@ ENGINEERING MATERIAL SPECIFICATION

Material Name

Specification Nunber

SOLDER PASTE (63 Tin/37 Lead, RMA Elux. No-Clean) WSF-M1la44-A

1. SCOPE
The material defined by this specification is a RMA 63 Sn/37 Pb solder
paste. This solder paste is a homogeneous suspension of a prealloyed
solder powder in a specially formulated screening and fluxing vehicle
system.

2. APPLICATION

This specification was released for conductive material used as a
printable solder for surface mount connections and other applications
where the use of a corrosive flux must be avoided. Post reflow cleaning
may not be required. This solder paste was designed to be stencil
printed on circuit boards and reflowed using infrared soldering.

3. REQUIREMENTS

This solder paste is a homogeneous suspension of a prealloyed solder
powder in a specially formulated fluxing vehicle. All qualification
testing shall be done at 25 +/- 2 C and 50 +/- 3 % relative humidity,
unless otherwise specified.

3.1 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.

3.2 COMPOSITION
(IPC-SP-819, Section 4.4, 50 gram sample required)

Solder Metal 89 - 90 % (weight percent)
Vehicle Balance .
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ENGINEERING MATERIAL SPECIFICATION

3.2.1 Solder Metal Composition, Atomic Percent
(ASTM B 32, Grade 63 B)

WSF-M11A44-A

Tin 62 - 64
Zinc 0.005 max
Antimony 0.20 - 0.50
Bismuth 0.25 max
Copper 0.08 max
Iron 0.02 max
Aluminum 0.005 max
Other Elements 0.08 max
Lead Remainder

3.2.2 Vehicle Composition, weight percent
(IPC-SP-819, Section 4.4, 50 gram
sample required)

Bake reflowed solder bead at 160 C for 5 hr and calculate
flux percent using the following equation:

Wp - We - Wb x 100 = WE &
Wp - We

Wp = Weight of paste before reflow
Wc = Weight of cleaned solder bead
Wb = Weight of baked solder bead
WE % = Weight percent of flux

Flux 74 %
Solvent Balance

3.3 VISCOSITY
(IPC-TM-650, spiral pump viscometer)

10 RPM 2070 - 2530 cps

15 RPM 1665 - 2035 cps

20 RPM 1440 - 1760 cps

30 RPM 1125 - 1375 cps
3.4 SLUMP

(IPC-SP-819, Section 4.6.2, Modified)

Modification requires the use of the stencil in Figure 1 to deposit
solder paste using a steel squeegee.

Patterns 1 & 2 Patterns 3 & 4

Specimen 1 No bridge above No bridge above
0.41 mm spacing 0.20 mm spacing

Specimen 2 No bridge above No bridge above
0.48 mm spacing 0.25 mm spacing
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