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(57) [Object] To realize high-efficiency production of
a power module substrate and reduction of the line width
of a conductive pattern, and to provide an insulation sub-
strate that is suitable for realizing a large current and a
high voltage of a power module, a method of manufac-
turing the insulation substrate, a power module substrate,
and a power module.

[Solving Means] A brazing sheet 15a is temporarily
fixed on a surface of a ceramics substrate 12 by a surface
tension of a volatile organic medium, and a conductive
pattern member 13b punched from a base material 13a
is temporarily fixed on a surface of the brazing sheet 15a
by the surface tension. Then, these are heated so as to
volatilize the volatile organic medium and a pressure is
applied to the conductive pattern member 13a in its thick-
ness direction. Subsequently, the brazing sheet 15a is
melted to join the conductive pattern member 13b with
the surface of the ceramics substrate 12.

In an insulation substrate having a ceramics sub-
strate 112 and a conductive pattern 113 provided on a
surface of the ceramics substrate 112, of an external sur-
face of a conductor 117 constituting the conductive pat-
tern 113, a rising surface 117a that rises from the surface
of the ceramics substrate 112 substantially rises vertical-
ly with respect to a direction along the surface of the

ceramics substrate 112. The conductive pattern 113 is
joined with the surface of the ceramics substrate 112 by
a brazing filler metal 121, and the substantially entire
rising surface 117a of the conductor 117 is covered with
the brazing filler metal 121.
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Description

Technical Field

[0001] The present invention relates to an insulation
substrate that is suitable for a power module used in a
semiconductor device for controlling a large current and
a high voltage, to a power module substrate, to a man-
ufacturing method thereof, and to a power module using
the same.

Background Art

[0002] Such a power module generally includes a pow-
er module substrate having a ceramics substrate formed
of AlN, Al2O3, Si3N4, or SiC and a conductive pattern,
formed of pure aluminum or an aluminum alloy, provided
on a surface of the ceramics substrate, a radiating ele-
ment that is provided on the other surface of the ceramics
substrate, a semiconductor chip, serving as a heating
element, that is provided on an upper surface of the con-
ductive pattern, and a cool sink that is provided on a lower
surface of the radiating element. Heat from the heating
element is dissipated to the outside through the radiating
element and the cool sink.
[0003] Here, as disclosed in Japanese Patent No.
2953163, the conductive pattern is generally formed by
joining a plate-shaped base material formed of pure alu-
minum or an aluminum alloy with the surface of the ce-
ramics substrate by soldering or brazing, and then etch-
ing the base material. Such a conductive pattern formed
by etching has a width to be gradually wider from the
upper surface (heating element side) toward the lower
surface (ceramics substrate side).
[0004] These days, a large-current, high-voltage, and
compact power module, that is, a conductor having a
narrower width constituting the conductive pattern and a
narrower gap between the conductors is required.
[0005] First, in order to meet the former requirement,
a conduction area of the conductive pattern needs to be
increased. However, as for the large conduction area,
since there is a limitation on design of the apparatus itself
in which the power module is incorporated, the external
size of the ceramics substrate cannot be increased, and
thus the width and thickness of the conductor cannot be
increased. In this case, as described above, if the con-
ductive pattern is formed by etching, the width of a lower
part of the conductor is increased by an increased width.
For this reason, compactness as the latter requirement
cannot be achieved. Accordingly, there is a problem in
that both requirements are not satisfied simultaneously.
[0006] The increase in the thickness of the conductor
results in an increase in the number of steps of etching,
and manufacturing costs of the power module may be
increased.
[0007] Meanwhile, in a technical field different from a
technical field to which the invention belongs, an inven-
tion that can solve the above-described problems is dis-

closed in Japanese Unexamined Patent Application,
First Publication No. H11-186679. That is, in a method
of manufacturing an insulation substrate having a base
insulating layer, an adhesion insulating layer, and a con-
ductive pattern in that order, a conductive pattern mem-
ber (conductor) obtained by performing press punching
on a plate material is placed in an aligned state on the
surface of the adhesion insulating layer in a B stage state,
then the adhesion insulating layer and the adhesion in-
sulating layer are joined with other by pressing, and sub-
sequently a conductive pattern is provided on the surface
of the adhesion insulating layer. In the insulation sub-
strate formed in such a manner, the substantially entire
side surface (a surface rising from the surface of the ad-
hesion insulating layer) of the conductor constituting the
conductive pattern is exposed.

Disclosure of the Invention

Problems to be Solved by the Invention

[0008] However, when the conductive pattern is
formed by etching the base material, ad described above,
there is a problem in that much processing time is re-
quired and high-efficiency production is rarely realized.
Further, the conductive pattern formed by etching is grad-
ually wider from the upper surface side (heating element
side) toward the lower surface side (ceramics substrate
side). Accordingly, it is difficult to meet the recent require-
ments for a compact power module and reduction in the
line width of the conductive pattern.
[0009] Further, like the invention described in Japa-
nese Unexamined Patent Application, First Publication
No. H11-186679, if the conductive pattern member (con-
ductor) is formed by press punching, the rear side in a
cutting direction of the cut surface, that is, a first cut sur-
face (two-third of the thickness) has smaller surface
roughness, but the front side in the cutting direction, that
is, a second cut surface (one-third of the thickness) has
larger surface roughness. If the insulation substrate is
formed by applying the invention described in the Japa-
nese Unexamined Patent Application, First Publication
No. H11-186679, the power module is formed using the
insulation substrate, and then the resultant power module
is used, the power module may not be appropriately used.
For example, the rise of the second cut surface may be-
come a singular point and a spark may occur in that por-
tion as a start point or the conductor may be electrically
connected to an adjacent conductor.
[0010] The invention has been finalized in considera-
tion of the above problems, and it is an object of the in-
vention to provide a method of manufacturing a power
module substrate that can realize high-efficiency produc-
tion and reduction in the line width of a conductive pattern.
[0011] It is another object of the invention to provide
an insulation substrate that can realize a large current
and a high voltage of a power module, suppress an in-
crease of the size of an insulation substrate in such a
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configuration, and realize low-cost production, a method
of manufacturing an insulation substrate, a power module
substrate, and a power module.

