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57 ABSTRACT

An antireflective coating (ARC) or antireflective layer
(ARL) is interposed between a photoresist layer and an
underlying substrate. The ARC includes an optically absorp-
tive polysilicon germanium or polysilicon first layer, depos-
ited by low pressure chemical vapor deposition (LPCVD).
An optically transmissive second layer is grown on the first
layer by oxidizing it at low temperature. The low tempera-
ture oxidation accurately controls the thickness, and optical
impedance, of the second layer. The optical impedances of
the second and photoresist layers are matched for minimiz-
ing reflections and reducing photolithographic limitations
such as swing effect and reflective notching. The low
temperature oxidation is compatible with low thermal bud-
get layers (e.g., aluminum or other metals), which are
typically highly reflective at ultraviolet (UV) and deep
ultraviolet (DUV) lithographic exposure wavelengths.

20 Claims, 1 Drawing Sheet
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LOW TEMPERATURE ANTI-REFLECTIVE
COATING FOR IC LITHOGRAPHY

CROSS-REFERENCE TO RELATED
APPLICATIONS

This application is a Divisional of U.S. application Ser.
No. 09/002,732, filed on Jan. 5, 1998 now U.S. Pat. No.
6,117,619.

This application is related to co-pending, commonly
assigned patent application of Forbes et al., U.S. patent
application Ser. No. 08/958,023 entitled “ANTI-
REFLECTIVE COATING FOR IC LITHOGRAPHY,” filed
on Oct. 27, 1997, which disclosure is incorporated herein by
reference.

TECHNICAL FIELD OF THE INVENTION

This invention relates generally to integrated circuits, and
particularly, but not by way of limitation, to a low tempera-
ture anti-reflective coating for integrated circuit lithography.

BACKGROUND OF THE INVENTION

Trends in modern integrated circuit (IC) technology
demand increasingly dense ICs, such as for computer
systems, portable electronics, and telecommunications prod-
ucts. IC fabrication includes, among other things, photoli-
thography for selective patterning and etching of photoresist
layers. The patterned photoresist layer serves as a masking
layer such that a subsequent IC processing step is carried out
on only those portions of the underlying IC that are uncov-
ered by photoresist, as described below.

A photoresist layer is typically formed on an underlying
integrated circuit substrate. The photoresist layer overlays
any structures that are already formed on the substrate.
Portions of the photoresist are selectively exposed to light
through a lithographic mask that includes clear and opaque
portions forming a desired pattern. Light is transmitted
through the clear portions of the mask, but not through the
opaque portions. The incident light changes the chemical
structure of the exposed portions of photoresist. A chemical
etchants, which is sensitive to only one of the exposed and
unexposed portions of the photoresist, is applied to the
photoresist to selectively remove those portions of the
photoresist to which the chemical etchants is sensitive. As a
result, portions of the photoresist which are insensitive to the
chemical etchants remain on the IC. The remaining portions
of the photoresist protect corresponding underlying portions
of the IC from a subsequent IC processing step. After this IC
processing step, the remaining portions of the photoresist
layer are typically removed from the IC.

High density ICs require sharply defined photoresist
patterns, because these patterns are used to define the
locations (and density) of structures formed on the IC.
However, light reflects from the surface of the underlying
substrate on which the photoresist is formed. Certain struc-
tures that are formed on the underlying substrate are highly
reflective such as, for example, aluminum or copper layers
for forming circuit interconnections. Reflections from the
surface of the substrate underlying the photoresist causes
deleterious effects that limit the resolution of photolitho-
graphic photoresist patterning, as described below.

First, reflections cause the light to pass through the
photoresist at least twice, rather than only once. In other
words, light first passes through the photoresist to reach the
surface of the underlying substrate. Then, light is reflected
from the surface of the underlying substrate and passes back
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through the photoresist layer a second time. The chemical
structure of the photoresist changes differently when light
passes through the photoresist more than once, rather than
when light passes through the photoresist only once. A
portion of the light, already reflected from the surface of the
underlying substrate, can also reflect again from the surface
of the photoresist, passing back through the photoresist
yet-again. In fact, standing light waves can result in the
photoresist from superpositioning of incident and reflected
light rays. This overexposure problem is sometimes referred
to as the “swing effect.”

