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1.

BeepeHue

DIGITAL 2000A — nonHocTbo aHTUCTaTn4eckas
nasinbHasi CTaHUUsi C MUKPOMPOLECCOPHBIM
ynpasrneHnem, paspabotaHHas HeMeLKon
dmpmon ERSA anst npon3BoACTBEHHbIX
NPUMEHEHNIN, PEMOHTHbIX MacTepPCKUX 1
naboparopui

1.1 Ynpaensaowmun 6nok

MasinbHoM cTaHumeln ocobeHHo yaobHo
nonb3oBaTtbcs Gnarogapsi NPUMEeHeHMHo
MUKponpoLeccopa: UCNOsb3ysi BO3MOXHOCTM
MEH, MOXXHO BBOAWTb U COXPaHATb 3HAYEHUS!
YCTaHOBOK HE3aBUCUMO A YETbIPEX
WNHCTPYMEHTOB.

YHUDULMPOBAHHbLIN yNpaBnsoLwnii

6nok ctaHumm DIGITAL 2000A moxeT
paboTtaTb NONepemMeHHO C MOLLHbIM
nasnsHukom PowerTool, yHuBepcanbHbIM
BbICOKOCKOPOCTHbIM nasnsHukom TechTool,
MuKkponasnsHukom MicroTool, TepMonuMHUETOM
ChipTool n BakyymHbIM TepmooTcocoMm X-Tool.
Brarogaps BbICOKOW TOYHOCTU U CKOPOCTU
BbIMOMHEHNs paboT, aTa nasinbHas cTaHums
naeanbHO NOAXOAMT ANS NPOU3BOACTB C
BbICOKMMU TPEBOBaHMAMM K Ka4ecTBy

Introduction

We appreciate your decision to purchase this
high-quality soldering station. The DIGITAL 2000
A from ERSA is a top-of-the-line micro-proces-
sor-controlled soldering station. It is designed
for use in industrial production, repairs and in
laboratories.

1.1 Supply Unit

The use of a microprocessor facilitates operation
and sets new standards for the functions avail-
able at the soldering station. Five independent
tool settings can be made and saved by means
of a simple menu guide.

The DIGITAL 2000 A can be operated with vari-
ous soldering tools. Besides the universal solder-
ing irons, Power tool and Tech tool, the fine-pitch
soldering iron Micro tool and the Chip tool can be
connected to the station for processing SMCs.
The optionally connectable X-tool desoldering
iron rounds off our range of tools. The solder-
ing station can be used for simple temperature
measurements when a temperature sensor is
connected as tool (Pr5).

A wide variety of functions, high speed and
control precision make this soldering station
especially suitable for manufacturing processes
subject to stringent quality requirements.



SnekTpuyeckne xapakTepuCTUKK:

« [NonHoe aHTUCTaTUYeCcKOe UCTONHEHNE

« [anbBaHMYeckas pasBsidka OT NUTaloLen cetn

» besonacHoe 3a3emneHve MHCTpyMeHTa

« BTOpu4HOe HanpsbkeHne nepeMeHHoro Toka 24B

« CootsetcTBue ctaHgaptam VDE-GS, CE,VDE-
EMC

1.2 UHCTpymMeHTbI Ana nankm
U BbiNauBaHusa

TechTool

MasaneHuk TechTool —
BbICOKONPOW3BOANTENbHbIV YHUBEPCAIbHbI
nasinbHUK, KOTOPbIN MOXeET GbITb NCMOMNb30BaH
ons 6onblnHCTBa paboT. [uanasoH
NPYMEHEHNI NPOCTUPaETCA OT MUKPOMaWkm
(TexHonorna SMD) go navikv, TpebytoLuen
[0BOSbHO 60mbLUIO MOLLHOCTU (kabenb,
pasbeMbl, nepekntodatenu u T.4.). CMeHa xana
nasinbHUKa Aaxe B ropsyem COCTOSHUN He
TpebyeT cneumansHOro MHCTPYMeHTa.

r

Equipment features:

« Antistatic design

« Potential equalisation

« Full-wave control

» 24V small voltage for soldering irons

* VDE-GS, CE, VDE-EMC marks of conformity

1.2 Soldering and Desoldering
Tools

Tech tool

The Tech tool is a heavy-duty, universally appli-
cable tool for performing most soldering tasks.
Its applications range from especially fine-pitch
soldering (SMD technology) to soldering with
major heat requirements (cables, connec-
tors, switches, etc.). The soldering tips can be
exchanged even when hot, without the assist-
ance of other tools.

MicroTool

MasnbHKk MicroTool npeaHasHaveH

ANS MCNoNb30BaHNSA NPEVMYLLECTBEHHO

C KOMMOHEHTaMu, MOHTUPYEMbIMW Ha
nosepxHocTb (SMD). Ero manbii pasmep u
TOHKME Xana ugeanbHo NOAXOAAT AN CaMbIX
N3SILLHBIX paboT.

Micro tool

This soldering tool is designed primarily for SMT
components. The slender form and fine-pitch
tips make the tool especially suitable for preci-
sion work.
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ChipTool

TepmonuHueT ChipTool co cMeHHbIMU
Hacagkamuv nNpefHa3HayeH Ans BbinanBaHus
SMD KOMMOHEHTOB LUMPOKOTO AnanasoHa oT
yunos 0201 go mukpocxem PLCC84.

PowerTool

[MasnbHUK NOBbILLEHHOW MoLLHOCTM PowerTool
naeanbHO NOAXOAMT ANst Nankv MacCUBHbIX

1 MHOTFOCINOWHBIX COeAUHEHUIA, kabenen n
pasbeMoB.

Chip tool

The Chip tool is designed for desoldering SMT
components. ERSA provides an extensive range
of tips for this tool, for desoldering all current
components from 0201 to PLCC 84.

Power tool

The Power tool is an extremely sturdy solder-
ing iron with high thermal output. The tool is
superbly suited for soldering switches, cables
and connectors, and for all soldering operations
with major heat requirements.

ERSA Powertool 24
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X-Tool

BakyyMmHbI TEpMOOTCOC C BbICTPbIM HarpeBoM
1 VMMYMbCHBIM BaKyyMHbIM pa3pexeHnem
CNYXUT ANst AEMOHTaXa LUTbIPEBbLIX
3M1EMEHTOB, B TOM YNCIIE MACCUBHbIX 1

13 MHOFOCINOWHbIX Mnat. VIHCTpyKuusi no
3KCMnyaTauum TepMOOTCOCa COAEPXKUTCS B
oTAENbHOM JOKYMEHTE.

X-tool

The X-tool is a heavy-duty tool for the conven-
tional desoldering of components. By simply
exchanging the desoldering tips, you can quickly
adapt the X-tool to any desoldering task. For
further information on working with the X-tool,
please consult the ,ERSA X-Tool* Operating
Instructions (3BA00023-00).




