Engineering Material Specification

Material Name

Specification Number

FLUX, ACTIVATED ROSIN (35%) ESF-M13B42-A

1. SCOPE

The material defined by this specification is a non-corrosive soldering flux that consists of
pure water-white gum rosin in aleohol, to which has been added a small amount of activating
materials.

2.  APPLICATION

This specification was released originally for material used as flux for the wave soldering of
the printed circuit on the transistorized alternator regulator.

3.  REQUIREMENTS

3.1 SPECIFIC GRAVIT% 0.890 - 0.920
(ASTM D 154, at 15°C)
3.2 VISCOSITY #3 FORD CUP 15-20 seconds
(FLTM BI 11-1)
3.3 SOLIDS, min 35%
(FLTM BI 2-1)
3.4 ASH, max 0.109
(ASTM D 1063)
3.5 CORROSION ACTIVITY None
Test Method: Form a loop (5 samples ) of a 12 in (300 mm) length of copper wire
(ESF-M2L1-A) and twist ends together for distance of approximately 1 in (25 mm),
with & minimum of 5 turns. Immerse the twisted end into the flux sample; then into
a soldering pot of 50/50 tin lead solderb The soldered samples are placed into a
humidity cabinet 98 + 2% R.H. at 38 + 17C for 72 hours. There shall be no evidence
of eorrosion of samples when viewed under a low power mieroscope.
3.6 ACTIVITY Area min
Total Partial
0.7750 in% (500 mm?)  0.6665 inZ (430 mm?)
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3.7

Test Method:

Use copper coupon 1-3/8 in (35 mm) sq. - 0.013 in (0.33 mm) thick and clean with
stainless steel wool. Cgrefu]ly vapor degrease with CCl,; oxidize in electric oven
for 1-1/2 hours at 210 C. Be sure to have coupons a% same level in the oven.
Coupons removed from oven and placed in clean tightly sealed glass jars until
needed. Solder samples are cut and weighed on an analytical balance to a weight of
0.5 + 0.01 g. These samples are also placed in a glass jar until needed. The solder
used is Solid Wire Solder - 50/50 alloy; 0.125 in (3.18 mm) diameter, meeting ASTM
B 32 Alloy 50B. A holding pot of molten solder is brought up to a temperature of
2857C. A piece of aluminum is floated on top of the molten solder. (The thickness
of the aluminum is 0.062 in (1.57 mm). The solid solder sampie in the form of a tight
"W" (for 0.5 g) is placed on the oxidized copper coupon, 4 drops of flux is added
directly on the coupon. The coupon is then immediately placed on the aluminum.
The solder is left to spread in the flux remover, cleaned and marked. The spread is
then measured by a K & E Plainmeter (Model 4236). Seven samples are tested and
four readings taken on each spread. The average on each coupon and on the seven
samples is then computed. After spreading the solder pulls back from the area of
maximum spread (dewetting) so that two areas of spread are measured on each
coupon. The maximum is recorded as "Total" and the minimum as "Partial".

SUPPLIER'S RESPONSIBILITY
Material supplied to this specification must be equivalent to that originally

approved. Changes in formulation or processing shall not be made without prior
approval as deseribed in Supplier Procedure [-A.

4. APPROVAL OF SUPPLIERS

Suppliers to this specification must be approved by the affected Product Engineering Office.
Procedure for gaining approval of a specific material to a new/existing ES-M specification is
contained in Supplier Procedure I~A. Approved new suppliers will be added to the
Engineering Materials Approved Source List.
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