Means for Solving the Problems

[0012] In order to solve the above problems and
achieve the above objects, the inventions according to
aspects 1 to 3 (hereinafter, referred to as ’first invention
group’) provide a method of manufacturing a power mod-
ule substrate by a conductive pattern through other meth-
ods than etching.
[0013] In particular, according to aspect 1, there is pro-
vided a method of manufacturing a power module sub-
strate having a conductive pattern provided on a surface
of a ceramics substrate. The method includes temporarily
fixing a brazing sheet on the surface of the ceramics sub-
strate by a surface tension of a volatile organic medium,
temporarily fixing a conductive pattern member punched
from a base material on the other surface of the brazing
sheet by the surface tension of the volatile organic me-
dium, heating the brazing sheet and the conductive pat-
tern member so as to volatilize the volatile organic me-
dium, pressing at least the conductive pattern member
in its thickness direction, and melting the brazing sheet
to join the conductive pattern member with the surface
of the ceramics substrate.
[0014] According to the method of manufacturing a
power module substrate of the invention, after the tem-
porarily fixation by the surface tension, the brazing sheet
is melted to join the conductive pattern member with the
surface of the ceramics substrate. Therefore, the con-
ductive pattern can be provided on the surface of the
ceramics substrate, without performing etching. As a re-
sult, high-efficiency production of the power module sub-
strate and reduction in the line width of the conductive
pattern can be realized.
[0015] According to aspect 2, in the method of manu-
facturing a power module substrate according to aspect
1, when the conductive pattern member is temporarily
fixed on the surface of the ceramics substrate through
the brazing sheet, in a state where the conductive pattern
member punched from the base material is fitted into a
punching hole, the conductive pattern member may be
disposed to face the surface of the ceramics substrate,
then the conductive pattern member may be pressed to-
ward the surface of the ceramics substrate to be pulled
out of the base material, and subsequently the conduc-
tive pattern member may be temporarily fixed on the sur-
face of the ceramics substrate through the brazing sheet.
[0016] In this case, in a state where the conductive
pattern member punched from the base material is fitted
into the punching hole, the conductive pattern member
is disposed to face the surface of the ceramics substrate,
then the conductive pattern member is pressed toward
the surface of the ceramics substrate to be pulled out of
the base material, and subsequently the conductive pat-
tern member is temporarily fixed on the surface of the

ceramics substrate through the brazing sheet. Therefore,
the conductive pattern member can be comparatively ac-
curately and easily positioned and temporarily fixed a
desired position on the surface of the ceramics substrate.
[0017] According to aspect 3, in the method of manu-
facturing a power module substrate according to aspect
2, the base material and the brazing sheet may be tem-
porarily fixed by the surface tension of the volatile organic
medium in advance when the conductive pattern member
is punched from the base material, and, in this state, the
conductive pattern member may be punched together
with the brazing sheet.
[0018] In this case, since conductive pattern member
is punched from the base material together with the braz-
ing sheet, when the conductive pattern member is joined
with the ceramics substrate, occurrence of a phenome-
non that the brazing filler metal is adhered to the ceramics
substrate without reference to the conductive pattern
member, which is called a stain, can be suppressed to
the minimum, and a high-quality power module substrate
can be formed.
[0019] The inventions according to aspects 4 to 9
(hereinafter, referred to as ’second invention group’) pro-
vide an insulation substrate that prevents a spark due to
a cut surface of a conductive pattern formed by press
punching, a method of manufacturing an insulation sub-
strate, a power module substrate, and a power module.
[0020] In particular, according to aspect 4, there is pro-
vided an insulation substrate including a conductive pat-
tern that is provided on a surface of a ceramics substrate.
Of an external surface of a conductor constituting the
conductive pattern, a rising surface that rises from the
surface of the ceramics substrate may substantially rise
vertically with respect to a direction along the surface of
the ceramics substrate. The conductive pattern may be
joined with the surface of the ceramics substrate by a
brazing filler metal. At least a lower part of the rising sur-
face of the conductor in a direction in which the rising
surface rises from the surface of the ceramics substrate
may be covered with the brazing filler metal.
[0021] According to this configuration, since the con-
ductor constituting the conductive pattern has the rising
surface, even though the conductor is thickened so as
to realize a large current and a high voltage conductive
pattern, the conductor is suppressed from being widened
by the increase of the thickness. Therefore, reduction of
the line width of the conductive pattern, and a large cur-
rent and a high voltage of the conductive pattern can be
realized.
[0022] Further, since the conductive pattern is joined
with the surface of the ceramics substrate by the brazing
filler metal, and at least the lower part of the rising surface
of the conductor constituting the conductive pattern is
covered with the brazing filler metal, joining strength of
the conductive pattern and the surface of the ceramics
substrate can be improved. In addition, even though sur-
face roughness of the lower part of the rising surface is
large, since the surface is covered with the brazing filler
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metal, when the power module having the insulation sub-
strate is used, it is possible to suppress occurrence of a
situation that the power module is not appropriately used,
for example, the rise of the surface at the lower part be-
comes a singular point and a spark occurs in that portion
as a start point or the conductor is electrically connected
to an adjacent conductor.
[0023] According to aspect 5, in the insulation sub-
strate according to aspect 4, surface roughness of a lower
part of the rising surface of the conductor in the direction
in which the rising surface rises from the surface of the
ceramics substrate may be larger than roughness of an
upper part thereof.
[0024] According to this configuration, the surface
roughness of the lower part (the surface of the conductor
facing the ceramics substrate, that is, the lower surface)
in the rising direction of the rising surface of the conductor
is larger than the surface roughness of the upper part
(the surface of the conductor opposite to the surface fac-
ing the ceramics substrate, that is, the upper surface).
Therefore, a joining force of the brazing filler metal at the
lower part of the conductor is increased, and thus joining
strength of the conductive pattern and the surface of the
ceramics substrate can be further improved.
[0025] According to aspect 6, in the insulation sub-
strate according to aspect 4 or 5, arithmetic average
roughness Ra of the surface of the brazing filler metal
covering the rising surface may be less than 5 Pm, the
maximum height Ry thereof may be less than 40 Pm, or
ten-point average roughness Rz thereof may be less than
30 Pm.
[0026] According to this configuration, the surface
roughness of the brazing filler metal covering the rising
surface is within the above range, and thus foreign sub-
stances can be suppressed from being adhered to the
surface of the brazing filler metal, and occurrence of ex-
terior defects of the insulation substrate can be reduced.
In addition, adjacent conductors can be suppressed from
being electrically connected to each other, that is, with-
stand voltage can be improved.
[0027] According to aspect 7, there is provided a meth-
od of manufacturing an insulation substrate that has a
conductive pattern provided on a surface of a ceramics
substrate. The method includes a conductive pattern
member forming process of cutting a plate material in its
thickness direction by a cutting processing and forming
a conductive pattern member having a cut surface, a
placing process of placing the conductive pattern mem-
ber on the surface of the ceramics substrate through a
brazing filler metal, such that the cut surface rises from
the surface of the ceramics substrate from a front side in
a cutting direction to a rear side, to form a laminate, and
a joining process of pressing the laminate in a state where
the laminate is heated in the lamination direction, and
joining the ceramics substrate and the conductive pattern
member by the brazing filler metal.
[0028] According to this configuration, in the conduc-
tive pattern member forming process, the conductive pat-