2. TexHuueckue Technical Data

. AaHHbIe

Cranuusa DIGITAL 2000 A

Ynpasnstowmii 6nok DIG 203 A
Hanps»keHune cetn 230 B, 50-60 Ny
BropuyHoe HanpsixeHve 24 B

MowwHocTb 80 BT

Crabunusauua TemnepaTypbl TEXHONOMUsI
SENSOTRONIC

[nanasoH TemnepaTtyp

HenpepbiBHbIA, 50° C —450° C

[vcnnen: 4-cUMBONbHBIVi UHAUKATOPHbIV
LLHyp ceteBon MNBX, 2 meTpa
VcnonHeHve NONMHOCTbIO aHTUCTaTUYECKOoe,
MIL-SPEC/ESA

MasanbHuk PowerTool

Pabouee HanpshkeHne nepemeHHoe 24 B
Pa6ounin ananasoH 105 B1/280°C — 80
BT1/350°C

CTtapTtoBasi MOLLHOCTb pa3orpea 290 BT
Bec (6e3 wHypa) ~ 50 r

LWHyp 1,5 M., ynbTparnbkuii, TEpMOCTOMKUIA,
aHTUCcTaTUYecKui

VcnonHeHve NonHOCTBI0 aHTUCTaTUYECKOe,
MIL-SPEC/ESA

DIGITAL 2000 A soldering station

DIG 203 A electronics station

Supply voltage: 230 V~, 50-60 Hz
Secondary voltage: 24 V~

Output: 80 W

Control technology: SENSOTRONIC
with digital PID behaviour
Temperature range:

continuous, 50° C —450° C/122° F — 842° F
Function display: 4-character LED display
with menu control

Cable: 2 m PVC with device socket
Design: antistatic according to
MIL-SPEC/ESA standard

Fuse: 400 mA, delayed-action

Power tool soldering iron

Voltage: 24 V~

Output: 105 W /280°C (536° F) —80 W /
350° C (662° F)

Heat up rating: 290 W

Heat up time: approx. 40 s (to 280°C)
Weight (without cable): approx. 50 g
Cable: 1.5 m ultra-flexible, heat-resistant,
antistatic

Design: antistatic according to MIL-SPEC/
ESA standard



MNasnbHuk TechTool

Pa6ounn gnanason 70 B1/280°C — 60 B1/350°C
Pabouee HanpsixeHne nepemeHHoe 24 B
CrtapTtoBasi MOLWHOCTb pa3orpeBa 130 BT
Bpewms Harpesa go 280°C: ~ 12 ¢

Bec (6e3 wHypa) ~50 r

WHyp: 1,5 M., ynbTparnbkuin, TEpMOCTONKNN,
aHTUCcTaTU4eckui

VcnonHeHne: NONHOCTBIO aHTUCTaTUYecKoe,
MIL-SPEC/ESA

MasanbHuk MicroTool

Pa6ounin ananasoH 30 B1/280°C — 20 B1/350°C
Pabouee HanpsikeHne nepemeHHoe 24 B
Bpewmsi Harpeea fo 280°C ~ 50 ¢

CTtapToBasi MOLLHOCTb pasorpesa 65 BT

Bec (6e3 wHypa) ~25r

LWHyp 1,2 M., ynbTparnbkuii, TEpMOCTOMKUIA,
aHTUcTaTUYeckui

VcnonHeHve NonHOCTBIO aHTUCTaTUYEeCKOe,
MIL-SPEC/ESA

r

Tech tool soldering iron

Output: 70 W /280° C (536° F) —60 W /
350° C (662° F)

Voltage: 24 V~

Heat up rating: 130 W

Heat up time: approx. 12 s (to 280°C)
Weight (without cable): approx. 50 g
Cable: 1.5 m ultra-flexible, heat-resistant,
antistatic

Design: antistatic according to MIL-SPEC/
ESA standard

Micro tool soldering iron

Voltage: 24 V~

Output: 30 W /280° C (536° F) —20 W/
350° C (662° F)

Heat up rating: 65 W

Heat up time: approx. 50 s (to 280°C)
Weight (without cable): approx. 25 g
Cable: 1.2 m ultra-flexible, heat-resistant,
antistatic

Design: antistatic according to MIL-SPEC/
ESA standard
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TepmonuHueT ChipTool

Pabounin guanasoH 2x30 B1/280°C — 2x20
BT1/350°C

Pabouee HanpsixeHne nepemeHHoe 24 B
Bpems Harpesa fo 280°C 3aBucuT oT TMna
Hacagku

CTtapTtoBasi MOLWHOCTb pa3orpeBa 130 BT
Bec 6e3 npoBoga ~ 751

LWHyp 1,2 M., ynbTparnbkuii, TEpMOCTOVKNN,
aHTUCTaTU4eckui

VcnonHeHve NOMHOCTBIO aHTUCTaTUYECKOE,
MIL-SPEC/ESA

Tepmoortcoc X-Tool

Pa6ounin ananasoH 2x60 B1/350°C

Pabouee HanpsikeHne nepemeHHoe 24 B
Bpewmsi HarpeBa fo 280°C 3aBUCUT OT TUNa
HaKoHeYHuKa

CTtapTtoBasi MOLLHOCTb pasorpesa 260 BT
MamepeHnune Temnepatypbl Tepmonapa Ni-Cr-Ni
Bec 6e3 npoeoga ~ 240 r

Mmnynec Bakyyma 800 mbap

VcnonHeHre NonHOCTbI0 aHTUCTaTUYeckoe

r

Desoldering pincette Chip tool

Voltage: 24 V~

Output: 2 x 30 W /280° C (536° F) —
2x20 W /350° C (662° F)

Heat up rating: 130 W

Heat up time: tip-dependent

Weight (without cable): approx. 75 g
Cable: 1.2 m ultra-flexible, heat-resistant,
antistatic

Design: antistatic according to MIL-SPEC/
ESA standard

X-tool desoldering device

Voltage: 24 V~

Heat up rating: 260 W

Heat up time: tip-dependent

Weight (incl. cable and tip): approx. 240 g
Heating elements: 2, 60 W each

(at 350° C / 662° F)

Temperature measurement:

Ni-CrNi thermocouple

Starting vacuum: up to 800 mbar
Distance from handle to soldering tip:
approx. 70 mm

Design: antistatic
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3. HNpasuna Safety information

. 6e3onacHoCcTM

Mepen Hayanom akcnnyaTaumn nsgenus Before commissioning, be sure to note the
NPOYTUTE MHCTPYKLMIO NO 6€30MacHOCTU. enclosed safety information.
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4.1 MNMepepn paboton

MpoBepbTe LENoCTHOCTL COAEPXKIMOTO
yNakoBKW. B KOMMMEKT NOCTaBKM BXOAAT:

ynpasnsoLmni 6ok

CETEBOW LUHYP NUTaHUSA

nasinbHbIA UHCTPYMEHT C Xarnom (Hacagkon
NI HAKOHEYHMKOM)

NnoAcTaBKa-gepXxartesb C YNCTSLeN rybkon ns
BUCKO3bI

a TaKkke HacTosiLee pyKoBOACTBO

B komnnekT TepmooTcoca X-Tool Bxogat
[OOMOSMHUTENbHBIE MOAYNW, MEPEYNUCTIEHHbIE B
OTAENbHOW UHCTPYKLN.

