V |30-08=22V 40V | 1.96 mA | 1.00 mA 48

25V |04V | 25-04=21V 35V | 0.969mA| 0.70 mA 27

20V |01V )| 20-01=19V 3.0V | 0.325mA| 0.36 mA 8
Table 5.7:V for n-FET with 20 m channel. Table 5.8:g,, for n-FET with 20 um channel.

n-FET 20um disconnect

The curve-tracer output for the characterization of this transistor is shown in FduteBy utilizing equationb.20,

we estimate the threshold volta§g for eachV; as shown in tabl®.9. The average of these values indicates an
approximatel of 2.58V. The far right of figuré.17indicates a return to asymptotic behavior. This occurs as the
voltage input begins to reach avalanche breakdown, where the input shorts through the underlying structure and
current is directly passed from both source and gate.
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Figure 5.17:n-FET with 20 um channel (disconnect).

The theoretical transconductance can be calculated as shown in eq&atibnAs per the handouts from lab,
each transistor has a widih of 200 um. Thisn-FET has a lengtii. of 20 um. With a global gate oxide thickness
to Of 696 21, we can findg,,,. Therefore, the transconductance can be written as equat@nin figure 5.17, the
red line corresponds to the theoretical values, while the blue line corresponds to our measured/used values.

g = 2- (%) : (’“‘f—) - (Ve — V)

200 1380-3.9 - £,
o= 9 (22 (2220 iy, — 258V 5.23
g ( 20 > ( 6964 > (Ve ) (5.23)

The corresponding theoretical transconductance values are shown recalculajed table5.10 Our measured
Ip for transconductance and the difference between the calculated and measured are also shown in this table. Sources
of error are as suggested earlier.
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Ve | Vet Vr Vo | ia... | ia... | %diff (C-M)/C
50V |22V ]|50-22=28V 50V | 3.31mA| 2.25mA 43
45V |18V |45-18=27V 45V | 263mA| 1.6 mA 36
40V |15V |40-15=25V 40V | 194mA| 1.3mA 6
35V |10V |[35-1.0=25V 35V | 1.25mA| 0.75mA 29
30V |06V ]|30-06=24V 3.0V | 057mA| 0.2mA 65

Table 5.9: Vi for n-FET with 20um channel (discon-  Table 5.10:g,, for n-FET with 20 um channel (discon-
nected). nected).

n-FET 40um

The curve-tracer output for the characterization of this transistor is shown in FdLEeBy utilizing equations.2Q

we estimate the threshold voltadg for eachV; as shown in tabl&.11 The average of these values indicates

an approximatéd/ of 2.18V. The far right of figuré.18indicates a return to asymptotic behavior. This occurs as

the voltage input begins to reach avalanche breakdown, where the input shorts through the underlying structure and
current is directly passed from both source and gate.
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Figure 5.18:n-FET with 40 um channel.

The theoretical transconductance can be calculated as shown in eqbatibnAs per the handouts from lab,
each transistor has a widihi of 200 um. Thisn-FET has a lengtli. of 40 um. With a global gate oxide thickness
t, Of 696 A, we can findg,,,. Therefore, the transconductance can be written as equatidnin figure 5.18 the
red line corresponds to the theoretical values, while the blue line corresponds to our measured/used values.

gm = 2- (%) . (%) - (Vo = Vr)

200 1380-3.9- €9
= 2 |— | | ——)  (Vg—218V 5.24
im = 2 (50) - (et t) - e - 2187) (5.2)

The corresponding theoretical transconductance values are shown recalculgied table5.12 Our measured
Ip for transconductance and the difference between the calculated and measured are also shown in this table. Sources
of error are as suggested earlier.

p-FET 10um

This device, which has never worked for students, almost worked on our wafer #28. The curve tracer output is shown
in figure5.19 Due to the non-functional status of this transistor, no data was collected.
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VG Vvsat VT
50V |26V |50-26=24V Vo idnr. idpe,. | Y0 diff (C-M)/IC
45V |21V |45-21=24V 50V | 1.93mA| 1.3mA 50
40V |17V |40-1.7=23V 45V | 158mA| 1.0mA 43
35V |14V |35-14=21V 40V | 1.24mA| 0.75 mA 33
30v|10V|3.0-1.0=20V 35V | 090mA| 0.5mA 17
25V |06V |25-06=19V 3.0V | 056mA| 0.25mA 9
Table 5.11:V; for n-FET with 40 um channel. Table 5.12:g,, for n-FET with 40 um channel.

