
March, 1946 PRACTICAL WIRELESS 153 

brass, or aluminium tin. wide, by about 12ins. long. It 
is essential that one band fits into the other one, as seen 
by the view at Fig. 4. Therefore, having drilled the 
terminal screw hole at one end of each strip, attach the 
terminal to both by means of a washer and two nuts. 
The nuts are " locked " together by twisting in opposite 
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Fig. 5. How the leads are connected to 'phone terminals, 
with view showing methods of twisting the leads together. 

directions, to allow a sufficient amount of freedom for the 
opening and closing of the headband strips. 

Bend the double strip into a 6in. semi -circle and 
remove the necessary waste from one of the bands, then 
drill the hole for the second terminal which is immediately 
attached. You should have the edges of the headband 
strips smoothed by rubbing with emery cloth, or the 
burr could be removed by filing. 

l'ig.6.-The completed headphones. 

Ersin Multicore Solder in Wartime 
Interesting Details of the Part Solder has Played During the War 

THE stupendous effort of the British radio; electrical 
and telephone industries during the war was 
much facilitated by the production of 77,383 

miles of Ersin Multicore Solder Wire. 
This solder 'wire, containing three cores of non- 

corrosive flux, has become so widely adopted in the 
radio, electrical and allied industries that few realise 
that the Multicore patent was only taken out in 1935, 
and it was not until late 1938 that Ersin -flux was 
evolved and Ersin Multicore Solder in its present form 
manufactured. 

The need for an activated flux -cored solder instead of 
the usual rosin -cored solder had become evident even 
before the war when highly -skilled assembly labour 
had been available. The production of Ersin Multicore 
Solder in substantial quantities in early 1939 showed 
that it was superior to all foreign products and pro- 
vided an all -British cored solder which would be 
particularly advantageous for unskilled labour. 

During 1942 the rapid expansion of the radio and 
electrical industries with the consequent wide use of 
unskilled labour proved that the use of Multicore solder, 
which obviated separate fluxing operations, was of 
material assistance in ensuring that highly complex 
soldering processes on radiolocation and other intricate 
radio and electrical apparatus could be undertaken by 
girls and women after only the briefest training. Vast 
quantities of Multicore solder were used in outwork 
jobs, by which women undertook soldering operations 
for Government contracts in their own homes. 

Of the 20,429 million joints approximately that were 
made with Ersin Multicore Solder during wartime, the 
bulk of supplies was used by practically every radio, 
electrical, telephone and lamp manufacturers in the 
production of war equipment. However, many Govern- 
ment organisations, including the R.A.F. Maintenance 
Units and General Post Office, used substantial 
quantities for maintenance purposes. 

The National Physical Laboratory, B.B.C., and various - 

departments of the Admiralty, employed Multicore for 
many specialised soldering processes. It was, however, 
the Ministry of Supply that adopted and specified 
Multicore solder for one of the most novel forms of 
soldering. 

"Sleeve, Self -soldering " 
For telephone communication the Army, of course, 

used thousands of miles of field telephone cable of a type 
usually consisting of several strands of steel wire and 
one of copper. The satisfactory jointing of this cable, 
often under fire, had always been a problem. The 
Army " drill " method of making a joint in the field 
took about 15 minutes, and -owing to the difficulty of 
heating did not use solder. In conjunction with Bryant 
& May, the match manufacturer, a method of jointing 
was evolved by the Ministry of Supply which took 
one minute per joint. A copper tube ain, long had two- 
thirds of its- length inside filled with Ersin Multicore 
Solder, and the same length outside was covered with 
igniting material similar to that on the head of a match. 
It was only necessary to remove the insulation for about 
'Ain. off each end of the cables that were to be jointed, 
insert them in each end of a " Sleeve, Self -soldering " 
(in the War Office terminology) and strike the edge of 
the box in which they were packed across the sleeve. 
The covering ignited immediately, heating the tube, 
solder and cable, to over 375 deg. C. The Multicore 
solder and. Ersin flux became molten, the cables were 
pushed into the tube, until they overlapped and a perfect 
soldered joint resulted. A few turns of insulation tape 
over the tube and a better joint had been macle in 
one -fifteenth of the time taken previously. 

Extensive tests carried out by the Ministry of Supply 
proved conclusively that only the Ersin flux contained 
in Multicore solder was sufficiently active enough to 
overcome the oxidised and often rusty field telephone 
cable and Ersin Multicore Solder was specified exclusively 
for these sleeves, and many millions were made before 
production ceased. 