Even more problematic, the reflections of the light are not
necessarily perpendicular. Light reflects angularly from fea-
tures on the surface of the underlying substrate, or if the
incident light is not perpendicular to the surface of the
substrate. The latter results from the diffractive nature of
light (i.e., light bends). Off-angle reflections reduce the
sharpness of the resulting photoresist pattern. A portion of
the light reflected obliquely from the surface of the under-
lying substrate can also be again reflected obliquely from the
surface of the photoresist. As a result of such angular
reflections, the light can travel well outside those photoresist
regions underlying the transmissive portions of the photo-
lithographic mask. This potentially causes photoresist expo-
sure well outside those photoresist regions underlying trans-
missive portions of the photolithographic mask. This
problem, which is sometimes referred to as “notching,”
results in a less sharply defined photoresist pattern that limits
the density of structures formed on the integrated circuit.
There is a need to overcome these photolithographic limi-
tations to obtain the benefits of high resolution photolithog-
raphy and high density integrated circuits.

As discussed above, aluminum and other metallization
layers are particularly problematic for high resolution lithog-
raphy. In addition to being highly reflective, such layers
typically have a low thermal budget. More particularly, after
an aluminum or other metallization layer is formed, only low
temperature processing steps can be used, in order to avoid
vaporizing the aluminum or metallization layer. Thus, there
is a particular need to avoid reflections from metal layers
that are both highly reflective and incompatible with sub-
sequent high temperature processes.

SUMMARY OF THE INVENTION

The present invention provides, among other things, an
antireflective coating (ARC), such as for use in integrated
circuit (IC) photolithography. In one embodiment, the inven-
tion provides an antireflective coating. The antireflective
coating includes a first layer formed on a substrate and
having a first optical impedance. The antireflective coating
also includes a second layer formed on the first layer and
having a second optical impedance. The second layer has a
thickness that is determined by a grown oxidation of the first
layer.

In one embodiment, the first layer comprises polysilicon
germanium, and the second layer comprises an oxide that is
grown from the polysilicon germanium material of the first
layer. In another embodiment, the first layer comprises
polysilicon, and the second layer comprises an oxide that is
grown from the polysilicon material of the first layer.

In one embodiment, the second layer is substantially
transmissive of a wavelength of incident light, wherein the
wavelength is ultraviolet (UV) or deep ultraviolet (DUV),
and the first layer is substantially absorptive of the wave-
length of incident light. According to one aspect of the
invention, a thickness of the second layer is less than or
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equal to approximately ¥4 of the wavelength of the incident
light. According to another aspect of the invention, a thick-
ness of the first layer is greater than or equal to a thickness
that absorbs substantially all of the incident light received by
the first layer.

The second layer receives a photoresist layer formed
thereupon. The photoresist layer has a photoresist optical
impedance. The second optical impedance is approximately
equal to the photoresist optical impedance at an interface
between the second and photoresist layers.

Another aspect of the invention provides, among other
things, a method. A first layer, having a first optical
impedance, is formed on an integrated circuit substrate. A
second layer, having a second optical impedance, is grown
on the first layer. A photoresist layer, having a photoresist
optical impedance, is formed on the second layer. The
photoresist layer is exposed to incident light having a
wavelength. Substantially all of any of the incident light that
is received by the first layer is absorbed therein.

In one embodiment, the invention provides a method in
which a first layer is deposited on an integrated circuit
substrate using chemical vapor deposition. The first layer
has a first optical impedance and is substantially absorptive
to incident light having a wavelength in one of the ultraviolet
(UV) and deep ultraviolet (DUV) ranges. A second layer is
formed by oxidizing the first layer at a temperature of less
than approximately 300 degrees Celsius. The second layer
has a second optical impedance that depends on its thick-
ness. The second layer is substantially transmissive of
incident light having a wavelength in one of the UV and
DUV ranges. A photoresist layer is formed on the second
layer, and exposed to incident light having a wavelength in
one of the UV and DUV ranges. In this embodiment, an
oxidation time is adjusted to obtain a thickness of the second
layer that approximately matches the second and photoresist
optical impedances.