tern member to be formed has the cut surface, and sur-
face roughness of the rear side in the cutting direction of
the cut surface is decreased while surface roughness of
the front side is increased. In addition, in the subsequent
placing process, the conductive pattern member on the
surface of the ceramics substrate through a brazing filler
metal, such that the cut surface rises from the surface of
the ceramics substrate from a front side in the cutting
direction having large surface roughness to a rear side
in the cutting direction having small surface roughness,
to form a laminate. Subsequently, in the subsequent join-
ing process, the laminate is pressed in the lamination
direction and then heated, and the conductive pattern
member is joined with the surface of the ceramics sub-
strate by the brazing filler metal.
[0029] In the joining process, the laminate is heated in
a state where a front end in the cutting direction at the
cut surface of the conductive pattern member is closely
adhered to the brazing filler metal, and the brazing filler
metal is melted. Accordingly, the brazing filler metal in a
melted state including the brazing filler metal positioned
in the periphery of the front end of the conductive pattern
member is aggregated by the surface tension on the front
side in the cutting direction of the cut surface having large
surface roughness. In addition, the brazing filler metal
gradually goes up the cut surface toward the rear side in
the cutting direction. Therefore, the insulation substrate
in which the substantially entire area of the rising surface
is covered with the brazing filler metal is obtained.
[0030] Further, the brazing filler metal cured at the front
end in the cutting direction of the cut surface of the con-
ductive pattern member is thickest of the brazing filler
metal covering the substantially entire area of the cut
surface, and the external surface has a curved shape in
side view. Therefore, even when the power module hav-
ing such an insulation substrate is used under a temper-
ature cycle, stress concentration can be reduced, and a
crack can be suppressed from occurring at the joining
surface of the conductive pattern and the surface of the
ceramics substrate. As a result, it is possible to increase
life span of the power module.
[0031] In addition, in the above-described manufactur-
ing method, since the conductive pattern is not formed
by etching, when the conductive pattern member is thick-
ened in order to realize a large current and a high voltage
of the power module, there is no case where the number
of steps of etching is increased or the conductor consti-
tuting the conductive pattern is widened. Therefore, it is
possible to provide a compact power module, which can
realize a large current and a high voltage, at low cost.
[0032] According to aspect 8, a power module sub-
strate includes an insulation substrate that has a conduc-
tive pattern provided on one surface of a ceramics sub-
strate, a radiating element that is provided on the other
surface of the ceramics substrate, and a heating element
that is provided on a surface of the conductive pattern
opposite to a surface facing the ceramics substrate. The
radiating element dissipates heat from the heating ele-
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ment to the outside, and the insulation substrate is the
insulation substrate according to any one of aspects 4 to
6.
[0033] According to aspect 9, a power module includes
an insulation substrate that has a conductive pattern pro-
vided on one surface of a ceramics substrate, a radiating
element that is provided on the other surface of the ce-
ramics substrate, a heating element that is provided on
a surface the conductive pattern opposite to a surface
facing the ceramics substrate, and a cool sink that is pro-
vided on a surface of the radiating element opposite to
a surface facing the ceramics substrate. Heat from the
heating element is dissipated to the outside through the
radiating element and the cool sink, and the insulation
substrate is the insulation substrate according to any one
of aspects 4 to 6.
[0034] According to the above configurations, reduc-
tion of the line width, and a large current and a high volt-
age of the conductive pattern can be realized, and simul-
taneously joining strength of the conductive pattern and
the surface of the ceramics substrate can be improved.
In addition, since the substantially entire surface of the
rising surface of the conductor is covered with the brazing
filler metal, when the power module having the insulation
substrate is used, it is possible to suppress occurrence
of a situation that the power module is not appropriately
used, for example, the rise of the rising surface becomes
a singular point and a spark occurs in that portion as a
start point or the conductor is electrically connected to
an adjacent conductor.