RCRMSITION (R P - .1kt Wadwtep -5 W W oof wtepa = 18
Kload = &5 0w Offeet = B.ERY

] 2 Wadiv &2

Figure 5.19:p-FET with 10 um channel.

p-FET 20um

The curve-tracer output for the characterization of this transistor is shown in FifteBy utilizing equations.20,

we estimate the threshold voltadg for eachV as shown in tabl&.13 The average of these values indicates

an approximatd/r of -1.41V. The far right of figuré.20indicates a return to asymptotic behavior. This occurs as

the voltage input begins to reach avalanche breakdown, where the input shorts through the underlying structure and

current i directjg rfassed from both source and at?. . .
The theoretical transconductance can be calculated as shown in eqbatibnAs per the handouts from lab,

each transistor has a widih of 200 um. Thisp-FET has a lengtld, of 20 ym. With a global gate oxide thickness
to. Of 696 A, we can findg,,. Therefore, the transconductance can be written as equat2énin figure 5.20 the
red line corresponds to the theoretical values, while the blue line corresponds to our measured/used values.

o () ()

200 480-3.9- ¢
m = 2-|— ) | ———— | (Vg —141V 5.25
g (2()) ( - ) Ve ) (5.25)

The corresponding theoretical transconductance values are shown recalculged table5.14 Our measured
Ip for transconductance and the difference between the calculated and measured are also shown in this table. Sources
of error are as suggested earlier.

p-FET 20um disconnect

The curve-tracer output for the characterization of this transistor is shown in FdlireBy utilizing equations.2Q
we estimate the threshold voltadg for eachV; as shown in tabl&.15 The average of these values indicates
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Figure 5.20:p-FET with 20 pm channel.

VG Vvsat VT
5.0V |-37V]-50--37=13V Vo bdewie | Bdpe,. | % diff (C-M)/C
-45V | -3.1V | -45--31=14V 5.0V | 3.07mA | 1.3mA 57
-40V | -25V | -40--25=15V -45V | 227mA | 1.1 mA 51
-35Vv | -20V|-35--20=15V -40V | 1.59mA | 0.8 mA 49
-30V|-17V|-30--1.7=13V -3.5V | 1.05mA | 0.7 mA 25
-25Vv | -10V | -25--1.0=15V -3.0V | 0.60mA | 0.4 mA 33
Table 5.13:V; for p-FET with 20 um channel. Table 5.14.,, for p-FET with 20 pm channel.

an approximaté/- of -1.10V. The far right of figuré.21indicates a return to asymptotic behavior. This occurs as
the voltage input begins to reach avalanche breakdown, where the input shorts through the underlying structure and

current is directly passed from both source and g?ate. ) )
The theoretiCal transconductance can be calculated as shown in eqbatibnAs per the handouts from lab,

each transistor has a widih of 200 um. Thisp-FET has a lengtld, of 20 ym. With a global gate oxide thickness
to. Of 696 A, we can findg,,. Therefore, the transconductance can be written as equaténin figure 5.21, the
red line corresponds to the theoretical values, while the blue line corresponds to our measured/used values.

e (1) ()

200 480-3.9- <9
= 2 |— | ——)  (Vg— 110V 5.26
im = 2 () (B ™) - (e - Laov) (5.26)

The corresponding theoretical transconductance values are shown recalculgied table5.16 Our measured
Ip for transconductance and the difference between the calculated and measured are also shown in this table. Sources
of error are as suggested eatrlier.

p-FET 40um

The curve-tracer output for the characterization of this transistor is shown in Fgi#eBy utilizing equationb.20,

we estimate the threshold voltadg for eachV as shown in tabl&.17. The average of these values indicates

an approximatd/ of -1.50V. The far right of figuré.22indicates a return to asymptotic behavior. This occurs as

the voltage input begins to reach avalanche breakdown, where the input shorts through the underlying structure and
current is directly passed from both source and gate.

47



Figure 5.21:p-FET with 20 pm channel (disconnect).

Vo | Ve Vr Vo | ia.. | id... | %diff (C-M)/C
50V | -40V | 5.0--40=-1.0V 50V | 1.85mA| 1.3mA 64
45V | 37V |-45-37=-12V 45V | 1.61mA| 1T1mA 60
40V | 30V | 40--30=-1.0V 40V | 1.38mA| 0.90 mA 55
35V | 29V | 35--23=-12V 35V | 1.14mA| 0.55 mA 59
30V |23V |30--1.9=-11V 3.0V | 0.90mA | 0.35 mA 58

Table 5.15: vy for p-FET with 20um channel (discon-  Table 5.16:g,, for p-FET with 20 pm channel (discon-
nected). nected).

The theoretical transconductance can be calculated as shown in eq&atibnAs per the handouts from lab,
each transistor has a widih of 200 um. Thisn-FET has a lengtii. of 40 um. With a global gate oxide thickness
to Of 696 21, we can findg,,,. Therefore, the transconductance can be written as equatdnin figure 5.22, the
red line corresponds to the theoretical values, while the blue line corresponds to our measured/used values.

w HE oz

m = 2-|—=)-[—] - _

i = 2 () () ve-w
200 480-3.9-¢g

gm = 2- (E) : (W) - (Vg — 1.50V) (5.27)

The corresponding theoretical transconductance values are shown recalculged table5.18 Our measured
Ip for transconductance and the difference between the calculated and measured are also shown in this table. Sources
of error are as suggested earlier.