Ecnu oguH unu Heckonbko n3 nepevyncrieHHbIX
KOMMOHEHTOB OTCYTCTBYHOT UIN NMOBPEXEHbI,
HemMmeaneHHO O6paTI/ITer K NOCTaBLLUUKY..

4. Bsop B akcnnyatauuro Starting operation

4.1 Before Commissioning

Please check that the contents of the package
are complete. Contents:

* Supply unit

* Mains lead

» Soldering tool with soldering or
desoldering tip

» Holder with viscose sponge

» These Operating Instructions,
Safety Information

» With X-tool: X-Tool Operating Instructions
(3BA00023-00)

Should the above components be damaged or
incomplete, please contact your supplier.

BHMMaHue:

TeMeparypa kana nasyfiHuka JocTuraet
450°C. He ponyckanTte KOHTaKTa xana
nasinbHUKA C KOXEW UMW YyBCTBUTENbHBIMU
K TeMnepaType mMatepvanamu. Yganurte u3s
paboyen 30HbI B3pbIBOOMACHbLIE MPEAMEThI,
XWUAKOCTM U roproume rasbl. Obs3aTensHo
KrnaguTe nasinbHUK B NOACTaBKY-AepXKaTernb,
KOrfja He Norb3yeTech UM.

Important:

The soldering tip is heated up to 450°C (842°F).
Remove any combustible objects, fluids and
gasses from the operating area of the solder-
ing iron. Do not allow the soldering tip to come
into contact with the skin or sensitive mate-
rial. When not using the soldering tool, always
place it in the holder.
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Ewwe Heckonbko npaswus:

He ynapsiite nasinbHMKOM O TBepable
npeaMeThbl: KepaMUYeCckuin HarpeBaTesbHbIN
3MEMEHT BECbMa XpYyroK.

Mepen ncnonb3oBaHeM nasinbHMKa
ybeoutech, 4TO Xano nNpaBuIbHO
ycTaHoBneHo (B TechTool 3aBepHyTa raika c
Haceukow, B PowerTool 3awenkHyTa knunca,
B MicroTool xano 3agBvHyTO [0 yropa).
Mepepn kaxxgon onepaumen Nankn odnanTe
nasinbHOE Xaro O BMaXHy ryoky.

Mo OKOHYaHWM NanKy He oYULLLaiTe XKano:
3TO NPEAOXPaHUT €ro OT OKUCNEHNS B
XOINOAHOM COCTOSIHUM.

nQVI MCnonb3oBaHuUu TepMonnHLUEeTa

He npunaraTe U3NULLHIOK CUY Npy 3axBaTe
KOMMOHEHTA (NyTeM cxxaTus TEpMONMHLETA)
BO n3bexaHue nsrmba ero onopHbIX
CErMeHTOB; OTPErYNMPYINTE OrpaHNynTENbHbIE
BWHTbI TEPMOMNUHLIETA COrMacHO Npunaraemoi
K HEMY MHCTPYKLMW.

Bonee nogpobHas nHopmaums B pasgene 5.

Observe the following points for safe and
long-lasting use of the soldering tool and
soldering tip:

.

.

.

.

Do not strike the soldering iron against hard
objects, as the ceramic heating element is
fragile. Do not knock off tin.

Before using the soldering iron, check whether
the soldering tip is correctly mounted (Tech
tool: tighten knurled nut. Power tool: hook in
spring. Micro tool and Chip tool: insert tips up
to stop).

Before soldering, wipe the tip on the moist
sponge.

Do not wipe the tip after soldering.

Wipe the soldering tip only on a moist sponge
otherwise the tip will quickly become unus-
able.

Never use the soldering iron without a tip.

Only when using the desoldering Pincette:

.

Set force limiter, so that the arms do not bend
when gripping the component. Excessive
bending can damage the heating element.

Further information see chapter 5.
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4.2 Mopapok AnencTBuUn

BbinonHuTe nogrotoBUTENbLHBLIE AENCTBUS C
OOJKHbIM BHUMaHUEM:

BHMMaTenbHO 1 NONMHOCTBIO NpoYTUTE
VNHCTPYKLMIO.

MpoBepbTe cooTBETCTBME paboyero
HanpskeHWs yKasaHHOMY Ha ynpasnsoLem
6noke.

YcTaHoBWTE BbIKNOYATENb NUTaHNSA B
nonoxexue “0” (BbIKIMHOYEHO).

MopcoeauHuTe CeTeBOW LUHYP K pasbemy
NUTaHWsa Ha 3afHel CTeHKe Koprnyca.
YBnaxHute ry6Ky BOAOW U MOMECTUTE ee B
KOHTEeWHep.

MopcoeanHnTe NasinbHUK (MY MHOM
VHCTPYMEHT) K ynpaBnsioLemMy MOAYIHO.
Gerat einschalten (Netzschalter auf | stellen).
BcTaBbTe WHYp NnUTaHns B ceTb NEpeMEHHOro
Toka 220B.

BkntounTte cTaHumio.

Mo okoHYaHWMM 3Tana camoTeCTUPOBAHUS
Ha aucnree nosiBUTCS Tekyllee 3HaYeHne
Temnepatypbl. MoxHO npuctynats k paboTe.

r

4.2 Switching On for the First Time

Please read through these Operating Instruc-
tions completely before commissioning.

Procedure for commissioning:

.

Check whether the mains voltage matches the
value specified on the nameplate.

Set mains switch to 0.

Insert mains lead in the mains connection
socket at the back of the device.

Moisten sponge well and place in the sponge
container.

Connect soldering tool to the supply unit and
place in holder.

Insert mains plug in the socket.

Switch on device (set mains switch to ).

The soldering station is now ready for
operation.

.

.

.

.

.

.

.

After the display test has been run through (all
display elements briefly light up simultaneously),
the actual temperature of the soldering tip is
displayed. You can now work with the soldering
station.
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4.3 TexHUKa py4YHOM NaUKM

MoBepXHOCTM 3NeMeHTOB AN Nankn AOIMKHbI
ObITb OYMLLIEHbI OT FPA3U 1 XKpa.

Bpemsi nanku gOmKHO ObITb 4OCTATOYHbIM
ANs nporpesa crnavBaeMbiX NOBEPXHOCTEWN

N HaJEXHOro COeIMHEHVS B pesyrnbrate
anddy3nm Npunos.