Thus, the present invention provides, among other things,
an antireflective coating (ARC), such as for use in integrated
circuit lithography. The antireflective coating is interposed
between a photoresist layer and an underlying substrate. One
aspect of the present invention matches an optical imped-
ance at the interface between the antireflective coating and
the photoresist, thereby minimizing reflections. The antire-
flective coating includes an optically absorptive first layer,
and an optically transmissive overlying second layer. The
second layer is formed by oxidizing the first layer at low
temperatures. This provides better control over the thickness
of the second layer, the effective optical impedance of the
antireflective coating, and results in better matching between
the second layer and photoresist optical impedances. This, in
turn, minimizes reflections from the interface between the
second and photoresist layers. Substantially all incident light
is that reaches the first layer is absorbed therein. As a result,
substantially no light reaches the potentially highly reflec-
tive underlying substrate.

The present invention reduces swing effect and notching,
thereby allowing higher resolution photolithography and
higher density integrated circuits. The present invention can
be formed at low temperatures. As a result, the antireflective
coating is particularly compatible with underlying alumi-
num or metal interconnection layers. Such layers are par-
ticularly reflective and have a low thermal budget. The
present invention is also compatible with the ultraviolet
(UV) and deep ultraviolet (DUV) photolithographic expo-
sure wavelengths required for high resolution photolithog-
raphy. Other advantages will also become apparent upon
reading the following detailed description of the invention.
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BRIEF DESCRIPTION OF THE DRAWINGS

In the drawings, like numerals describe substantially
similar components throughout the several views.

FIG. 1 is a cross-sectional view illustrating generally one
embodiment of antireflective techniques according to the
present invention.

FIG. 2 is a generalized graph of optical impedance (Z) vs.
distance (x), where distance x is expressed in terms of a
wavelength (M) of incident light.

DETAILED DESCRIPTION OF THE
INVENTION

In the following detailed description of the invention,
reference is made to the accompanying drawings which
form a part hereof, and in which is shown, by way of
illustration, specific embodiments in which the invention
may be practiced. In the drawings, like numerals describe
substantially similar components throughout the several
views. These embodiments are described in sufficient detail
to enable those skilled in the art to practice the invention.
Other embodiments may be utilized and structural, logical,
and electrical changes may be made without departing from
the scope of the present invention. The terms wafer and
substrate used in the following description include any
structure having an exposed surface with which to form the
integrated circuit (IC) structure of the invention. The term
substrate is understood to include semiconductor wafers.
The term substrate is also used to refer to semiconductor
structures during processing, and may include other layers
that have been fabricated thereupon. Both wafer and sub-
strate include doped and undoped semiconductors, epitaxial
semiconductor layers supported by a base semiconductor or
insulator, as well as other semiconductor structures well
known to one skilled in the art. The term conductor is
understood to include semiconductors, and the term insula-
tor is defined to include any material that is less electrically
conductive than the materials referred to as conductors. The
following detailed description is, therefore, not to be taken
in a limiting sense, and the scope of the present invention is
defined only by the appended claims, along with the full
scope of equivalents to which such claims are entitled.

The present invention provides, among other things, an
antireflective coating (ARC), such as for use in IC photoli-
thography. The antireflective coating is interposed between
a photoresist layer and an underlying substrate. One aspect
of the present invention matches an optical impedance at the
interface between the antireflective coating and the photo-
resist. Substantially all incident light received by the anti-
reflective coating is absorbed in the antireflective coating.
As a result, substantially no light reaches the potentially
highly reflective underlying substrate. Moreover, since the
antireflective coating is formed using low temperature pro-
cess steps, it is compatible for use with underlying metal
(e.g., aluminum, copper, etc.) layers. Such metal layers are
particularly reflective and cannot withstand high tempera-
ture processing.

