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1. SCOPE:
1.1 Form:

This specification covers an aluminum brazing flux in the form of powder.
1.2 Application:

This flux has peen used typically for brazing aluminum and aluminum alloys at 1050 °F (566 °C) and
above, but ugage is not limited to such applications.

1.3 Classification
Flux covered|by this specification is classified as follows:

Type 1 - For forch brazing
Type 2 - For furnace brazing

1.3.1 Where a type is not specified, type 1 shall be supplied.

1.4 Safety - Hazardous Materials:

While the materialSymethods, applications, and processes described or referenced in this
specificationarnay involve the use of hazardous materials, this specification does nqt address the
hazards which may be involved in such use. It is the sole responsibility of the user to ensure
familiarity with the safe and proper use of any hazardous materials and to take necessary
precautionary measures to ensure the health and safety of all personnel involved.

SAE Technical Standards Board Rules provide that: “This report is published by SAE to advance the state of technical and engineering sciences. The use of this report is entirely
voluntary, and its applicability and suitability for any particular use, including any patent infringement arising therefrom, is the sole responsibility of the user.”

SAE reviews each technical report at least every five years at which time it may be reaffirmed, revised, or cancelled. SAE invites your written comments and suggestions.

Copyright 1997 Society of Automotive Engineers, Inc.
All rights reserved. Printed in U.S.A.

QUESTIONS REGARDING THIS DOCUMENT: (412) 772-7154 FAX: (412) 776-0243
TO PLACE A DOCUMENT ORDER: (412) 776-4970 FAX: (412) 776-0790


https://saenorm.com/api/?name=28fc126e10d67d21338611111ec3e3d3

AMS 3412D

SAE AMS 3412D

2. APPLICABLE DOCUMENTS:

The following publications form a part of this specification to the extent specified herein. The latest
issue of SAE publications shall apply. The applicable issue of other publications shall be the issue in
effect on the date of the purchase order.

2.1 SAE Publications:

Available fron

AMS 4001 /

AMS 4006 A/

AMS 4184 H

AMS 4185 H
3. TECHNICALR
3.1 Material:

Flux shall be
5% water by

3.1.1 Fluxshalln
the lumps ¢

3.2 Properties:
Flux shall cor

3.2.1 Fluxing Abi

N SAE, 400 Commonwealth Drive, Warrendale, PA 15096-0001.
\luminum Sheet and Plate, (1100-0), 0.12Cu, Annealed

Filler Metal, Aluminum Brazing, 10Si - 4Cu, (4145)
Filler Metal, Aluminum Brazing, 12Si, (4047)

EQUIREMENTS:

veight.

pt harden in the container. A slight amount of agglomeration is permis
an be readily broken into apowder not coarser than the remainder of

form to the follewing requirements:

ity: Flux shalpermit production of satisfactory brazed joints of any tyf

aluminum

3.2.1.1  Flux, mix
a suitable

¢d Wlth water in the proportions of 3 parts qux to 1 part water by weig

lloys, detefmined in accordance with 3.2.1.2.

\luminum Alloy Sheet and Plate, (3003-0), 1.25Mn - 0.12Cu;-Annealed

V=

fusibility and appllcatlon and quxmg characterlstlcs

A finely ground and uniformly blendedmixture of ingredients, containipg not more than

sible provided

the material.

e on applicable

, with or without

aving acceptable

3.2.1.2 The test sample shall consist of two pieces of suitably cleaned and prepared aluminum alloy,
conforming to AMS 4001 or AMS 4006, each 1 x 4 inches (25 x 102 mm), held by tack welding,
wiring, or fixturing to create a "T" configuration with a suitable gap between the two parts.
Material thickness may vary from 0.02 to 0.07 inches (0.5 to 1.8 mm). Filler metal shall conform
to AMS 4184 or AMS 4185.
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3.2.1.2.1 For Type 1 flux, the specimen and the filler metal shall be liberally coated with flux. It may be
necessary to preheat the filler metal to facilitate adhesion of the flux. The filler metal shall be
fed into the joint while the specimen is heated with an oxyacetylene torch flame or equivalent.

