
 

 1 

 
July 2009 Next Meeting: July 15th, 2009  AMA Chartered Club # 139 

 

Visit: http://flypcc.org/ 
 

President Ken Martinez 415-821-3682 a415flyboy@sbcglobal.net 
Vice President Dennis Lowry 415-285-4496 dlowry@delphiproductions.com 
Secretary Mike Solaegui 415-314-6261 mikes@perfectedgecutlery.com 
Treasurer & Membership Ellsworth Crowell 650-591-0851  
Webmaster Pete Johnson 408-298-5738 petej@petej.com 
Editor Brian Chan 650-577-0687 pcceditor@gmail.com 
   

WHAT’S HAPPENING @ PCC 
   Editor 

The Ticks, the tick eradication program seems to be working 
for most of us. I have been out to retrieve planes, twice (not 
proud of it!) and did not attract any ticks ( and I did shower, so 
there!) There are still some random sightings of the ticks, but 
it is much better than three weeks ago. You still have to be 
vigilant about them. Some of you still showered with “Off” at 
the field. You will still need to check yourselves for those 
nasty little bugs carefully when you are at the field! 
 
President Kenny had called for two work parties, many 
responded. Many were on hands to dig the draining ditches 
and to fill them back in. The phone line is in but we are 
waiting for the new number and an old style phone. 
 
We were visited by Alonzo, to whom we named our new field 
after. He stayed a while and chatted up a storm. With Alonzo 
around, there is no dull moment. 
 
Come to the meeting to find out more. 

Brian  

 

CLEAR THE PROP!  
Dennis Lowry 

I'm writing this on June 21. 
  
Yesterday was the Saturday Work Party to install the French 
Drains.  They don't actually drain into France as was 
suggested, but they will carry the water away from our pit area 
and runway.  Go figure. . . 
  

I would like to thank Ken Martinez for all his research and 
hard work on this ongoing project.  We all owe him a  debt of 
gratitude.  If we had changed fields with any other President in 
charge, we would not be as far along as we are right now.  
And it's continuing to get better all the time.  Ken has the rare 
skill of inspiring EVERYBODY to do their share of keeping 
up with the crowd and getting the work done.  My muscles 
hurt after one of his work parties, but I always come away 
with the pride that I helped make the club a better place. 
  
I'll  keep it brief this month. 
  
The Yak is coming along. 
  
Come to the meeting and see the progress. 
—Dennis 
 

PCC FLYING RULES 
In addition to current AMA membership, pilots at Richardson 
Field are required to sign the PCC Flying Rules at 
http://flypcc.org/pages/media/PCC-Flying-Rules.pdf. You can 
print this PDF file, sign it and bring it to the field. Full dues-
paying members who have signed the document are eligible to 
fly. 

 

MINUTES: JUNE , 2009 
Mike Solaegui 

No minutes were submitted as of print date. 
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 BLACK WIRE SYDROME 
C. L. "Red" Scholefield 

 
What is the casue? 
The black wire syndrome is an occupance in battery packs 
(Ni-Cds) where the negative wire becomes corroded (turns 
from shinny copper to blue-black). This is the result of either a 
shorted cell in the pack, the normal wearout failure mode of 
Ni-Cds, or cell reversal when a pack is left under load for an 
extended period. The sealing mechanism of a Ni-Cd cell 
depends to some degree on maintaining a potential across the 
seal interface. Once this potential goes to zero the cell 
undergoes what is called creep leakage. With other cells in a 
pack at some potential above zero the leakage (electrolyte) is 
"driven" along the negative lead. It can travel for some 
distance making the wire impossible to solder and at the same 
time greatly reducing its ability to carry current and even 
worse, makes the wire somewhat brittle. A switch left on in a 
plane or transmitter for several months can cause this creepage 
to go all the way to the switch itself, destroying the battery 
lead as well as the switch harness. There is no cure. The 
effected lead, connector, switch harness must be replaced. 

This leakage creep takes time so periodic inspection of the 
packs, making sure that there are no shorted cells insures 
against the problem. The cells should also be inspected for any 
evidence of white powder (electrolyte mixed with 
carbondioxide in the air to form potassium carbonate). In 
humid conditions this can revert back to mobile electrolyte 
free to creep along the negative lead. Some "salting" as this 
white powder is referred to, does not necessarily mean that the 
cell has leaked. There may have been some slight amount of 
residual electrolyte left on the cell during the manufacturing 
process. This can be removed with simple household vinegar 
and then washed with water after which it is dried by applying 
a little warmth from your heat gun. 

 

SOLDERING CLINIC  
 Vincent P. Lipton 

borrowed f rom Anoka Country Radio Control Club, Inc., 
 Coon Rapids, Minnesota 

 

The following guidelines will help you achieve good, reliable 
solder joints, and will hopefully encourage you to be more 
adventurous with your model’s on-board control systems. 

