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ELECTRONIC TOOLS

Temperature Control

Soldering Station




@ Fuse holder (rear)
Use 1 A MGP fuse only
@ Temperature display
@ Heat resistant silicone cable

@ Heater wisensor

@ Tip

@ Knurled nut barrel assembly
© Power switch

@ Handle (O Temperature adjustment
@ collar @ Tip cleaning sponge

@® Iron holder
@ Porte-fusible (arriere) @ Panne

Uniquement pour fusible MPG 1A
@) Affichage de la temperature
© Cable en silicone resistant
a la chaleur
@ Manche
@ collet
® Elément chauffant avec thermométre

© Ecrou molette sur cylindre
©) Interrupteur de tension
{0 Reglage de la température
( Eponge de nettoyage

de la panne
(® Support du fer

@

@ Sicherungshalter (Riickseite)
Nur 1A MGP Sicherung benutzen

@ Temperaturanzeige

© Hitzbestandiges Silikonkabel

@ Handgriff

@ Zylinder

(@ Reinigungsschwamm

(® Heizelement mit
Temperatursensor

@ Spitze

@ Bundgriff

© Netzschalter

@ Temperaturregler

(® Kolbenhalter

D

@ Zekeringhouder (achter)
Uitsluitend voor MPG 1A zekering

@ Temperatuuruitlezing

© Hittebestendige siliconekabel

@ Handle

@ Collar

(® Verwarmingselement met sensor

@ stift

O Kartelmoer

© Aan/uit schakelaar
() Temperatuuregelaar
@ Schoonmaaksponsije
(® Soldeerbouthouder

&

@ Portafusible (posterior)

Utilice solamente fusible 1 A MGP
@ Display temperatura
@ Cable silicona resistente al calor
@ Mango
© Manguito

@ Resistencia con sensor

@ Punta

@ Ensamblaje protector punta
© Interruptor puesta en marcha
@ Ajuste temperatura d
(@ Esponja limpieza punta
(P Soporte para soldador




PRODUCT DESCRIPTION

The ZD-929C electronic temperature control soldering station has been
developed to meet the present and future needs of the electronics industry.
It incorporates a sophisticated electronic circuit which enables the user to
change the tip temperature from 320°F (160°C) to 900°F (480°C) without the
need to change the tip or heating element. The temperature is maintained
within * 10°F of its preset temperature. This is made possible by a unique
temperature sensor that is located near the tip. resulting in rapid response
and little temperature variation. The tip of the unit is isolated from the AC line
by a transformer. Low voltage (24 volts) is utilized to power the heating
element - Completely electronic switching protects voltage and current
sensitive components against transient spikes sometimes caused by other
units utilizing mechanical switching circuits. This unit incorporates a linear
LED array readout which accurately indicates the temperature of the tip.

WORKING TEMPERATURE

Soldering at the correct temperature is very important to ensure perfect
solder connection. If the temperature is too low the solder will not flow
correctly and will cause cold solder joints. If the temperature is too high the
flux will be burned and not allow the solder to flow. High temperature can
also cause damage to the PC Boare and other sensitive components. When
tip working temperature is set within the correct parameters suited to the
particular solder being used a good joint is asssured.

The most common solder alloys used in the electronics industry is 60% tin.
40% lead (60/40).

A common tip working temperature of 60/40 solder is detailed below (this
may vary from manufacturer to manufacturer):

MeIting POIME oo nmrmee e 419°F (215°C)
Normal operation ---.-.----.0 518°F - 572°F (215°C - 300°C)
Production line operation 608°F - 716°F (320°C - 380°C)
Desoldering operation for small joint ------ovvrvveneiiiiina 599°F (315°C)
Desoldering operation for larger joint -------c-cvveviiiiiiiiiae, 752°F (400°C)

CARE OF THE TIP

The tip supplied is iron plated copper. If used property. it will last a long time.

1. Always keep tips tinned before switching off or storing for any period of
time; wipe only before use.

2. Do not keep the iron set at high temperature for a long period of time as
this will break down the surface of the tip.

3. Never clean the tip with coarse abrasive materials of files.

4. |If an oxide film does form it can be cleaned by lightly rubbing with a
600 - 800 grit emery cloth. isopropyl alcohol or equivalent. and
then immediately recheat and te - tin the tip to prevent oxidation of the
wettable surface.

5. Remove the tip and clean every twenty hours of use. or at least once a
week. and remove any loose build up in the barrel.

6. Do not use fluxes containing chloride or acid. Use only rosin or activated
resin fluxes.

7. Do not use any compound or anti - seize materials on the wettable
surface.

MAINTENANCE

TIP REPLACEMENT AND DRESSING

Note: Tip replacement or cleaning should be done only when the iron is at
room temperature. The tip can be changed or replaced simply by unscrewing
the kunrled unt barrel assembly. The station must be switched off and
allowed to cool before and during this operation. as damage may result if the
system is left on without the tip inserted. After removing tip. blow out any
oxide dust that may have formed In the tip retaining area of the barrel.
Be careful to avoid getting dust in your eyes. Replace the tip and screw the
retaining knurled nut barrel assembly using only hand pressure to tighten.
Pliers shoule only be used to tighten the nut if loosening should occur when
the iron is hot to avoid burning your fingers. Care should be taken not to
overtighten as this would damage the element.

GENERAL CLEANING

The outer case of the iron or station may be cleaned with a damp colth
using small amounts of liquid detergent. Never submerse the unit in liquid
or allow any liquid to enter the case of the station. Never use solvent to
clean the case.