The present invention reduces swing effect and notching,
thereby allowing higher resolution photolithography and
higher density integrated circuits. The present invention is
also compatible with the ultraviolet (UV) and deep ultra-
violet (DUV) photolithographic exposure wavelengths
required for high resolution photolithography. In this
application, DUV includes those wavelengths that are less
than or equal to approximately 254 nanometers (e.g., includ-
ing 193 nanometers, 248 nanometers, and other
wavelengths). UV includes those wavelengths in the
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approximate range of 313 nanometers (e.g., up to near-UV
wavelengths of approximately 450 nanometers and down to
the DUV wavelengths of approximately 254 nanometers).
However, it is understood that the present invention is not
limited to UV and DUV exposure wavelengths. The inven-
tion also includes the use of any other exposure wave-
lengths. Other advantages will also become apparent upon
reading the following detailed description of the invention.

Minimizing Reflections at Photoresist Interface

FIG. 1 is a cross-sectional view illustrating generally, by
way of example, but not by way of limitation, one embodi-
ment of antireflective techniques according to the present
invention. In FIG. 1, substrate 100 includes any wafer or
substrate, including any topology or structures previously
fabricated thereupon, such as transistors or other circuit
elements, interconnection lines (e.g., aluminum, copper,
refractory metals, or other conductive material), insulators
for isolating circuit elements or interconnection lines, semi-
conductor structures, or any other integrated circuit compo-
nent. First layer 105 and second layer 110 together form a
backside antireflective coating (ARC), also referred to as an
antireflective layer (ARL), which is interposed between
substrate 100 and photoresist layer 115. Second layer 110 is
grown by oxidizing first layer 105, as described below.
Photoresist layer 115 is formed on a working surface 110A
of second layer 110. Photoresist layer 115 is selectively
exposed to incident light 120 using a photolithographic
mask 125 overlying photoresist layer 115. Mask 125
includes a pattern of transmissive (clear) portions 125A and
absorptive (opaque) portions 125B, which are characterized
as transmissive or absorptive for a particular wavelength of
the incident light 120.

The antireflective coating formed by first layer 105 and
second layer 110 decreases reflections of incident light 120
from substrate 100 back into photoresist layer 115. Such
reflections result in reduced definition exposure of the
photoresist layer 115 (e.g., swing effect and notching), as
described above. Higher density ICs require improved pho-
tolithographic resolution. Improved photolithographic
resolution, in turn, requires shorter wavelengths of incident
light 120 in order to limit diffractive effects. However,
shorter wavelengths of incident light 120, such as ultraviolet
(UV) and deep ultraviolet (DUV) wavelengths, typically
result in increased reflection from the working surface 100A
of underlying substrate 100 when conventional photolitho-
graphic techniques are used. Moreover, certain substrate
materials, such as aluminum, copper, and other interconnec-
tion conductors, are highly reflective to incident UV and
DUV light.

According to one aspect of the present invention, as
described below, first and second layers 105 and 110,
respectively, minimize reflection of incident light 120 back
into the photoresist layer 115 from the surface 110A of
second layer 110. Moreover, incident light 120 that is
transmitted through substantially transmissive second layer
110, such that it reaches into absorptive first layer 105, is
substantially absorbed in first layer 105. As a result, incident
light 120 does not reach the surface 100A of reflective
substrate 100, and is not reflected therefrom.

According to another aspect of the present invention,
reflections from surface 110A of second layer 110 are
minimized by matching, at surface 110A, an optical imped-
ance Z;;, of second layer 110, to a respective optical
impedance Z,;5s of photoresist layer 115. A magnitude of
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reflection coefficient K, at surface 110A is illustrated by
Equation 1.
Zyyo —Zus| )

[Ki10al =
Zio +Zus

In Equation 1, K, is the reflection coefficient at surface
110A, Z,,, is the optical impedance of second layer 110 at
surface 110A, and Z, 5 is the optical impedance of photo-
resist layer 115 adjacent to surface 110A. According to one
aspect of the invention, the optical impedance Z,,, of
second layer 110 is complex-valued (i.e., having both real
and imaginary parts, Z=R+jX), allowing easier matching to
the optical impedance Z,,5 of photoresist layer 115, which
is typically also complex-valued for common photoresist
layer 115 materials. As the numerator of Equation 1
indicates, better matching of Z,,, and Z,,5 at surface 110A
allows minimization of the magnitude of the reflection
coefficient K;,q, at surface 100A. This minimizes reflec-
tions of incident light 120 at surface 110A that cause swing
effect and notching.