Mepen narikor nerko o6oTpuTte xano
nasinbHUKa O BMaXHY rybky ¢ Tem, 4tobbl
Xano npmobpeno Metannuyeckuin bneck: ato
npefoTBpaTUT 3arpsi3HeHne mecTta nanku
OKVCINMBLUMMUCS OCTaTKamMu NPUMos.
HarpeliTe mecTo nanku ogHOBPEMEHHBIM
npwkaTvem xana nasnbHvka K obenm
cnavBaeMbIM NMOBEPXHOCTAM (06bI4YHO

K BbIBOAy KOMMOHEHTa 1 KOHTaKTHOMN
nnowagke Ha nevyaTHoW nnare) u NpUNoxuTe
NPOBOOYHbIV MPUMON C CEPAESYHNKOM U3
cyxoro cntoca.

PerynapHo ouunwaiiTte xano nasnbHuka o
BaXHY0 rybKy: navika HeOUNLLEHHBIM Xarom
TpebyeT Gonblue BpeMeHn 1 yxyaluaet

HaOeXXHOCTHblE XapaKTepPUCTUKMN COedNHEHUA.

3aBepLuast paboTy, He ouMLanTe Xano: aTo
npenoxpaHUT ero OT OKUCNeHna B XOrogHoOM
COCTOSAHUN.

r

4.3 Instructions for soldering

The soldering joints must always be clean and
grease-free.

Soldering times should be as short as possi-
ble, but the soldering joint must be sufficiently
and uniformly warmed in order to ensure a
good soldering connection.

Before soldering, lightly wipe the soldering
tip on the damp sponge so that it again has
a metallic shine. This helps keep the solder-
ing joint from being contaminated by oxidized
solder or burnt flux.

Heat the soldering joint by bringing it in equal
contact with the pad and component connec-
tion.

Add solder wire (e.g. ERSA Sn95,5Ag3,8Cu0,7
solder wire with flux core according to EN
29454).

Repeat soldering procedure.

From time to time, wipe the soldering tip on
the damp sponge. Dirty soldering tips lengthen
soldering times.

Do not wipe off the soldering tip after the last
soldering operation. The residual solder pro-
tects the soldering tip from oxidation.

You can receive a detailed process descrip-
tion ,Fine-Pitch Installation‘ free of charge upon
request from ERSA.



17

r

4.4 Instructions for desoldering using

4.4 BbinaMBaHue C NOMOLUbIO

TepMonuHueTa

MecTa BbinavBaHWs [OMKHbI ObITb OYMLLEHDI
OT rPsA3U U XXMPa U CMOYEHbI (OrOCOM C

NMOMOLLIbIO KUCTOYKM UMK ontoc-coriomacTtepa.

[lNsi KOHKPETHOrO TUNa Hacagok
TepMOMUHLETa yCTaHOBUTE TpeByemyto
Temneparypy.

Mepen BbinanBaHveM o60TpUTE Hacaaku
TEepMOMUHLETa O BnaxHyto ryGKy ¢ Tem,
YTOBbI HacagK1 NPUOGPENV MeTaNNNYECKUii
6reck, YTo NpeaoTBpaLLaeT 3arpssHeHre
MecTa nainku OKUCIIUBLLUMMICS ocTaTkamu
npvnos 1 nporopesLuero drtoca. OYnCTKy
crefyeT Npov3BOAUTL KaxKablii pas nepes
BbiNanBaHueMm, 4ToGbl 06eCneunTs XOPOoLUMii
TEnnoBoMN KOHTaKT Mexay Hacagkamu 1
BbIBOAAMM BbiNarvBaeMoro KOMMoHeHTa.

MpumeuaHue:

YT06bI HacafKku He CcTanu MHEPTHLIMU

MOCIe O4YUCTKM, UX crieayeT HeMeaneHHo
CMOYUTL Npunoem. BbinanBaHue MHEPTHbIMU
Hacapkamu TpebyeT 6onblie BpemMeHu.

MogHecuTe packpbIThi TEPMOMUHLET

K BblMamBaemMomy npubopy 1 cospante
HaZeXHblii TENMOBOI KOHTAKT B 06MacTu
BbiNanBaHUsi NPUNOXEHUEM Jerkoro ycunms
cKaTus TepMonuHLETa.

Mocne Toro, Kak NpUMow ONNaBnUTCs, BbIHETE
KOMTMOHEHT M3 MeyaTHol nnatbl U NoNoxXuTe
€ro Ha TEPMOCTOWKYHO NMPOKMaaKy.

Chip tool

Using a small brush, wet the clean and grease-

free soldering joints of the components to be
desoldered with flux.
Take the Chip tool from the soldering iron

holder.

Before soldering, lightly wipe the desolder-
ing inserts on the damp sponge so that they
again have a metallic shine. This will prevent
oxidized solder or burnt flux residue from con-

taminating the soldering joint. Lightly wet with

new solder in order to achieve a good heat
transfer between the desoldering inserts and
the component pins.

Note:

In order to prevent the desoldering inserts from
becoming passive after the cleaning process,
they must be wetted by immediate desoldering
or by again tin-coating them with solder wire.
Passive desoldering inserts result in longer
desoldering times.

.

.

Place the open desoldering Chip tool on the
component to be desoldered and close them
slightly in order to establish sufficient thermal
contact with the soldering joints.

After melting the solder, remove the compo-
nent from the printed-circuit board and place
it on a heat-resistant pad. Wipe small compo-
nents on the sponge.
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» Knagute TEPMOMNUHLET TOMbKO Ha
noAcTaBKy-AepXaTesnb B nepunogax mexay
NCnonb3oBaHNEM.

BHumMmaHue:

He npuknagbiBavite ycunuuin ans otpbiea
NPUKNEEHHbIX KOMMOHEHTOB, T.K. 3TO MOXET
NMoBpeanTb KepaMmnyeckme HarpeBaTernbHble
3reMeHTbl B TepMONuHLETE

Caution:

In the case of components bonded with adhe-
sive, do not forcefully twist them as this could
damage the ceramic heater. Apply heat to the
component until the adhesive is softened and
the component can easily be removed.

* Mo BbIKMOYEHNM Npnbopa Hacaakn
TepMonuHLUeTa AO0IMKHbI OCTaBaTbCH
NOKPLITEIMU NPUNOEM AN NPEAOXPAHEHUS OT
OKMCIEHUS.

* Replace the Chip tool in the soldering iron
holder when not in use.

The desoldering inserts must always be tin-
coated.

You can receive a detailed process description
‘SMD Removal‘ free of charge upon request
from ERSA.
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5. O®OyHKumoHanbHoe

Functional description

‘ onucaHume

Ta6nuua 1. NporpamMmmMbl M UHCTPYMEHTbI
Table 1: Program-tool assignment

Program | Tool

Pr1 Micro tool

Pr2 Tech tool / X-tool
Pr3 Power tool

Pr4 Chip tool

Pr5 Temperature sensor

5.1 Mporpammbi

CtaHums DIGITAL 2000A nmeert 4
He3aBMCUMble “NporpamMmMbl”’, COOTBETCTBYIOLLME
nasinbHbIM MHCTpyMeHTam (Tabn.1):06paluascb
K MporpaMMupyemoin namsiTu, Bbl MOXeTe
ObICTPO NepeHacTpanBaTb CTaHLMIO Ha
BbINOSIHEHVE PA3NUYHbIX BUAOB NasinbHbIX
pabor.