Effects of the Invention

[0035] According to the method of manufacturing a
power module substrate of the invention, the conductive
pattern can be provided on the surface of the ceramics
substrate, without performing etching. Therefore, high-
efficiency production of the power module substrate and
reduction of the line width of the conductive pattern can
be realized.
[0036] Further, according to the insulation substrate,
the power module substrate, and the power module of
the invention, reduction of the line width, and a large cur-
rent and a high voltage of the conductive pattern can be
realized, and simultaneously joining strength of the con-
ductive pattern and the surface of the ceramics substrate
can be improved. In addition, even when occurs at the
rising surface of the conductor, it is possible to suppress
occurrence of a situation that the power module is not
appropriately used.
[0037] In addition, according to the method of manu-
facturing an insulation substrate of the invention, it is pos-
sible to form an insulation substrate in which the sub-
stantially entire rising surface of the conductor constitut-
ing the conductive pattern is covered with the brazing
filler metal. In addition, it is possible to form an insulation
substrate in which, even when the power module having
such an insulation substrate is used under a temperature

cycle, stress concentration can be reduced, and a crack
can be suppressed from occurring at the joining surface
of the conductive pattern and the surface of the ceramics
substrate. Further, it is possible to provide such a power
module at low cost.

Brief Description of the Drawings

[0038]

FIG. 1 is a first process view of a method of manu-
facturing a power module substrate according to a
first embodiment.
FIG. 2 is a second process view of the method of
manufacturing a power module substrate according
to the first embodiment.
FIG. 3 is a third process view of the method of man-
ufacturing a power module substrate according to
the first embodiment.
FIG. 4 is a schematic block diagram showing a power
module to which the power module substrate formed
through FIGS. 1 to 3 is applied.
FIG. 5 is an overall view of a power module to which
an insulation substrate according to a second em-
bodiment is applied.
FIG. 6 is an enlarged view of an A portion shown in
FIG. 5.
FIG. 7 is a diagram showing the measurement re-
sults of Ra, Ry, and Rz of a brazing filler metal cov-
ering a rising surface shown in FIG. 5.

Reference Numerals

[0039]

11: power module substrate
12: ceramics substrate
13: conductive pattern
13a: first base material
13b: conductive pattern member
15a: brazing sheet
110: insulation substrate
111: power module substrate
112: ceramics substrate
113: conductive pattern
114: radiating element
115: heating element
117: conductor (conductive pattern member)
117a: rising surface
117b: lower part in rising direction and front side in
cutting direction
117c: upper part in rising direction and rear side in
cutting direction
121: brazing filler metal
130: cool sink
140: power module
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Best Mode for Carrying Out the Invention

[First Embodiment]

[0040] Hereinafter, a first embodiment according to the
first invention group will be described with reference to
the drawing. FIGS. 1 to 3 are process views a method of
manufacturing a power module substrate according to
the first invention group. FIG. 4 shows a power module
10 to which a power module substrate formed by the
manufacturing method shown in FIGS. 1 to 3. The power
module 10 includes a power module substrate 11, a ra-
diating element 21, a cool sink 22, and a semiconductor
chip 23 serving as a heating element.
[0041] In the power module substrate 11, a conductive
pattern 13 is provided at an upper surface of a ceramics
substrate 12 formed of AlN, Al2O3, Si3N4, or SiC, and a
metal layer 14 is provided at a lower surface thereof. The
conductive pattern 13 and the metal layer 14 are formed
of pure aluminum or an aluminum alloy, and are joined
with the ceramics substrate 12 by an Al-Si or Al-Ge braz-
ing sheet 15a, as described below.
[0042] Then, the semiconductor chip 23 is joined with
an upper surface of the conductive pattern 13 through a
solder layer 16. Further, the radiating element 21 is pro-
vided at a lower surface of the metal layer 14, and the
metal layer and the radiating element 14 and 21 are
joined with each other by the solder layer 16, brazing, or
diffusion joining. In addition, the cool sink 22 having
formed therein a ventilating opening 22a, through which
refrigerant, such as coolant or cooling air, flows, is pro-
vided at a lower surface of the radiating element 21.
Moreover, the cool sink 22 and the radiating element 21
are screwed and fixed by, for example, screws (not
shown), and the ventilating opening 22a is connected to
a refrigerant circulating device (not shown) so as to sup-
ply and collect the refrigerant. Accordingly, heat from the
semiconductor chip 23 can be dissipated to the outside
through the radiating element 21 and the cool sink 22.
[0043] Next, a manufacturing method of the power
module substrate 11 having the above-described config-
uration will be described with reference to FIGS. 1 to 3.
[0044] First, a volatile organic medium (not shown) is
uniformly coated on one surface of a first base material
13a formed of pure aluminum or an aluminum alloy, then
an Al-Si or Al-Ge brazing sheet 15a is placed, and sub-
sequently the brazing sheet 15a is temporarily fixed
across one surface of the first base material 13a by the
surface tension of the volatile organic medium. In this
state, the first base material 13a is punched together with
the the brazing sheet 15a along the outer shape of the
conductive pattern 13 to be formed, thereby forming a
conductive pattern member 13b. The brazing sheet 15a
is temporarily fixed across one surface of the conductive
pattern member 13b by the surface tension substantially
identical with the outer shape of the conductive pattern
member 13b. As the conductive pattern member and the
brazing sheet 13b and 15a are observed in plan view,