In one example of the present invention, each of the real
and imaginary parts of Z,,, and Z,,5 are matched to respec-
tive real and imaginary parts of the other of Z,,, and Z, 5 at
surface 110A. In another example of the present invention,
the magnitudes of the complex-valued optical impedances
Z410 and Z, 5 are matched to each other at the surface 100A.
Alternatively, only the real parts of the optical impedances
Z,,, and Z ;5 (i.e., the optical absorptivities) are matched to
each other at surface 110A.

According to another aspect of the invention, the optical
impedance Z,,, of second layer 110 substantially exceeds
the optical impedance Z,,5 of first layer 105. The effective
optical impedance at surface 110A, looking toward substrate
100, is the optical impedance Z,,, when terminated by Z, 5.
In this embodiment, since Z,,5 is negligible in comparison
with Z,,,, the effective optical impedance at surface 110A,
looking toward substrate 100, is approximately equal to the
optical impedance Z,,, of second layer 110, when as if
terminated by a short circuit, or a very small impedance
Zyos-

Second Layer Thickness and Optical Impedance

According to one aspect of the invention, a thickness 110¢
of second layer 110 is selected to obtain a desired optical
impedance Z,,, that approximately matches the photoresist
optical impedance Z,,s. According to another aspect of the
invention, second layer 110 is formed by oxidation of first
layer 105. The exact thickness 110¢ is adjusted by, among
other things, adjusting the oxidation time. Alternatively,
other process conditions (e.g., ambient temperature) are
adjusted to obtain the desired thickness 110« Because oxi-
dation offers relatively precise control over the resulting
thickness 1107 of second layer 110, it also obtains relatively
precise control over the resulting optical impedance Z,,.
This, in turn, allows good matching of Z,,, and Z,,,
thereby minimzing reflections at the surface 110A.

FIG. 2 is a generalized graph of optical impedance (Z) vs.
distance (x), where distance (x) is expressed in terms of the
wavelength (1) of the incident light 120, for a layer that is
terminated by or disposed over a strongly absorbing under-
lying layer. As illustrated in FIG. 2, a complete range of
optical impedances Z,,, is obtainable in second layer 110.
The complete range of optical impedances Z,,, is repeated
in second layer 110 at intervals of % wavelength of the
incident light 120. Moreover, sign-changes in the optical
impedance Z,,, exist at % wavelength intervals, and dis-
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continuities in the optical impedance Z,,, exist at ¥ wave-
length intervals. By appropriate selection of the thickness
1107 of second layer 110, the present invention accurately
matches the optical impedance Z,,, of second layer 110 to
the optical impedance Z,;5 in photoresist layer 115 at
surface 110A for a photoresist layer 115 of any material and
optical impedance Z, .

In one embodiment, for example, the thickness 110 of
second layer 110 is less than or equal to % of the wavelength
of the incident light 120, since a complete range of optical
impedances Z,,, is obtainable within that distance. For
example, in one embodiment, the thickness 110¢ of second
layer 110 is approximately less than or equal to 425 ang-
stroms (e.g., 50 A, 100 A, 150 A, 200 A, 250 A, 300 A, 350
A, 400 A) A thickness Hot that is less than or equal to 425
angstroms is less than or equal to % of the wavelength of
incident light 120 when the incident light 120 includes
wavelengths exceeding 170 nanometers in oxide second
layer 110. A wavelength of approximately 170 nanometers
in oxide second layer 110 corresponds to a wavelength of
approximately 248 nanometers in air. This includes both UV
and DUV wavelengths of incident light 120.