EnnHoxabl BBEAs HeoOXoanmble

YCTaHOBKM, B JaNbHENLLIEM Bbl MOXETE
nonb30BaTbCA UMW ANs 3aaHnst
Temnepartypbl U UHbIX MAPAMETPOB NanKu.
BbIxog Ha COOTBETCTBYHOLLYIO MpOrpamMmmy
OCYLLECTBMSETCA aBTOMATUYECKM Npun
pacno3HaBaHWM CTaHUMEN NOOKIIOYEHHOro
MHCTpYMeHTA. [Ina nepeknioyeHns nporpaMmm
MCMOMb3YIOTCH KHOMKM “+” 1 “—~".

,D,O TeX nop, noka Bbl He BBeAeTe COBCTBEHHbIE
3HaYeHUs] yCTaHOBOK, AENCTBYIOT 3aBOACKMNE
HaCTPOWKM.

5.1 The Programs

The DIGITAL 2000 A has five independent pro-
grams. The settings for the different (soldering)
tools are saved in these programs and can be
changed by the user. By calling up a program,
you can quickly convert the station to another
soldering tool or adapt the station to different
soldering tasks.

The individual tools are specifically linked to the
respective programs according to Table 1. The
station automatically recognizes when a particu-
lar tool is connected and shifts to the program
with the settings stored for that tool. The settings
then take effect immediately. No temperatures
or parameters therefore need to be reset at the
station.

The program is only changed automatically
when the tool is changed. The programs 1-4 can
be changed manually with the keys (+) and (-).
Program 5 can only be called when the tempera-
ture sensor is connected. As long as the tem-
perature sensor is connected the programs 1-4
cannot be started.

The factory settings apply as long as no set-
points or parameters are entered. The following
sections describe how to change the settings.
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puc. 2 / fig. 2

BKITIO4eHuWe / switch on

Tekylee 3HaveHue / actual value display

(L)) ()]
u) HacTpouka
napametpos /
unu8c/ -
or8s program display
@ (D)
"D BbIGOp Nporpammbl /
wnn8c/ choose program
or8s

Kom MyTaToOp UHCTPYMEHTOB

Bmecrte co ctaHumen DIGITAL 2000A
MOXHO UCMONb30BaTh aHTUCTATUYECKIN
kommyTaTop MIC608A. Mpu HaxxaTum

OOHOW U3 YeTblpex KHOMOK Ha ero nepegHen
naHenv NPoOUCXoAUT NOAKMOYEHNE O4HOro
13 YETbIPEX MHCTPYMEHTOB K CTaHLMK, nocrne
Yero aBToMaTU4eCKy NPOU3BOAUTCS €ro
pacno3HaBaHWe U BbIXO4 Ha YCTaHOBMEHHbIN
pexum.

5.1.1 Bbi6op nporpammei

BbIGop nporpamMmMbl OCyLLECTBASIETCS B
COOTBETCTBUM C AnarpaMmmMoi (puc. 2).

5.1.2 OnucaHue fenCcTBUn

Mpn HaxaTum KHonok “+” n cuctema
NepexoaunT u3 pexxvnma otobpaxeHns
aKkTn4eckon TemnepaTypbl B PEXnM
oTobpaxeHns/HacTponkn nporpamm. Haxatnem
3TUX e KHOMOK MOXHO BbIOpaTh Mtobyto 13
nporpamm Pr1... Pr4. BosBpar k pexvumy
oTobpaxeHuns dakTuyeckon Temnepartypbl
OCYLLECTBAETCA HaXaTueM KHOMKM

ENTER. HoBble ycTaHOBKM 3anoMuHaioTCs
aBTOMAaTUYECKV U HAYMHAKOT AenCcTBOBaTb
HemeaneHHo. Ecnu kHonky ENTER He
HaXxumaTb, TO Yepes 8 CeKyHA CTaHuumA
aBTOMaTUYeCKu NepeBeaeT ANCMNEN B PeXUM
oTobpaxeHns dakTuyeckon Temnepartypbl.

Using the ERSA Tool Selector

The ERSA Tool Selector allows four different
soldering and desoldering tools to be used alter-
nately at the DIGITAL 2000 A.

When the Tool Selector is switched, the DIGITAL
2000 A recognizes the given tool and automati-
cally shifts the program. The DIGITAL 2000 A is
therefore ideally suited for use of the Tool Selec-
tor.

5.1.1 Program Selection

A program is selected according to the follow-
ing flow chart (see fig. 2: Program selection flow
chart).

5.1.2 Description of the Flow Chart

By pressing the (+) and (-) keys, the user moves
from the actual value display to the program dis-
play. These keys can also be used to select the
requested program (Pr1 to Pr4) when there is
no temperature sensor connected as a tool. The
user can return to the actual value disp by press-
ing the ENTER key. The parameters of the set
program are immediately loaded and active. If
the ENTER key is not pressed, the station auto-
matically jumps back to the actual value display
after 8 s. In this case, too, the parameters of the
set program are loaded and take effect imme-
diately.
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puc. 3/ Fig. 3

5.2 Cuctema MeHIo

WHtepdenc ctaHuum Digital2000A
No3BONSET YCTaHaBNMBaTbL NapameTpbl

C MCNONb30BaHNEM Tpex KHOMoK. MoxHO
aKTMBU3NPOBATb OAHY U3 YETbIPEX NPOrpaMm,
cofepKallmx He3aBUCUMbIe KOMOUHaLUK
HacTpoek. 3aBoACKME YCTAHOBKU MOTYT ObiTb
nepenporpaMmmMupoBaHbl Nonb3oBaTenem ans
BbIMOMHEHUSI KOHKPETHbIX MOBTOPSIIOLLMXCS
nasnbHbIX paboT 6e3 HeoOXoAMMOCTH KaxabIN
pa3 3aHOBO BBOAUTb MapaMeTpbl Npy CMeHe
MHCTPYMEHTA MIN peXunma namku.

Mpouenypa BbIGOpa NporpaMMbl onmncaHa
Bbile B 5.1. YCTaHOBKM 3anoMMHaloTCS
aBTOMaTUYECKV U HAYMHAaKOT AencTBOBaThb
HemegneHHo. MNpu HaxaTum kHonkn ENTER
nnu vyepes 8 ceKyHA CTaHUMS aBTOMaTu4ecku
nepesefeT AUCMNEN B PEXUM OTOBpaXKeHns
Temnepatypsl (puc. 3). B atom pexunme

TPY LMAPOBLIX 3HAKOMECTa Ha aucnnee
oTobpaxatoT 3Ha4YeHne TeMnepaTypebl, a
yeTBepToe (KpaviHee cnpasa) - CUMBOI

wikansbl Lienbcus (C) nunn ®apenrenita (F). Mpn
nporpaMMMpoBaHUK YCTaHOBOK YeTBepTOe
3HaKOMECTO CMYXUT B Ka4eCTBe HaBuratopa,
MOCKOIbKY Ha HEM OTOBpaXkaeTcs CMMBOI TOTO
MyHKTa MEHI0, B KOTOPOM CTaHLMSA HaXoanTCs B
AaHHbIN MOMEHT (Tabn.2).