the brazing sheet 15a protrudes from the outer edge of
the conductive pattern member 13b. Then, the conduc-
tive pattern member 13b punched from the first base ma-
terial 13a is fitted into a punching hole, thereby forming
a first push-back member 13c.
[0045] As for a second base material 14a formed of
aluminum or an aluminum alloy, like the first base mate-
rial 13a, in a state where a brazing sheet 15a is tempo-
rarily fixed, the second base material 14a is punched
together with the brazing sheet 15a along the outer shape
of the metal layer 14 to be formed, thereby forming a
metal layer member 14b. Then, the metal layer member
14b punched from the second base material 14a is fitted
into a punching hole, thereby forming a second push-
back member 14c.
[0046] Here, as the volatile organic medium, polyva-
lent alcohol, for example, divalent or trivalent alcohol is
exemplified. Viscosity is 1 � 10-3 Pa·s or more, and pref-
erably, 20 � 10-3 Pa·s to 1500 � 10-3 Pa·s, and surface
tension is 80 � 10-3 N/m or less, and preferably, 20 �
10-3 N/m to 60 � 10-3 N/m. Further, the volatile organic
medium is volatilized when a temperature is a melting
temperature of the brazing sheet 15a or less, specifically,
400°C or less, and preferably, 300°C or less.
[0047] Next, as shown in FIG. 1, the first push-back
member 13c is disposed above the ceramics substrate
12 such that the brazing sheet 15a faces the upper sur-
face of the ceramics substrate 12, while the second push-
back member 14c is disposed below the substrate 12
such that the brazing sheet 15a faces the lower surface
of the ceramics substrate 12. Then, as shown in FIG. 2,
a first template 41, in which a first guide hole 41 a having
an inner surface shape along the outer edge of the con-
ductive pattern member 13b is formed, is disposed be-
tween the first push-back member 13c and the upper
surface of the ceramics substrate 12. Further, a second
template 42, in which a second guide hole 42a having
an inner surface shape along the outer edge of the metal
layer member 14b is formed, is disposed between the
second push-back member 14c and the lower surface of
the ceramics substrate 12.
[0048] At this time, the volatile organic medium is uni-
formly coated on the upper and lower surfaces of the
ceramics substrate 12 or a surface of the brazing sheet
15a of the first push-back member 13c facing the upper
surface of the ceramics substrate 12 and a surface of the
brazing sheet 15a of the second push-back member 14c
facing the lower surface of the substrate 12.
[0049] In this state, as for the first push-back member
13c, the conductive pattern member 13b is pressed
against the upper surface of the ceramics substrate 12
to be pulled out of the first base material 13a, and simul-
taneously the conductive pattern member 13b is tempo-
rarily fixed on the upper surface of the ceramics substrate
12 through the brazing sheet 15a by the surface tension.
Further, as for the second push-back member 14c, the
metal layer member 14b is pressed against the lower
surface of the ceramics substrate 12 to be pulled out of
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the second base material 14a, and simultaneously the
metal layer member 14b is temporarily fixed on the lower
surface of the ceramics substrate 12 through the brazing
sheet 15a by the surface tension.
[0050] At this time, the outer edge of the conductive
pattern member 13b is guided by an inner circumferential
surface of the first guide hole 41a of the first template 41,
and the outer edge of the metal layer member 14b is
guided by an inner circumferential surface of the second
guide hole 42a of the second template 42. Accordingly,
upon pulling-out, the conductive pattern member 13b and
the metal layer member 14b are inclined with respect to
the surface of the ceramics substrate 12, such that oc-
currence of misalignment in a direction along the surface
is suppressed.
[0051] In such a manner, the brazing sheet 15a and
the conductive pattern member 13b are laminated on the
upper surface of the ceramics substrate 12 in that order,
and the brazing sheet 15a and the metal layer member
14b are laminated on the lower surface of the substrate
12. These members are temporarily fixed by the surface
tension, thereby forming a laminate 11a.
[0052] Next, the laminate 11a is heated under an at-
mosphere of about 300°C so as to volatilize the volatile
organic medium, and the conductive pattern member 13b
and the metal layer member 14b of the laminate 11a is
pressed in the lamination direction for about one hour at
about 0.3 MPa under an atmosphere of about 630°C.
Then, the brazing sheets 15a are melted to join the con-
ductive pattern member 13b and the metal layer member
14b with the surface of the ceramics substrate 12. In such
a manner, the power module substrate 11, in which the
conductive pattern 13 and the metal layer 14 are provided
on the surface of the ceramics substrate 12, is formed.
[0053] As described above, according to the method
of manufacturing a power module substrate of this em-
bodiment, as described above, after the temporary fixa-
tion is performed by the surface tension of the organic
medium, the brazing sheet 15a is melted to join the con-
ductive pattern member 13b with the surface of the ce-
ramics substrate 12. Accordingly, the conductive pattern
13 can be provided on the surface of the ceramics sub-
strate 12, without performing etching, and high-efficiency
production of the power module substrate 11 and reduc-
tion of the line width of the conductive pattern 13 can be
realized.
[0054] Further, in a state where the conductive pattern
member 13b punched from the first base material 13c is
fitted into the punching hole, the conductive pattern mem-
ber 13b is disposed above the ceramics substrate 12,
and then is pressed against the surface of the ceramics
substrate 12 to be pulled out of the first base material
13c. Then, the conductive pattern member 13b is tem-
porarily fixed on the surface of the ceramics substrate 12
through the brazing sheet 15a. Accordingly, the conduc-
tive pattern member 13b can be temporarily fixed at a
desired position on the surface of the ceramics substrate
12 comparatively accurately and easily.

[0055] In addition, since the conductive pattern mem-
ber 13b is punched from the first base material 13c to-
gether with the brazing sheet 15a, when the conductive
pattern member 13b is joined with the surface of the ce-
ramics substrate 12, occurrence of a phenomenon that
the brazing filler metal is adhered to the ceramics sub-
strate 12 without reference to the conductive pattern
member 13b, which is called a stain, can be suppressed
to the minimum, and a high-quality power module sub-
strate 11 can be formed.

[Second Embodiment]

