AXEAICAN SOCIETY FOR TESTING MATZRIALS
COMGTTEZ Dad ON NOM-FIRAOUS METALS AMD ALLOTS

MILIMTIARY TRIFT DATED JUNE 25, 1952
PROOSEY SPECIMICATION FOR
ROSIE FLUX CGRED SAUDR

Potal Conpasition
oys shall conform to ASTM Tentative Specification for Soft Solder
Motal, BJZ-LBT of latest iszue thereol,

Core Sisa

Ths tubular metal wire shall have one central hole or more than one hde
symotrically spaced, unless otierwise specified. Theco cavities are to be fillud
with the specified flux. The size of the core or cures is based on the specified

weight of fluxs

2,25 dasired, 1inits 1,76 to 2.84
{for Oradcs 35 and higher)

3435 dexirsd, liadts 2.04 to 3.9k
(for Grades 3O and lower)

Ss0 of Wire
e size of wire is to De svocified proferably froa commorcially
svallable sizes. Dianetors are to de specified in inchcs as for exasples

0,155¢ 0.083"
C.125° 0.072¢
0.120° 0,065"
0.109" 0.0:0*
0.095" o.on*
[lux Typos
1o Rosin

The flux shall bo at least emivalent to commercial grade W
(¥ator Wnite) rosin, Additive agents aro prohibited,

2. Pipstic Rostn
Flux similar to Ko« 3 to which §s added 8 to 1L% by weight of
turpentine.

3. Kodified Rosin

Composition and/or parformance are to be as specified by mutual
sgrecnent botween producer and consumer. It shall be free from
sy materials which will havo a toxtc effect on porsons using those

solders in production soldering, unless otharwise agread upon,
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Mﬁ'iﬂll Anihbl_o__gmln‘ Ceu'a ard Sc=santy
“3e 1, 5, 10, 25, 50 and 65 pound spools.
2. 5, 10, and 25 pound coilse
3. Sepurts cut from wire,

thod of 8
One test end from each of 3 spocle per lot of 1,000 1bs, or loss.
One toat end from each of § spools per lot of 1,731 to 10,000 1bse

One test end from each of 10 spools per lot of 10,001 1bs, or moro.

A tost end 18 obtainod by cutting back six foat of wire from the {roe
ond of the spool and than taking the noxt six feet for the test end.

Pothod For Detorndndng Weight af Flux

E

Joreelain Crucihle

ent
S{1icone 0i) (High flash and boiling point, 1w wvolatility)
Procodure

Saloct & 20 graa sonple of a cored soldor and wipe the surfaco with a
clean cloth. Dotormino thn weizht of tho sample to 0.0 gram. Roll tho silder
into a small ball by winding uoauaol!tmndleloan‘,l;ul rod. Place the
ball of soldar in a cloan crucible, add sufficiont oil to completoly cover the
#0lder and heat at the liquidus tomperaturo ( 4507 <O'F) of tho soldure until it
is complotoly molten. Carofully stir the molton solder 3 few timos to freo ary
entrappyd flux. Allow thy solder to cool until it solidifios, then rescvo it
rom the crucible, wash thoroughly with alcohol, dry and woigh the solder sluge

CALCTLATION

]
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Initial Weight  Final Neight

Por cont of Nux & of Cored Solder - of Soldor 100
Yoltial Welght of Cored SoldoF

RIRUIRACENTS

1, The flux i3 to be permanently contained in tho wire until hested for
spplication.

o Thirty mirutes after soldor is applied, the rosidual flux (applicablae
to Type 1). (A) sh,ll not be roadily indented by the fingornail, (B) sball permit

easy removal of applied powdersd chalk or cotton wool with light brushinge

® See ASTM MJ2 407
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