5.2 The Menu System

The operating concept of the DIGITAL 2000 A
allows you easily to use all setting options by
means of only three control buttons. All programs
are set in the same way. Once the parameters
have been entered for a program, the station
can be quickly converted for different, frequently
recurring soldering operations by simply chang-
ing the program. Elaborate changes of the indi-
vidual parameters are not required.

For setting a program, the latter must first be
preset as described in section 5.1. All of the
following setpoint and parameter changes now
refer to this program. The menu is operated via
the 3 keys +, - and ENTER.

Settings are automatically saved and take
effect immediately. After 8 seconds, the sta-
tion switches automatically to the actual value
isplay (temperature display) (Figure 3). This
view always shows the current soldering tip tem-
perature (three digits) and (as the 4th character)
the unit of temperature: C (Celsius) or F (Fahr-
enheit).
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[ina obneryeHns opveHTauuy B MEHIO Ha To assist your navigation within the menu
4YeTBEpPTOM 3HaKOMecTe MepLaeT CUMBOIT. structure, a symbol corresponding to the menu
item always flashes in the fourth position of the
display.
Cumson | llyHKT meHI0 Symbol | Menu item
° yCTaHOBKa TemnepaTypbl (rpagyc) ° Set temperature point
U BbIOOP LWKanbl M3MepeHns Temnepatypbl (unit) u Set unit (UNIT)
S yCTaHOBKa 3afepXXKn nepexoaa B pexuM cnaykm (standby) S Set standby time
[0) TemnepatypHas nonpaska (offset) (0] Tip offset
C kanubposka (calibration) C Calibration
E npocunb Harpeea (energy) E Energy
P ycTaHoBka napons (password) P Set password

Tabnuua 2. 3HaveHusa cumBonoB MmeHlo  Table 2: Symbol - menu item assignment



5.2.1 YcraHOBKa napamMeTpos 5.2.1 Parameter Setting

PucyHok 4 nosicHsieT nocnegoBaTenbHOCTb Figure 4 shows the flow chart for parameter
Laros npu nepeasuXxXeHnn no MeHo. setting.
TekylLiee 3HaYeHne aucnnes / actual value display puc. 4/fig. 4
"D 4. Digit
2 C3)
‘_D yCTaHOBKa TemnepaTtypbl (rpagyc) / setpoint o setting
2x
<) BbIGOP LUKasbl U3MEepEeHUst TeMnepaTypb! / unit U setting @
2 @
(_D yCTaHOBKa 3afiepXKu nepexofa B pexum cnayku / standby S setting
2x
‘_D TemneparypHas nonpaska / Tip Offset O setting ﬂ)
2x
‘_D kanubposka/ calibration C setting ﬂ)
2X
‘_D npodunb Harpesa / energy E setting ﬂ)
2X
‘_D ycTaHoBKa napons / password P setting ﬂ)
©
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5.2.2 MNMepepBuXxeHMe No MEHIO

[Mepexop OT 0g4HOro NyHKTa K Apyromy
BbINONHSETCA HaXxxaTnem kHonkn ENTER,

a ycTaHOBKa NapamMeTpOB OLLECTBSETCH
KHOMKamu “+” n “~". 13 nioboro nyHKTa MeHto
MOXHO BbIATU B PEXNM OTODPaXeHUs TeKyLLen
Temneparypbl MyTemM ABYXKPaTHOrO Haxatus
kHonkn ENTER (Hanogobve ABOMHOTO wenyka
KOMMbIOTEPHOW MbiLLKO). CMMBON TEKyLLEro
NyHKTa MEHI0O MepLaeT Ha NPaBOM MHAMKaTOpE.
Ecnu B TeueHre 8 cekyHA KHOMKN HE HaXMMaTb,
TO CTaHUMS NepeviieT B pexum oTobpaxeHns
akTnyeckon TemnepaTypbl C akTMBM3aumnen n
COXpaHeHNeMm yCTaHOBOK.

5.2.3 BbIiCcTpbIM Nepexon

Ecnu cTaHumsa HaxoguTcs B pexume
oTobpakeHus1 dhakTuyeckom (To ecTb
n3MepsieMoi) TeMnepaTypbl, TO ABONHbLIM
LenykoM kHornkn ENTER MOXHO BEpHYTbCS
cpasy B TOT MYHKT MEHI0, KOTOpPbIN Obin
noceLleH NocrneaHuM - To eCTb HeT
HeobXoAMMOCTHM NnocreaoBaTeribHO
CKaHMpOBaTb MO BCEMY MEHH0, YTOObI
[obpaTbcsi 40 TOro MyHKTa, KOTOPbI Obin
aKTUMBU3MPOBaH NOCINEAHNM B XOAE YCTaHOBKU
napameTpoB.

r

5.2.2 Description of the Flow Chart

Starting from the actual value display, the
next menu point in each case is reached via
the ENTER key. The sequence of menu items
(parameter settings) is shown in the flow chart
in Figure 4. Each parameter setting is carried out
via the (+) and (-) keys. You can jump back to
the actual value display from any menu item by
double-clicking (pressing twice) the ENTER key.
The symbol for the given menu item flashes in
the fourth position. If no input is made within 8
seconds, the station returns to the actual value
display. All parameter settings are saved and
take effect immediately.

5.2.3 Abbreviated Procedure

The double-click function has been integrated
for easier parameter setting. Once you have
carried out a parameter setting within the flow
chart (see Figure 4), you can return to the actual
value display by double-clicking (pressing twice)
the ENTER key. By again double-clicking in
the actual value display, you can now follow a
branch from the last selected menu item Run-
ning through the entire menu is not necessary.
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5.3 dyHKuMOHanNbLHOEe onucaHue

5.3.1 YcraHoBka Temneparypsi (°)

YcTaHoBKa TemnepaTtypbl NasnbHOro xana
(NepBbIf MYHKT B MEHIO) BbINOMHAETCS B
HaXxaTnem KHomok “+” n “—”. PasnuyHble
nasinbHbIe NHCTPYMEHTbI UMEIOT pasnunyHble
AvanasoHbl YCTaHOBKM TemnepaTypbl (Tabn.
3). B rpapycax Llenbcus oHn coctasnsoT
COOTBETCTBEHHO:

5.3.2 Bbi6op wkanbi (U)

3Ta hyHKUMSA NO3BOMSAET HAXaTUEM KHOMOK
“+” 1 “~” BblbpaThb wkany Lienscus nnm
PapeHrenta ans otobpaxeHnsa TemnepaTypsbil.