[0056] Next, a second embodiment according to the
second invention group will be described. FIG. 5 is an
overall view showing a power module, to which an insu-
lation substrate according to an embodiment of the in-
vention is applied.
[0057] As shown in FIG. 5, a power module 140 roughly
includes a power module substrate 111 and a cool sink
130.
[0058] The power module substrate 111 includes an
insulation substrate 110, in which a conductive pattern
113 is provided on one surface (hereinafter, simply re-
ferred to as ’upper surface’) of a ceramics substrate 112
formed of AlN, Al2O3, Si3N4, or SiC, a radiating element
114 that is provided on the other surface (hereinafter,
simply referred to as ’lower surface’) of the ceramics sub-
strate 112, and a semiconductor chip (heating element)
115 that is provided on a surface (hereinafter, simply re-
ferred to as ’upper surface’) of the conductive pattern 113
opposite to a surface facing the ceramics substrate 112.
[0059] Then, the cool sink 130 is closely provided on
a surface (hereinafter, simply referred to as ’lower sur-
face’) of the radiating element 114 opposite to a surface
(hereinafter, simply referred to as ’upper surface’) facing
the ceramics substrate 112.
[0060] Moreover, in this embodiment, a metal layer
116 is provided between the lower surface of the ceram-
ics substrate 112 and the radiating element 114. That is,
the insulation substrate 110 includes the ceramics sub-
strate 112, the conductive pattern 113, and the metal
layer 116.
[0061] The conductive pattern 113 and the metal layer
116 are formed pure Al or an Al alloy. Then, the conduc-
tive pattern 113 and the metal layer 116 are respectively
joined with the upper and lower surfaces of the ceramics
substrate 112 by an Al-Si or Al-Ge brazing filler metal 121.
[0062] Further, the semiconductor chip 115 is joined
with the upper surface of the conductive pattern 113 by
a solder 122, and the lower surface of the metal layer
116 (the surface facing the radiating element 114) is also
joined with the upper surface of the radiating element
114 by the solder 122, brazing, or diffusion joining.
[0063] In such a manner, the power module 140 is
formed, and heat from the semiconductor chip 115 is
dissipated to the outside through the radiating element
114 and the cool sink 130.
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[0064] Here, a ventilating opening 132 that is connect-
ed to a refrigerant circulating device (not shown) so as
to supply and collect a refrigerant 131, such as a coolant
or cooling air in the cool sink 130. Heat transferred from
the semiconductor chip 115 to the radiating element 114
is collected by the refrigerant 131 supplied into the ven-
tilating opening 132. Then, the refrigerant 131 that has
collected heat is collected by the refrigerant circulating
device, and a new refrigerant 131 is supplied. With the
repetition of these operations, heat from the semicon-
ductor chip 115 is dissipated from the power module 140.
[0065] Here, the thickness of the ceramics substrate
112 is 0.25 mm to 3.0 mm, the thickness of the conductive
pattern 113 is 0.1 mm to 2.0 mm, and the thickness of
the metal layer 116 is 0.1 mm to 2.0 mm. The thickness
of the brazing filler metal 121 that joins the conductive
pattern 113 and the metal layer 116 with the upper and
lower surfaces of the ceramics substrate 112 is 0.005
mm to 0.1 mm.
[0066] In this embodiment, the conductive pattern 113
has two plate-shaped conductors 117, and these con-
ductors 117 are joined with the upper surface of the ce-
ramics substrate 112 in an aligned state by the brazing
filler metal 121. Moreover, a gap between the conductors
117 is 0.1 mm. Then, as shown in FIG. 6, of the external
surface of each of the conductors 117, a rising surface
117a that rises from the upper surface of the ceramics
substrate 112 substantially rises vertically with respect
to a direction along the upper surface of the ceramics
substrate 112. The substantially entire surface of the ris-
ing surface 117a is covered with the brazing filler metal
121.
[0067] Here, as shown in FIG. 7, as for the surface of
the brazing filler metal 121 covering the rising surface
117a, arithmetic average roughness Ra is less than 5
Pm, maximum height Ry is less than 40 Pm, and ten-
point average roughness Rz is less than 30 Pm. FIG. 7
shows the measurement results of Ra, Ry, and Rz at six
places of a plurality of rising surfaces 117a covered with
the brazing filler metal 121.
[0068] Further, as described below, the conductor 117
is formed by cutting a plate material formed of pure Al or
an Al alloy in its thickness direction, and a cut surface
obtained at that time becomes the rising surface 117a.
Then, the rising surface 117a rises from the upper surface
of the ceramics substrate 112 from the front side in the
cutting direction upon cutting of the conductor 117 to the
rear side.
[0069] Here, in the rising surface 117a, upon cutting,
surface roughness of a front side 117b in the cutting di-
rection is larger than surface roughness of a rear side
117c in the cutting direction. In the rising surface 117a,
the rear side 117b in the cutting direction refers to a region
of one-third of the total thickness of the conductor 117
from the front end of the rising surface 117a in the cutting
direction to the rear side 117c, that is, a so-called second
cut surface. Further, the rear side 117c in the cutting di-
rection refers to a region from a rear end in the cutting

