ENGINEERING MATERIAL SPECIFICATION

Material Name

Specification Number

SOLDER PASTE - TIN BASED WSB-M11A42-A

1. SCOPE

The material defined by this specification is a tin based, self-fluxing,
body solder paste.

2, APPLICATION

This specification was released for lead free material used for tinning
metal surfaces preparatory to body contour soldering. It was designed to
be used in conjunction with WSB-M11A41-A solder.

3. REQUIREMENTS

3.1

3.2

3.3

STATISTICAL PROCESS

Suppliers must conform to the requirements of Ford Quality System
Standard Q-101. A mutually acceptable Control Plan as described
therein is required for material/source approval. Appropriate
statistical tools must be used to analyze process/product data so
that variation in the final product is continuously reduced,.

INFRARED SPECTROPHOTOMETRY AND/OR THERMAL ANALYSIS

Ford Motor Company, at its optionm, may conduct infrared and/or
thermal analysis of material/parts supplied to this specification.
The IR spectra and thermograms established for initial approval
shall constitute the reference standard and shall be kept on file
at the designated material laboratory. All samples shall produce
IR spectra and thermograms that correspond to the reference
standard when tested under the same conditions.

PASTE COMPOSITION (Weight Percent)
(ASTM D 4055 modified. Solder
isokated using water and 0.6 micron
filter, flux obtained by difference)

Solder 58.0 - 62.0
Flux 38.0 - 42.0
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3.4 SOLDER COMPOSITION (Weight Percent
(Inductively Coupled Plasma Emission
Spectrometry. Solder isolated by

ASTM B 486)

Copper 0.1 max
Zinc 0.010 max
Lead 0.1 max
Arsenic 0.02 max
Iron 0.15 max
Other ' 0.03 max
Tin Remainder

3.5 FLUX COMPOSITION

Weigh a portion of solder paste calculated to contain 10 g of flux,
as determined in Paragraph 3.3, into a 1000 ml volumetric flask and
dilute to volume. Mix well and allow the solder to settle.
Analyze the flux by removing aliquots. of sample from above the
settled solder. '

Total Chlorides as Cl 11.0 min
(FLIM AK 115-1)

Total Acidity as HCl 3.5 max
(FLTM AK 106-1, modified,
titration with 0.5 N NaOH)

Zinc Chloride as ZnCl2 14.5 max
(Calculated based on total Cl and HCl)

Water-Miscible Solvent 2.0 max

(FLTM AK 117-1) .

Water . Remainder

(ASTM D 95)

Other Less than 1.0 &
(By difference)

PH, 1 & solution by weight, 25 C 1.0 - 2.0
(ASTM E 70)

3.6 STABILITY

Material shall permit standing in original container without
caking.

3.7 QUALITY

The material, when applied to a wire brushed metal surface and
melted with a torch, shall produce a good tinned surface when wiped
with a clean soft cloth.
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