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COMMERCIAL ITEM DESCRIPTION

FLUX, SOLDERING, NON-ELECTRONIC, PASTE AND LIQUID

The General Services Administration has authorized the use of this
commercial item description.

1. ABSTRACT

1.2 Abstract. This description covers soldering flux of the standard
commercial type which is intended to be used in soldering copper, copper-base
alloys, tin plate, carbon steels, alloy steels, corrosion resistant steels,
and chromium alloys. This flux is not intended for use in soldering electronic
or electrical circuits.

2. CLASSIFICATION

2.1 Classification. This description covers soldering fluxes of the
following types and forms. The type and form to be furnished for a specific
procurement shall be as specified (see 7.2).

Type I - For use with tin-lead solders for joining copper, copper-base
alloys, tin plate, carbon steels, alloy steels, and corrosion
resistant steels.

Form A - Paste.
Form B - Liquid.

Type II - For use in soldering chromium alloys.
Form B - Liquid.

1
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3. SALIENT CHARACTERISTICS

3.1 Materials. The materials used in compounding the fluxes shall be of a
quality necessary to produce a flux to meet the requirements specified herein.

3.2 Safety. The soldering fluxes shall not emit fumes in sufficient volume
to become noxious when heated to soldering temperatures with ventilation equal
to four air changes per hour.

3.3 Marking. Each container shall be permanently marked or labeled as to
manufacturer, part number, and the following statement, "Not for use on
electrical or electronic components". Any flux containing zinc chloride shall
have the following information printed on the container, "Contains zinc
chloride".

3.4 Performance.

3.4.1 Type I, forms A and B. The type I flux shall be capable of
protecting copper, copper-base alloys, tin plate, carbon steel, alloy steels,
and corrosion resistant steels from oxidation and be capable of reducing and
dissolving a thin film of oxides which may be present. The form A flux shall
be of uniform consistency, shall spread easily, and adhere uniformly. The
form B flux shall wet easily and adhere to clean metal.

3.4.2 Type II, form B. The type II flux shall be capable of reducing
chromium oxide surface films and shall be suitable for use in soldering
chromium alloys. Form B flux shall wet easily and adhere to clean metal.

3.5 General requirements.

3.5.1 Environmental Protection. During the manufacture of the flux,
materials hazardous to the ecological system as prohibited by Federal, state,
or local statutes in effect on the date of the contract shall not be used.

4. REGULATORY REQUIREMENTS

4.1 Recovered materials. The contractor is encouraged to use recovered
materials in accordance with Public Law 94-580 to the maximum extent possible.

5. QUALITY ASSURANCE PROVISIONS

5.1. Contractor certification. The contractor shall certify and maintain
substantiating evidence that the product offered meets the salient
characteristics of this commercial item description, and that the product
conforms to the producer’s own drawings, specifications, standards, and
quality assurance practices. The Government reserves the right to require
proof of such conformance prior to first delivery and thereafter as may be
otherwise provided for under the provisions of the contract.
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5.2 Responsibility for inspection. Unless otherwise specified in the
contract, the contractor is responsible for the performance of all inspection
requirements as specified herein. Except as otherwise specified in the
contract, the contractor may use their own or any other facilities suitable
for the performance of the inspection requirements specified herein, unless
disapproved by the Government. The Government reserves the right to perform
any of the inspections, set forth in this description where such inspections
are deemed necessary to assure that supplies and services conform to prescribed
requirements.

5.3 Responsibility for compliance. All items shall meet the requirements
specified herein. The inspection set forth in this description shall become
a part of the contractors overall inspection system or quality program. The
absence of any inspection requirements in the description shall not relieve
the contractor of the responsibility of ensuring that all products or supplies
submitted to the Government for acceptance comply with all requirements of the
contract. Sampling inspection, as part of manufacturing operations, is an
acceptable practice to ascertain conformance to requirements, however, this
does not authorize submission of known defective material, either indicated or
actual, nor does it commit the Government to accept defective material.

5.4 Quality conformance. Unless otherwise specified, a soldering test
shall be performed using a flux sample which is selected from the batch or
batches used to fill the requirements of a specific contract. A batch is
defined as all the flux of the same type and form produced from the same group
of raw materials under essentially the same conditions.

5.5 Soldering test, type I, forms A and B. Test pieces 2 inches square
shall be prepared from sheet copper, tin plate, and carbon steel. A surface
of each of the test pieces shall be cleaned to a bright finish and coated with
a thin film of the flux from the sample. A pool of 50/50 tin-lead solder shall
be melted on the fluxed surfaces. The fluxed area shall be covered with a
bright continuous tightly adhering coat of solder without porosity. A copper
wire approximately 0.0508 inch in diameter shall be soldered to the center of
each piece of metal. Approximately 1/2 inch of wire shall be in contact with
the test piece. Tension shall be applied to the wire in a direction parallel
to the solder plane until the wire breaks. Failure of the wire outside of the
solder joint shall be indicative of an acceptable flux.

Failure of the solder joint shall be cause for rejection of the flux.

5.6 Soldering test, type II, form B. Three test pieces 2 inches square
shall be prepared from sheet chromium alloy. A surface of each test piece
shall be cleaned to a bright finish and coated with a thin film of flux from
the sample. A pool of 50/50 tin-lead solder shall be melted on the fluxed
surfaces. The fluxed area shall be covered with a bright continuous tightly
adhering coat of solder without porosity. A copper wire approximately 0.0508
inch in diameter shall be soldered to the center of each piece of metal.
Approximately 1/2 inch of wire shall be in contact with the test piece.
Tension shall be applied to the wire in a direction parallel to the solder
plane until the wire breaks. Failure of the wire outside of the solder joint
shall be indicative of an acceptable flux. Failure of the solder joint shall
be cause for rejection of the flux.
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6. PRESERVATION, PACKAGING, LABELING, AND MARKING
6.1 Preservation, packaging, labeling, and marking. Preservation,
packaging, labeling, and marking shall be as specified in the contract or
order.
7. NOTES
7.1 Ordering data. Purchasers should select the preferred options
permitted herein, and include the following information in procurement
documents:
a. Title, number, and date of this commercial item description.
b. Type, form, and quantity required.
c. Size of unit package.
7.2 Part identification number. The following part identification
numbering procedure is for Government purposes and does not constitute a

requirement for the contractor.

A51145

X
|
|
|
|

Form: Form A - Paste
Form B - Liquid

Type: 1 - Type I - For use with tin-lead solder
2 - Type II - For use with chromium alloys

CID number

7.3 Caution. Flux furnished under this CID may be corrosive. Flux residue
should be removed according to the manufacturer’s recommendation.

7.4 Preparing activity. This document was prepared at the Defense
Industrial Plant Equipment Center, 2163 Airways Blvd., Memphis, TN 38114-5213,
phone number, commercial 901-775-4749, DSN 683-4749.

7.5 National Stock Numbers (NSNs). The following NSNs may be procured
using this document. This list of NSNs should not be construed to be a
complete list.

3439-00-255-4571
3439-00-629-7489
3439-00-145-9132
3439-00-255-9935



MILITARY INTEREST:

Custodians
Army - AL
Navy - SH

Air Force - 99
Review Activities
Army - MI, EA
Air Force - 84

DLA - GS

User Activities

Army - AT
Navy - MC
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CIVIL AGENCY COORDINATION ACTIVITY:
GSA - FSS

PREPARING ACTIVITY:
DLA - TIP

Project 3439-0821
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