Another embodiment of the present invention, however,
uses a thickness of second layer 110 that exceeds % wave-
length of the incident light 120. Since a complete range of
magnitudes of optical impedances Z,, is available in each
Y4 wavelength interval, the thickness of second layer 110 can
also exceed % wavelength of incident light 120, as seen in
FIG. 2, while still providing the desired impedance matching
properties at surface 110A. If process constraints make it
difficult to obtain the desired thickness 110¢ of second layer
110 that is less than % wavelength of the incident light 120,
a thickness 110r that is between % and ¥ of the wavelength
of the incident light 120, for example, is used instead.
Similarly, if process constraints make it difficult to obtain the
desired thickness 1107 of second layer 110 that is less than
% wavelength of the incident light 120, a thickness 110¢ that
is between ¥ and % of the wavelength of the incident light
120, for example, is used instead.

First Layer Thickness and Optical Impedance

According to one aspect of the invention, the thickness
105r of first layer 105 is selected such that any incident light
120 received by first layer 105 is substantially absorbed or
extinguished therein. According to another aspect of the
invention, second layer 110 is formed by oxidation of first
layer 105. Oxidation of first layer 105 consumes a portion of
the originally formed thickness of first layer 105.
Accordingly, FIG. 1 illustrates the thickness 105f remaining
after oxidation of first layer 105 to form second layer 110.

In one embodiment, the present invention provides a
strongly absorptive first layer 105 that is thick enough to
substantially absorb all of the UV or DUV incident light 120
that reaches first layer 105, as described below. This pre-
vents any reflections from surface 100A of underlying
substrate 100, which is potentially highly reflective. The
exact thickness 1057 of first layer 105 varies according to,
among other things, the wavelength of the incident light 120,
the degree of optical absorption expected in overlying
second layer 110, the degree of optical absorption expected
in first layer 105, and the desired degree to which the
incident light 120 is extinguished in first layer 105. In one
example, thickness 1057 is large enough to absorb 95% of
the incident light 120 that penetrates into first layer 105. In
other embodiments, the thickness 105¢ is selected for a
different degree of absorption (e.g., 25%, 50%, 75%, 99%,
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etc). In one example, first layer 105 has a thickness 105¢ that
is greater than or equal to a value approximately between
100 angstroms to 200 angstroms. If a lesser degree of
antireflective protection is required, then less optical absorp-
tion in first layer 105 is required, and strongly absorptive
first layer 105 can have a lesser thickness 105¢ (e.g., 10
angstroms, 50 angstroms, etc.). If process constraints so
require, first layer 105 can also have a thickness 105¢ that
exceeds 200 angstroms.

Materials of First and Second Layers

In one embodiment, for example, a material composition
of first layer 105 includes polysilicon germanium (poly-
SiGe). The poly-SiGe first layer 105 is deposited, such as by
chemical vapor deposition (CVD) to an as-deposited thick-
ness of approximately 400 angstroms. One embodiment uses
low-pressure chemical vapor deposition (LPCVD) by
pyrolysis of SiH, and GeH, at a temperature as low as
approximately 400 degrees Celsius. For example, see T. J.
King et al., “Deposition and Properties of Low-Pressure
Chemical-Vapor Deposited Polycrystalline Silicon-
Germanium Films,” J. Electrochemical Soc., Vol. 141, No.
8, pp- 2235-41, August 1994, which is incorporated herein
by reference. The poly-SiGe first layer 105 is strongly
absorptive to UV and DUV wavelengths of incident light
120.