3.2.1.2.2 For Type 2 flux, the filler metal shall be preplaced on one side of the 4 inch (102 mm) long joint.
Both the specimen and the filler metal shall be liberally coated with flux. The fluxed assembly
shall be placed in a preheated air furnace and held at 1100 °F £ 10 (593 °C % 6) for sufficient

time to
temper

3.2.1.2.3 After co
uniform

3.2.2 Fusion Te
1100 °F (5
1050 °F (5

3.2.3 FlameorS

3.2.3.1 Flux shall

3.2.3.2 Flux shall

3.2.4 After being
(88 °C) or h

immersion for not more than 15 minutes in a 10% solution of nitric acid, to which

hydrofluorig
water rinse

3.3 Quality:

Flux, as rece
contaminants

ture. The specimen may be furnace or air cooled.

ling, flux shall be removed in accordance with 3.2.4. The resultant jo
fillet of braze filler metal on both sides of the joint.

perature: On heating, flux shall fuse at 1050 °F (566 °E) -or lower; on
3 °C) or higher, flux shall remain in the liquid state_tintil the temperatu
6 °C) or lower.

oke Emission:

not produce, during use, a flame or smoke of sufficient intensity to ob

not produce toxic or suffocating fumes under normal conditions of usg

subjected to brazing operations, flux should be readily removable by v
otter. If the flux is not completely removed by the hot water, but is ren

acid is added, at.attemperature not higher than 100 °F (38 °C), follow
flux is acceptable:

detrimental to usage of the flux.

3 minutes at

nt shall exhibit a

cooling from

re drops to

scure the work.

14

vater at 190 °F
noved by

D.25%

ed by a final hot

ved By purchaser, shall be uniformly blended and free from foreign materials and

4. QUALITY ASSURANCE PROVISIONS:

4.1 Responsibility for Inspection:

The vendor of flux shall supply all samples for vendor’s tests and shall be responsible for the
performance of all required tests. Purchaser reserves the right to sample and to perform any
confirmatory testing deemed necessary to ensure that the flux conforms to specified requirements.
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4.2

421

4.2.2

4.3

4.4

4.5

5. PREPARATION

51

511

Classification

of Tests:

Acceptance Tests: Fluxing ability (3.2.1), fusion temperature (3.2.2) and solubility (3.2.4) are
acceptance tests and shall be performed on each lot of flux.

Periodic Tests: Flame and smoke emission (3.2.3) is a periodic test and shall be performed at a
frequency selected by the vendor unless frequency of testing is specified by purchaser.

Sampling ang

At least one S

production ru
time.

Reports:

The vendor o
AMS 3412D,
Resampling &

If any sample

be based on the results of testing three.additional samples for each original noncon

Failure of any
represented.

Identification:

Flux shall b
identificatio
procedures

Testing:

ample shall be taken at random from each lot; a lot shall be allflux pro
N from the same batches of raw materials and presented for-véndor’s i

date of manufacture, identification, and .guantity.
nd Retesting:
used in the above tests fails to\meet specified requirements, dispositid

retest sample to meet specified requirements shall be cause for rejeqg

N FOR DELIVERY:

E assigned a unique name, a code consisting of letters and/or numbe
N traceable to a specific set of raw materials, ingredients, manufacturi

Huced in a single
nspection at one

f flux shall furnish with each shipment a reportstating that the flux couforms to all
technical requirements. This report shall include the purchase order number, lot n

mber,

n of the flux may

forming sample.

tion of the flux

s, or other
Ng processes,

and sequences, and-methods of incpc\r‘finn If necessary tomake an

/ change in the

raw materials, ingredients, manufacturing processes, procedures or sequences, or methods of
inspection, the identifying name or code shall also be changed.



https://saenorm.com/api/?name=28fc126e10d67d21338611111ec3e3d3