Rule One: Use a small soldering iron for small jobs (small 
wires and connectors) and a large iron for large jobs (landing 
gear wire, tinplate, music wire, etc.). In a pinch, you can wrap 
a piece of thick copper wire tightly around the tip of your 
“blunderbuss,” extending the copper wire tip about ! inch 
beyond the tip of the oversize soldering iron or gun, thereby 
creating a small iron. Be sure to run the solder around the 

contact region between the big tip and the coil of wire, to 
make a good thermal contact. 

Rule Two: A good solder joint is usually made from the 
standard 60/40 blend of lead and tin. If this alloy is allowed to 
oxidize by being overheated, or heated for too long, the 
binding properties of the solder degrade seriously. Don’t use 
solder that has been sitting molten on the iron tip for more 
than five seconds. Wipe it all off. Discarded solder blobs are 
useless; don’t save them. Always use fresh solder. 

Rule Three: Keep a piece of dampened (not soaked) sponge 
nearby to clean oxidized solder off the iron tip. This must be a 
natural sponge, not one made from foam or plastic (which 
melts). You’ll find the green Scotch-Brite kitchen pads ideal. 
Clean off your soldering iron tip on this just before you make 
any solder joint. The tip of your iron should look bright and 
shiny just before you apply it. Oxidized solder looks dull and 
grainy. Get rid of it! I find that I discard 70% of my solder by 
cleaning it off and replenishing it with fresh, but its well worth 
it. 

Rule Four: Always use resin-cored solder. You should never 
need liquid or paste acid-flux if you prepare your work 
correctly. The resin core melts when you apply solder to the 
job and acts as a cleaning and flow agent so the solder will 
bind properly. 

Rule Five: Use only enough solder to bind the two objects 
together. Extra solder does nothing to increase strength, but 
only adds weight. 

Rule Six: Always tin both parts before joining together. 
Tinning means heating the areas to be joined, applying solder 
to the junction of the hot tip and the part, and ensuring that the 
part is evenly coated with a good, shiny film of solder. 

Joining Electrical Wires   

1. Strip off 3/32- to 1/8-inch of insulation.   

2. Tin the wire so it looks uniform and shiny.   

3. If the solder “drags” and looks dull and grainy, apply the 
iron again, apply more solder, and clean off the excess.   

4. Slide a piece of heat shrink tubing approximately double the 
wire diameter and about 3/8-inch long over one of the wires.   

5. Lay the two tinned ends side by side.   

6. Heat briefly with the iron so they flow together.   

7. Slide the heat shrink tubing over the joint and heat with 
your heat gun or the barrel of your soldering iron. Once it 
cools, pull on the wires to make sure the joint holds. 

Joining Steel Wire   

1. Prepare the joining surfaces by thoroughly sanding them 
with sandpaper. This provides a good surface for the solder to 
stick. Treating each piece separately, heat the contact area 
with the iron and apply solder. Rub the tip all over the contact 
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area, while applying fresh solder and flicking off oxidized 
solder, until the contact area is shiny and well tinned. While 
the steel wire is still hot and the surface solder is still molten, 
quickly wipe off the solder with a dry cloth. You’ll notice a 
different color between the rest of the steel wire and the tinned 
surface indicating that solder has penetrated the wire surface 
and has prepared the contact area for binding. 

 2. Place the two tinned areas together and wrap with fine 
copper wire. Strands taken from multi-strand heavy electrical 
cable is ideal, but have the strands ready for use before you 
start. After wrapping tightly, twist the ends of the binding wire 
together (so they don’t unwrap). Heat the whole joint with the 
iron and apply fresh solder. Because you pre-tinned the steel 
wires, you’ll find that solder will readily flow into the joint 
and adhere properly to the surfaces. Any time you see convex 
blobs of solder you can bet the joint has not soldered properly. 
Apply more heat, flick off the old solder, and apply fresh.  

UPCOMING EVENTS 
July  

15 PCC Meeting, 7:30 p.m., Dave Chetcuti Room 
 24-26 Wings of Victory, Woodland-Davis, Woodland, CA 
 
August  

15   Electric Fun Fly, SACRC, Union City, CA 
19 PCC Meeting, 7:30 p.m., Dave Chetcuti Room 

September  
5   Swap Meet, SCCMAS, Morgan Hill, CA 
12 Annual Flea Market, Bayside RC, Fremont, CA 
16 PCC Meeting, 7:30 p.m., Dave Chetcuti Room 

 
Newsletter Submission Deadline: Third Tuesday before the 
next meeting. 

More photos at http://www.flypcc.org/coppermine/ 
 

 Jay, Mike and Alonzo chats at the field on July 4th. 

 
AP of Richardson Field from 1200 AMSL. 

 
Mike and his plane before, check photo gallery for the 
“after” shot.  
 

 
That’s where the old field lays in the valley. 
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Next Meeting: Wednesday,  July 15th, 2009, 7:30 p.m. 

 

 