In one embodiment, second layer 110 includes an oxide
that is grown by oxidizing the poly-SiGe first layer 105. In
one example, second layer 110 is formed by oxidizing the
poly-SiGe first layer 105 using electron cyclotron resonance
(ECR) plasma at a low temperature (e.g., as low as room
temperature of approximately 25 degrees Celsius). For
example, see P. W. Li et al., “Formation of stoichiometric
SiGe oxide by electron cyclotron resonance plasma,”
Applied Physics Letters, Vol. 60, No. 26, pp. 3265-67, June
1992, which is incorporated herein by reference.
Alternatively, second layer 110 is formed by oxidizing the
poly-SiGe first layer 105 using non-ECR mode microwave
plasma at a low temperature (e.g., approximately between
200 degrees Celsius and 300 degrees Celsius). In one
embodiment, the resulting thickness 110¢ of second layer
110 is approximately less than 425 angstroms, leaving a
thickness 1057 of approximately 200 angstroms of underly-
ing poly-SiGe first layer 105.

As described above, the exact thickness 1107 of second
layer 110 is selected to match the optical impedances Z,,,
of second layer 110, and Z, , 5, of photoresist layer 115. Since
the thickness 1107 is determined by the oxidation step
forming second layer 110, it is relatively easy to control.
Accordingly, the present invention provides a more pre-
cisely controlled thickness hot, thereby better matching the
optical impedances Z,,, and Z,,s. By contrast, a more
conventional technique that deposits layers to form the
antireflective coating would not provide such a well-
controlled thickness 1107 for precisely matching optical
impedances Z,,, and Z,,5.

Moreover, since the above-described steps of forming first
layer 105 and second layer 110 are carried out at low
temperatures, they are capable of use in conjunction with
low thermal budget materials (e.g., aluminum or other
metals) formed on substrate 100. By contrast, using a more
conventional oxidation technique to form second layer 110
would require a high temperature process step that would be
incompatible with an underlying layer of aluminum, another
metal, or any other material that is sensitive to subsequent
high temperature processing.
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In an alternative embodiment, for example, first layer 105
includes polycrystalline silicon (poly-Si), which is also
strongly absorptive to UV and DUV wavelengths of incident
light 120. In this embodiment, second layer 110 includes
silicon dioxide (SiO,). The poly-Si first layer 105 is
deposited, such as by chemical vapor deposition (CVD) to
an as-deposited thickness of approximately 400 angstroms.
Second layer 110 includes an oxide that is grown by oxi-
dizing the poly-Si first layer 105 at low temperatures. One
example uses electron cyclotron resonance (ECR) plasma
oxidation, as described above. Another example uses non-
ECR mode microwave plasma at a low temperature (e.g.,
approximately between 200 degrees Celsius and 300 degrees
Celsius), as described above. In one embodiment, the result-
ing thickness 110¢ of second layer 110 is approximately less
than 425 angstroms, leaving a thickness 105¢ of approxi-
mately 200 angstroms of underlying poly-Si first layer 105.
This embodiment also provides precise control of thickness
1107 for better matching optical impedances Z,,, and Z,;s,
and low temperature processing that is capable of use with
underlying aluminum, metal, or other low thermal budget
materials.

Though the above examples illustrate particular material
compositions of each of first layer 105 and second layer 110,
the present invention is understood to include, among other
things, the use of any materials providing a strongly absorp-
tive or low optical impedance first layer 105, the low
temperature oxidation of which is used to grow second layer
110.

Conclusion

As described above, the present invention provides,
among other things, an antireflective coating (ARC), such as
for use in integrated circuit lithography. The antireflective
coating is interposed between a photoresist layer and an
underlying substrate. One aspect of the present invention
matches an optical impedance at the interface between the
antireflective coating and the photoresist, thereby minimiz-
ing reflections. The antireflective coating includes an opti-
cally absorptive first layer, and an optically transmissive
overlying second layer. The second layer is formed by
oxidizing the first layer at low temperatures. This provides
better control over the thickness of the second layer, the
effective optical impedance of the antireflective coating, and
results in better matching between the second layer and
photoresist optical impedances. This, in turn, minimizes
reflections from the interface between the second and pho-
toresist layers. Substantially all incident light is that reaches
the first layer is absorbed therein. As a result, substantially
no light reaches the potentially highly reflective underlying
substrate.