5.3 Description of the Functions

5.3.1 Setpoint Function (°)

The desired soldering tip temperature setpoint
is set in the first menu item (see flow chart in
Figure 4) by means of the (+) and (-) keys The
different soldering irons have different tempera-
ture ranges. These ranges are specified in Table
3. The set value adjustment does not have any
function with the temperature sensor.

5.3.2 Temperature Unit Function (V)

This function serves to set the desired tempera-
ture unit (°C or °F) via the (+) and (-) keys.

Tool

Lower temperature bound

Upper temperature bound

Tech tool

50°C/120°F

450°C / 850°F

MpumeuaHume:
Ecnv napameTpbl 3aLiyiueHbl naponem, To

Note:
If the station is protected by a password, the

Power tool 50°C / 120°F 450°C / 850°F CMeHa VX BO3MOXXHa TOSbKO Mnocre BBoAa parameters only can be changed by enter-
X-tool 50°C / 120°F 450°C / 850°F npaBunbHoOro napons (cm. pasgen 5.3.7) ing the correct password. (see chapter 5.3.7
Micro tool 150°C / 300°F 450°C / 850°F Password Function)
Chip tool 150°C / 300°F 450°C / 850°F

Ta6bnuua 3.
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[nana3oH TemnepaTtyp UHCTPYMEHTOB

Table 3:

Temperature ranges of the individual

soldering irons



26

5.3.3 Pexxum aHeprocbepexeHus (5)

PyHKUMA aBTOMATUYECKU NepeBoanT

CTaHLMIO B PEXUM “CnsiykK”, ecnu oHa bbina
BKITO4EHHON, HO HEe Ucnonb3oBanach B
TeyeHue onpeaerieHHoro BpeMeHu (MHTepsan
Bblbupaetcs ot 1 4o 60 MUHYT C TOYHOCTbLIO
00 MUHYThI). [py BXode B peXuM Cnsiykm
TemnepaTtypa MHCTPYMEeHTa CHUXaeTCst 40
200°C. NHonkaToOpoM COCTOSIHUS CMSAYKN
ABNsieTCH MepuaHune aucnnes. YcTaHoBka
napameTpa B “0” 03Ha4aeT, YTo CTaHums He
[OMKHA NepexoanTb B COCTOSIHME CMSIYKU.
BosBpaT 13 cnavuku B NpeayCTaHOBMNEHHbIV
HOpMarbHbIV pexum paboTbl OCyLLEeCTBASETCA
npuv HaxaTumn NoboN N3 KHOMOK Ha nepeaHen
naHenu cTaHumm.

Ecnu Bbl paboTaete ¢ KOMNOHEHTaMK C MarnbIM
paccesiHueMm Tenna, To AaHHY PyHKLMIO
nyyLe OTKMIoYUTb, MBO CTaHLMS MOXET
npyHYMaTb Manyto Tennootaady 3a oTcyTcTBue
TaKOBOW, M CaMOMNPOU3BONbHO NEPEXOANTL B
COCTOSIHUE CnsivkM u3 paboyero pexuma. MNpu
MCNOb30BaHUM NasifibHbIX MHCTPYMEHTOB
MicroTool n ChipTool (He nmetoLmx
BCTPOEHHOW TepMonapbl N0 TEXHONOIK
SENSOTRONIC, a ncnonb3yoLmux TeXHONOormo
RESISTRONIC, ocHOBaHHy0 Ha U3MEHEHUN
COMPOTUBIEHNS HAarpeBaTeNnbHOro areMeHTa
nasnbHUKa) nykTyaumum Temnepartypbl xana
MOryT OCTaTbCs He3aMe4YeHHbIMW CUCTEMO,

1 NOTOMY TemnepaTypa aBTOMaTU4YeCcKM

OyneT cHxkeHa 0o 200°C no 4OCTMXEeHUU

r

5.3.3 Standby Function (S)

This function switches the soldering station to a
state of readiness if it has not been used over a
preset period of time. The purpose of this func-
tion is to protect the soldering tip and to reduce
energy consumption.

In standby, the soldering tip temperature is low-
ered to 200°C (390°F). The standby time is set
in minute increments. The setting range is 0 -
60 min, with an input of 0 disabling the standby
function.

When the station enters standby mode, the
display starts to flash. When an arbitrary key is
pressed, the station returns to the normal mode.
For soldering irons with SENSOTRONIC, clean-
ing the tip on the moist sponge can also enforce
the switch over to normal mode.

By wiping the soldering tip, the station recog-
nizes an abrupt temperature reduction and
switches back to normal mode. This function
works best for certain soldering tips of all mass.
Heavy mass tips will often not be sufficiently
cooled during cleaning to reset the station into
normal mode.

You should switch off the standby function when
working with small soldering spots. In such
cases, the heat emission at the soldering tip may
be too low for soldering to be registered. The
station would then undesirably lower the solder-
ing temperature to the standby temperature.
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npegena BpeEMEHU OXnaaHusl, OTMYLLEHHOrO
C MOMEHTa NoCrneaHero Haxartus nbown 13
KHOMOK yrpasneHuns ctaHumn. Mpu pabote
nasnbHukamu TechTool n PowerTool Takux
OrPaHUYEHUIN Ha NCMONb30BaHNE pexrmMa
CMSAYKN HET.

5.3.4 Tip Offset Funktion (0)

Temneparypa xana B To4Ke Namnku
CYLLECTBEHHO 3aBUCUT OT €r0 reOMeTPUYECKNX
pa3mepoB, Macchl U hopMbl. PyHKLUS
NMO3BONSIET BBOAWTL NOMpPaBKy B pe3ynsrat
N3MEepeHU TeMnepaTypbl B 3aBUCMMOCTH

OT TOrO, K Kakow MaccorabapuTHoM rpynne
NPUHaANEXUT KOHKPETHOE XXarno Unn Hacagka
Ans BbinaneaHusi. Kak 6bino ynomsiHyToO BbilUe,
CTaHUMsa aBTOMaTUYecku pacnosHaeT Tun
NOAKIMIOYEHHOTO MHCTPYMeHTa. B coBokynHocTM
C MHpopmaumen o maccorabapuTHowm

rpynne xana (Hacagku) 3To no3sonser
MUKPOMpPOLIECCOPY BBECTU afjeKBaTHYO
TEeMMepaTypHyto Nonpaeky B BbIYUCIIEHMS.
PacnpeneneHne HekOTopbIX NasnbHbIX Xar

1 Hacagok no 25 maccorabapuTHbIM rpynnam
npvBefeHo B Tabnuuax 4-7 aHrmos3b4HOro
opvrMHana pykoBoAcCTBa.

r

Restrictions of the standby function:

The standby function is not restricted with the
Tech tool, the X-Tool and the Power tool.

On the other hand, the time characteristics of
the Micro tool and the Chip tool do not allow reli-
able recognition of an operation. For this reason,
with these two tools the soldering station always
switches to standby mode after the standby time
has passed.