direction of the front side 117b in the cutting direction to
the rear end in the cutting direction of the rising surface
117a, that is, a so-called first cut surface. Moreover, sur-
face roughness Rz of the front side 117b in the cutting
direction is 30 Pm more, and surface roughness Rz of
the rear side 117c in the cutting direction is 30 Pm or less.
[0070] Therefore, in the rising surface 117a of the con-
ductor 117, surface roughness of the lower part 117b in
a rising direction in which the rising surface 117a rises
from the upper surface of the ceramics substrate 112
(the surface of the conductor 117 facing the ceramics
substrate 112, that is, the lower surface) is more than
surface roughness of the upper part 117c (the upper sur-
face of the conductor 117).
[0071] Then, of the brazing filler metal 121 covering
the substantially entire area of the rising surface 117a,
the brazing filler metal 121 that is located at the lower
end on the lower part 117b of the rising surface 117a has
the maximum thickness, and the external surface thereof
has a concave curve shape, as shown in FIG. 6.
[0072] Next, a method of manufacturing the insulation
substrate 110 of the power module 140 having the above-
described configuration will be described.
[0073] First, a plate material formed of pure Al or an
Al alloy is cut to have a predetermined size in its thickness
direction by cutting, thereby forming the conductor 117
(conductive pattern member) (conductive pattern mem-
ber forming process). The cut surface obtained at this
time becomes the rising surface 117a.
[0074] Next, the conductor 117 is placed on the upper
surface of the ceramics substrate 112 through the braz-
ing filler metal 121 in a desired aligned state such that
the rising surface 117a rises from the upper surface of
the ceramics substrate 112 from the front side 117b in
the cutting direction toward the rear side 117c. Mean-
while, the metal layer 116 is placed on the lower surface
of the ceramics substrate 112 through the brazing filler
metal 121. In such a manner, the metal layer 116, the
brazing filler metal 121, the ceramics substrate 112, the
brazing filler metal 121, and the aligned conductor 117
are placed in that order, thereby forming a laminate (plac-
ing process).
[0075] Next, the laminate is heated while being
pressed in the lamination direction and, in a state where
the front end of the front side 117b in the cutting direction
at the rising surface 117a of the conductor 117 and the
brazing filler metal 121 are closely adhered to each other,
the brazing filler metal 121 is melted and then cured.
Then, the upper surface of the ceramics substrate 112
and the conductor 117 are joined with each other, and
the lower surface of the ceramics substrate 112 and the
metal layer 116 are joined with each other (joining proc-
ess), thereby forming the insulation substrate 110.
[0076] Subsequently, if necessary, etching may be
performed in order to clean the external surface of the
insulation substrate 110.
[0077] Here, a specific embodiment of the joining proc-
ess will be described.
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[0078] First, as for the material, the metal layer 116 is
formed of pure Al, the brazing filler metal 121 is formed
of Al-Si, the ceramics substrate 112 is formed of AlN, and
the conductor 117 is formed of pure Al. Next, as for the
thickness, the metal layer 116 is about 0.6 mm, the braz-
ing filler metal 121 is about 0.01 mm, the ceramics sub-
strate 112 is about 0.635 mm, and the conductor 117 is
about 0.6 mm. Further, the gap between the conductors
117 is about 1.0 mm.
[0079] Next, the laminate is pressed in the lamination
direction for one hour at 3 MPa while being placed in a
vacuum of 630°C.
[0080] As described above, according to the insulation
substrate, the power module substrate, and the power
module of this embodiment, since the conductor 117 con-
stituting the conductive pattern 113 has the rising surface
117a, even when a large current and a high voltage of
the conductive pattern 113 is achieved by thickening the
conductor 117, the conductor 117 is suppressed from
being widened by an increase in thickness. Therefore,
reduction of the line width, and a large current and a high
voltage of the conductive pattern 113 can be realized.
[0081] Further, the conductive pattern 117 is joined
with the upper surface of the ceramics substrate 112 by
the brazing filler metal 121, and the substantially entire
rising surface 117a of the conductor 117 is covered with
the brazing filler metal 121. Therefore, joining strength
of the conductive pattern 117 and the upper surface of
the ceramics substrate 112 can be improved. In addition,
even though surface roughness of the rising surface 117a
of the conductor 117 is increased, since the surface is
covered with the brazing filler metal 121, when the power
module 140 having the insulation substrate 110 is used,
it is possible to suppress occurrence of a situation that
the power module 140 is not appropriately used, for ex-
ample, the rise of the rising surface 117a becomes a
singular point and a spark occurs in that portion as a start
point or the conductor 117 is electrically connected to an
adjacent conductor 117.
[0082] In addition, in the rising surface 117a of the con-
ductor 117, surface roughness of the lower part 117b in
the rising direction is larger than surface roughness of
the upper part 117c. Therefore, a joining force of the braz-
ing filler metal 121 at the lower part 117b of the conductor
117 is increased, and thus joining strength of the con-
ductive pattern 113 and the upper surface of the ceramics
substrate 112 can be further improved.
[0083] Further, since surface roughness of the brazing
filler metal 121 covering the rising surface 117a is in the
above-described range, foreign substances can be pre-
vented from being attached to the surface of the brazing
filler metal 121, and occurrence of exterior defects of the
insulation substrate 110 can be reduced. In addition, ad-
jacent conductors 117 can be suppressed from being
electrically connected to each other, that is, withstand
voltage can be improved.
[0084] In the joining process, in the rising surface 117a
of the conductor 117, heating is performed in a state

where the front end of the front side 117b in the cutting
direction is closely adhered to the brazing filler metal 121,
and then the brazing filler metal 121 is melted. The braz-
ing filler metal 121 in the melted state including the braz-
ing filler metal 121 located at a peripheral portion of the
front end of the conductor 117 is aggregated by the sur-
face tension at the front side 117b having large surface
roughness. In addition, the brazing filler metal 121 grad-
ually goes up toward the rear side 117c in the cutting
direction of the rising surface 117a. Therefore, the insu-
lation substrate 110, in which the substantially entire area
of the rising surface 117a is covered with the brazing filler
metal 121, can be formed.
[0085] As described above, since the melted brazing
filler metal 121 reaches the substantially entire rising sur-
face 117a of the conductor 117, of the brazing filler metal
121 covering the substantially entire area of the rising
surface 117a, the brazing filler metal 121 cured at the
front end of the front side 117b in the cutting direction
has the maximum thickness. Further, the external sur-
face has a concave curve shape in side view (a fillet is
formed). Therefore, even when the power module 140
having the insulation substrate 110 is used under a tem-
perature cycle, a crack can be suppressed from occurring
at the joining surface of the conductive pattern 113 and
the surface of the ceramics substrate 112. As a result, it
is possible to increase life span of the power module 140.
[0086] In the method of manufacturing the insulation
substrate 110 according to this embodiment, since the
conductive pattern 113 is not formed by etching, when
the conductive 117 is thickened in order to realize a large
current and a high voltage of the power module 140, there
is no case where the number of steps of etching is in-
creased or the conductor constituting the conductive pat-
tern is widened. Therefore, it is possible to provide a com-
pact power module 140, which can realize a large current
and a high voltage, at low cost.
[0087] Moreover, the technical scope of the invention
is not limited to the embodiments, but various changes
or modifications can be made within the scope departing
from the spirit of the invention.
[0088] In the first embodiment, there is described a
method that temporarily fixes the brazing sheet 15a on
the base materials 13a and 14a by the surface tension,
and then pulls out the conductive pattern member 13b
and the metal layer member 14b, together with the braz-
ing sheet 15a. However, the present invention is not lim-
ited to this method, but the following method may be
used.
[0089] For example, a push-back member not having
the brazing sheet 15a is formed, the brazing sheet 15a
is temporarily fixed on both surfaces of the ceramics sub-
strate 12, and the push-back member is disposed to face
both surface of the substrate 12. Then, the conductive
pattern member 13b and the metal layer member 14b
may be pulled out, thereby forming the laminate.
[0090] Further, the invention can be applied to a case
where the templates 41 and 42 are not used.
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[0091] Further, in the second embodiment, the rising
surface 117a forms the cut surface, but is not necessarily
limited to the cut surface.
[0092] When the rising surface 117a forms the cut sur-
face, the advantages of the embodiment are obtained.
In this case, however, the entire rising surface 117a does
not necessarily form the cut surface. If at least one sur-
face forms the cut surface, the same advantages as those
in the embodiment can be obtained.
[0093] In the joining process, the brazing filler metal
121 in the melted state conductor 117 goes up the rising
surface 117a from the lower surface toward the upper
surface. At this time, the brazing filler metal 121 may
reach the upper surface of the conductor 117.
[0094] The substantially entire surface of the rising sur-
face 117a is covered with the brazing filler metal 121, but
at least the front side 117b in the cutting direction of the
rising surface 117a may be covered with the brazing filler
metal 121.
[0095] In addition, in the embodiments, the arithmetic
average roughness Ra is less than 5 Pm, the maximum
height Ry is less then 40 Pm, and the ten-point average
roughness Rz is less than 30 Pm, but it may be sufficient
that at least one of Ra, Ry, and Rz is in the above-de-
scribed range.