The present invention reduces swing effect and notching,
thereby allowing higher resolution photolithography and
higher density; integrated circuits. The present invention can
be formed at low temperatures. As a result, the antireflective
coating is particularly compatible with underlying alumi-
num or metal interconnection layers. Such layers are par-
ticularly reflective and have a low thermal budget. The
present invention is also compatible with the ultraviolet
(UV) and deep ultraviolet (DUV) photolithographic expo-
sure wavelengths required for high resolution photolithog-
raphy. Other advantages are also described in the above
detailed description of the invention.

It is to be understood that the above description is
intended to be illustrative, and not restrictive. Many other
embodiments will be apparent to those of skill in the art
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upon reviewing the above description. The scope of the
invention should, therefore, be determined with reference to
the appended claims, along with the full scope of equivalents
to which such claims are entitled.

What is claimed is:
1. An antireflective coating, comprising:

a first layer formed on a substrate and having a first optical
impedance; and

a second layer formed on the first layer and having a
second optical impedance, wherein the second layer
has a thickness that is determined by a grown oxidation
of the first layer.

2. The antireflective coating of claim 1, in which the
second optical impedance exceeds the first optical imped-
ance.

3. The antireflective coating of claim 1, in which the first
layer comprises a polysilicon germanium material and the
second layer comprises an oxide that is grown from the
polysilicon germanium material of the first layer.

4. The antireflective coating of claim 1, in which the first
optical impedance is approximately equal to that in which
the first layer consists essentially of a polysilicon germa-
nium material, and the second optical impedance is approxi-
mately equal to that in which the second layer consists
essentially of an oxide grown from the polysilicon germa-
nium material.

5. The antireflective coating of claim 1, in which the first
layer comprises a polysilicon material and the second layer
comprises an oxide that is grown from the polysilicon
material of the first layer.

6. The antireflective coating of claim 1, in which the first
optical impedance is approximately equal to that in which
the first layer consists essentially of a polysilicon material,
and the second optical impedance is approximately equal to
that in which the second layer consists essentially of an
oxide grown from the polysilicon material.

7. The antireflective coating of claim 1, in which the
second layer is substantially transmissive of a wavelength of
incident light, wherein the wavelength is approximately less
than or equal to 248 nanometers, and the first layer is
substantially absorptive of the wavelength of incident light.

8. The antireflective coating of claim 7, in which the
thickness of the second layer is less than or equal to
approximately % of the wavelength of the incident light.

9. The antireflective coating of claim 1, in which the
thickness of the second layer is less than or equal to
approximately 425 angstroms.

10. The antireflective coating of claim 1, in which a
thickness of the first layer is greater than or equal to a
thickness that absorbs substantially all of the incident light
received by the first layer.

11. The antireflective coating of claim 1, in which a
thickness of the first layer, before forming the second layer,
is approximately 400 angstroms.

12. The antireflective coating of claim 1, in which a
thickness of the first layer, after forming the second layer, is
approximately between 100 angstroms and 200 angstroms.

13. The antireflective coating of claim 1, in which the
second layer is substantially transmissive of a wavelength of
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incident light, wherein the wavelength is ultraviolet or deep
ultraviolet, and the first layer is substantially absorptive of
the wavelength of incident light.

14. The antireflective coating of claim 13, in which the
wavelength of the incident light is selected from one of
approximately 193 nanometers and approximately 248
nanometers.

15. The antireflective coating of claim 1, in which the
second layer receives a photoresist layer, formed thereupon,
the photoresist layer having a photoresist optical impedance.

16. The antireflective coating of claim 15, in which the
second optical impedance is approximately equal to the
photoresist optical impedance at an interface between the
second and photoresist layers.

5
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17. The antireflective coating of claim 15, in which the
second and photoresist optical impedances are complex.

18. The antireflective coating of claim 17, in which
magnitudes of the second and photoresist optical imped-
ances are substantially matched at an interface therebe-
tween.

19. The antireflective coating of claim 17, in which real
parts of the second and photoresist optical impedances are
substantially matched at an interface therebetween.

20. The antireflective coating of claim 1, in which the
substrate is an integrated circuit substrate.

#* * #* * #*
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