Va Visat Vr

5.0V |-35V]|-50--35=-15V Vo idr. iy, | %0 diff (C-M)/IC

-45V|[-3.0V]-45--3.0=-15V -5.0V | 1.45mA| 0.61 mA 58

-40V | -26V | -40--26=-14V -45V | 1.07mA | 0.48 mA 55

-35V[-19V|[-35--19=-16V -40V | 0.74mA| 0.35 mA 52

-30V | -15V | -30--15=-15V -3.5V | 047mA | 0.24 mA 49

25V |-11V|-25--1.1=-14V -3.0V | 0.27mA| 0.16 mA 40
Table 5.17:Vy for p-FET with 40 um channel. Table 5.18.,, for p-FET with 40 pm channel.
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Figure 5.22:p-FET with 40 pm channel.

5.2.3 Inverters
Selecting one each of an inverter with matched.2®features and one with matched A6: features, we carefully

varied the input voltag®;,, while recording the output voltagé,,;. The resultantoltage-transfer curvéVTC) is
shown for the 2Qum inverter in figure5.23 and the VTC for the 4@m inverter is shown in figuré.24

40um —e—

Vout
Vout

Vin Vin

Figure 5.23: VTC sketch for 20 um channel in-

Figure 5.24: VTC sketch for 40 um channel in-
verter.

verter.

Considering the 2@m inverter first, we determine that th&);; is 5V, andVy, is OV. Moreover, the first tangent
with slope of -1 occurs near thHg,, value of 2.5V. The second tangent with slope of -1 occurs near;thealue of
3.25V. Therefore, ouv; g is 2.5V and oult7y, is 3.25V. Our noise margins akéyys,, = 2.5V andVy,, = 3.25V.

Examining the 4Q.m inverter first, we determine that th&, 5 is 5V, andV 1, is OV. The first tangent with slope
of -1 occurs near th&;,, value of 1.75V. The second tangent with slope of -1 occurs nea¥v;thealue of 2.25V.

Therefore, oul; is 1.75V and oulV;, is 2.25V. Our noise margins akéy s, = 4.75V andVy,, = 2.25V.
Neither device is symmetrical.
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5.3 Conclusion

All of our devices, with the exception of the 1@n channep-FET, worked correctly. We experienced some variation
in different situations, with disagreements notable between the four-point probe, the curve tracer, and analytical
evaluations. We also had varying threshold voltages per device, with some variations substantial. Many of these
seemingly random variations can be explained by our random selection of devices to test across two wafers, not just
one wafer.

Additional errors, as suggested in the various subsections prior, can be attributed to imprecise processing, over-
or under-development of layers, damage from tweezer contact, and so forth.

On the whole, the most all-encompassing conclusions can be briefly summarized as follows:

1. Models Are Untrustworthy
It is apparent that the models we used are not particularly accurate when dealing with the real world situation.
Deviation between programs like SSuprem and the empirical measurements suggest better models not only
are possible, but may be essential as process technology continues to improve.

2. Graphs Are Not Sufficient
Reading critical data values off of graphs, without a proper underlying model to use, leads to highly imprecise
results. Whether the graph is from a curve tracer, Irvin's Curves, or solid solubilities, it is not sufficient to
obtain critical data in this manner. The variance in reading is too great.

3. Controlling Each Parameter Is Imperative
During the various stages of processing, whether it be mask alignment, developing, etc., absolute monitoring
and control of the stage is critical. Overdevelopment, as shown in this report, will lead to substantial errors
in the final product. Control over agitation, flow rates, alignment of wafers in ovens, etc., can all make the
difference between one-off prototypes every time compared to consistent results that always work.

4. Be Paranoid
Trust no one and nothing with your wafer. You can't see if there are minute particles that could interfere with
your processing, so be sure to clean the wafer every time. Always check that the solutions, temperatures,
and machine settings are correct and never trust they are set the way you left them. Continuously check
the calibration of sensitive equipment. Be paranoid, and be sure you do everything as correctly as possible.
However, this must be balanced against the high cost of time in a real clean room facility. The balance to be
struck is between high accuracy and fast in-and-out times on the ledger.
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Chapter 6

About this document

This document was typeset #EXon Linux and Solaris machines. SSuprem3 images were captured via Windows
Ctrl-PrntScrnand pasted into Microsoft Paint. These BMPs were then saved and exported to industry standard EPS
format. Standard packages were used to obtain Sl units, picture handling, and content rendering.

The non-text scans (i.e., curve tracer outputs, etc.) were performed on a Linux machine with an attached HP
ScanJet IV with Auto-Document Feeder (ADF). This greatly simplified the process of scanning each page and
rendering a cropped, re-sized output file. The machine runs RedHat Linux 8.0.

Josh Fryman and Chad Huneycutt are PhD students in the College of Computing, working in the field of Com-
puter Architecture. Josh emphasizes low-power and embedded processor design issues, while Chad is oriented
toward compiler-architecture interactions and dynamic translation of binaries.

A hyper-linked PDF version of this document is available upon request.
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