Claims

1. A method of manufacturing a power module sub-
strate having a conductive pattern provided on a sur-
face of a ceramics substrate, the method comprising:

temporarily fixing a brazing sheet on the surface
of the ceramics substrate by a surface tension
of a volatile organic medium;
temporarily fixing a conductive pattern member
punched from a base material on the other sur-
face of the brazing sheet by the surface tension
of the volatile organic medium;
heating the brazing sheet and the conductive
pattern member so as to volatilize the volatile
organic medium;
pressing at least the conductive pattern member
in its thickness direction; and
melting the brazing sheet to join the conductive
pattern member with the surface of the ceramics
substrate.

2. The method of manufacturing a power module sub-
strate according to claim 1,
wherein, when the conductive pattern member is
temporarily fixed on the surface of the ceramics sub-
strate through the brazing sheet, in a state where
the conductive pattern member punched from the
base material is fitted into a punching hole, the con-
ductive pattern member is disposed to face the sur-
face of the ceramics substrate, then the conductive

pattern member is pressed toward the surface of the
ceramics substrate to be pulled out of the base ma-
terial, and subsequently the conductive pattern
member is temporarily fixed on the surface of the
ceramics substrate through the brazing sheet.

3. The method of manufacturing a power module sub-
strate according to claim 2,
wherein the base material and the brazing sheet are
temporarily fixed by the surface tension of the volatile
organic medium in advance when the conductive
pattern member is punched from the base material,
and, in this state, the conductive pattern member is
punched together with the brazing sheet.

4. An insulation substrate comprising:

a conductive pattern that is provided on a sur-
face of a ceramics substrate,
wherein, of an external surface of a conductor
constituting the conductive pattern, a rising sur-
face that rises from the surface of the ceramics
substrate substantially rises vertically with re-
spect to a direction along the surface of the ce-
ramics substrate,
the conductive pattern is joined with the surface
of the ceramics substrate by a brazing filler met-
al, and
at least a lower part of the rising surface of the
conductor in a direction in which the rising sur-
face rises from the surface of the ceramics sub-
strate is covered with the brazing filler metal.

5. The insulation substrate according to claim 4,
wherein surface roughness of a lower part of the ris-
ing surface of the conductor in the direction in which
the rising surface rises from the surface of the ce-
ramics substrate is larger than roughness of an up-
per part thereof.

6. The insulation substrate according to claim 4 or 5,
wherein arithmetic average roughness Ra of the sur-
face of the brazing filler metal covering the rising
surface is less than 5 Pm, the maximum height Ry
thereof is less than 40 Pm, or ten-point average
roughness Rz thereof is less than 30 Pm.

7. A method of manufacturing an insulation substrate
that has a conductive pattern provided on a surface
of a ceramics substrate, the method comprising:

a conductive pattern member forming process
of cutting a plate material in its thickness direc-
tion by a cutting processing and forming a con-
ductive pattern member having a cut surface;
a placing process of placing the conductive pat-
tern member on the surface of the ceramics sub-
strate through a brazing filler metal, such that
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the cut surface rises from the surface of the ce-
ramics substrate from a front side in a cutting
direction to a rear side, to form a laminate; and
a joining process of pressing the laminate in a
state where the laminate is heated in a lamina-
tion direction, and joining the ceramics substrate
and the conductive pattern member by the braz-
ing filler metal.

8. A power module substrate comprising:

an insulation substrate that has a conductive
pattern provided on one surface of a ceramics
substrate;
a radiating element that is provided on the other
surface of the ceramics substrate; and
a heating element that is provided on a surface
of the conductive pattern opposite to a surface
facing the ceramics substrate,
wherein the radiating element dissipates heat
from the heating element to the outside, and
the insulation substrate is the insulation sub-
strate according to any one of claims 4 to 6.

9. A power module comprising:

an insulation substrate that has a conductive
pattern provided on one surface of a ceramics
substrate;
a radiating element that is provided on the other
surface of the ceramics substrate;
a heating element that is provided on a surface
the conductive pattern opposite to a surface fac-
ing the ceramics substrate; and
a cool sink that is provided on a surface of the
radiating element opposite to a surface facing
the ceramics substrate,
wherein heat from the heating element is dissi-
pated to the outside through the radiating ele-
ment and the cool sink, and
the insulation substrate is the insulation sub-
strate according to any one of claims 4 to 6.
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