5.3.4 Tip Offset Function (0)

The temperature characteristics of the soldering
tips vary depending on their masses and geo-
metrical forms.

The Tip Offset serves to adapt the temperature
measurement to the given soldering tip or to
the given thermocouple type of the temperature
sensor. The soldering tips used are set in the
form of numbers. Since the station automatically
recognizes the connected solder-ing iron, the
station can identify the complete combination of
iron and tip on the basis of the selected number.
In this way, temperature recording and control
can be optimally adapted.

All Tip Offset numbers, from 1 to the max. limit of
the connected tool, can be adjusted (see tables
4-7c).
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Ta6bnuua 4./ Table 4 Ta6nuua 5./ Table 5 Ta6nuua 6. / Table 6 Ta6nuua 7a/ Table 7a Ta6nuua7b/Table7b
Tip Number Tip Number Tip Number Tip Number Tip Number
422 ED 1 212 BD 1 612 §D 1 832UD 1 842 UD 1
422 FD3 2 212 CD 1 612 UD 1 832 SD 1 842 SD 1
422 FD1 3 212 ED 1 812 BD 1 832 8D 1 842 KD 1
422 FD4 2 212 KD 1 612 AD 1 SS2 KD 1 842 BD 3
812 KD 1 B82Gh 1 842CD 3
422 FD2 5 212 MS 1 9 ED - 332 ED 1 4o ED 5
422 FD5 6 212 SD 1 - ; 832 PW 1 AT YD 4
422 FD6 7 Ta6nuua 5 612 CD 1 - 2 8421D 4
422 FD7 8 Ionpaeounbie 2pyrnsi 519 TW . 832GD 2 842 JD )
ans MicroTool 832 MD 2
e > Table 5: 612 MD 1 832LD 2 Ta6nuya 7b:
422 FD9 10 Tip O ffs'e ¢ numbers 612 JD 1 832 OD B lMonpagoy4Hble 2pynnbi
422 QD5 " for the Micro tool 6121D 1 832C8 2 ans PowerTool
422 QD1 12 612 FD 1 832 Cl4 2 ;‘?b’oeff"’-' .
422 QD6 13 612 ZD 1 832C16 2 oo o fgm’zgfzoglfs
422 QD3 14 X-Tool 2 832 C18 2
422 QD4 15 Ta6nuua 6. 832C2017,62| 2
422 QD2 16 lNonpasoyHbie 2pynbl 832.620M2,7 2
st TechTool 832 MDO3 2
422 QD7 17 Table 6: 832 QDO1... 2
422 QD8 18 Tip Offset numbers 832 QD09
422 QD9 19 for the Tech tool 8327ZD 3
422 QD10 20 :§§ Il-DIB :
422 RD1 21 55 ED B
422 RD2 22 832 7D 3
422 RD3 23 832 ND 3
422 SD 24 832 WD 3
422 MD 25 832 RD 3
Ta6nuya4. 832 YD 3
Monpagoytbie epynbl Ta6nuua 7a: 832 MDO2 3
dnisi ChipTool MonpagoyHsle 2pynnbi st 832 QD12 3
Table 4: PowerTool 832 QD13 3
Tip Offset numbers for Table 7a: 832 AD 4
Chip tool Tip Offset numbers for the 832 QD10 4
Power tool 832 QD11 4
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MNMonpaBka ana tepmoorcoca X-Tool:

Mockonbky TepmooTtcoc X-Tool umeet
HarpeBaTenbHble/M3MepPUTENbHbIE ANEMEHTbI
aHanornyHble nasnbHuKy TechTool (xoTa 'y
TepmooTcoca HarpeBarenen aga), To X-Tool
noeHTuduumpyeTcsa ctaHumen kak TechTool.
OpHako, AVHaMUYeCKNe XapakTepuUCTUKn
HarpeBa y 3TUX OBYX MHCTPYMEHTOB pPasfnyHbl,
noatomy TpebyeTcst HacTpovika.

BHumaHue:

BbicTaBbTE NPaBUNbHOE 3HAYEHVE NOMNpPaBKy
(1 vnmn 2) no Tabn. 6 go Toro, kak byaete
nonb30BaTbCs MHCTPYyMeHTOM TechTool nnu
X-Tool.

r

Use of the X-tool:

The X-tool has the same design as a Tech tool.
It is therefore also identified by the station as a
Tech tool. Since the control characteristics of the
X-tool differs from those of the Tech tool, how-
ever, the control system must be adapted. This
adaptation is made via the Tip Offset number
(see Table 6).

Important:

If the station has been operated with an X-tool,
the Tip Offset must be changed according to
Table 6 before a Tech tool can be connected.
The Tech tool can otherwise not be optimally
controlled.

[anbHenwmne MHCTPYKLUUN MO MUCMONb30BaHUIO
TepmooTcoca X-Tool cogepxaTcst B OTAENbHOM
PYKOBOACTBE.

5.3.5. Kanubposka (C)

OT1a yHKUUS CRYXUT AN NPeLy3noHHON
NOAroHKM NoKa3aHWi TeMnepaTypbl xana Ha
avcnnee nytem YCTaHOBMEHUS COOTBETCTBUSA
Mexay AeNCTBUTENbHOW TeMnepaTypon xana u
oTtobpaxaemoii Ha gucnnee. NonpaBka MoxeT
nexartb B AvanasoHe +50°C.

Bonee getanbHo npouenypa onvicaHa B
pasgene 5.8.

For further information on using the X-tool,
please consult the ,ERSA X-tool* Operating
Instructions (3BA00023-00).

5.3.5 Calibration Function (C)

This function serves to calibrate the soldering
tip temperature. It allows the display value to
be adjusted to the actual tip temperature. The
adjustable calibration range is + 50°C (+ 120°F).

The precise procedure for calibration is described
in section 5.8.
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puc. 5: XapakTep HarpeBa B TpeX pexunmMax ynpasrieHUsi MOLLHOCTbIO
Fig. 5: Control characteristics of the individual energy values (schematic)

5.3.6 MNMpodcuns Harpesa (E)

DyHKUMA nonesHa Ans Bbibopa TpaekTopum Harpesa (puc. 5) B

COOTBETCTBMMN B 0OCOBEHHOCTSMM BbINOMHAEMbIX NasfbHbIX paGOT.

MpennaraeTcsi BbIOOP M3 TPeX YCTaHOBOK:

r

5.3.6 Energy Function (E)

The energy function allows the user to influence
the control characteristics of the station, so that
heating and re-heating by the station can be
adapted to the given area of application. Three
settings (values 1-3) are possible with Power
tool and Tech tool. Due to the different function
mode of the remaining tools, these settings are
not possible for those tools. They operate with
constant control parameters instead.

E1: Minimum re-heating characteristics. For
soldering operations with low heat require-
ments.

E2: Stronger re-heating characteristics. For
soldering operations with increased heat
requirements.

E3: maximum re-heating characteristics. For
soldering operations with very high heat
requirements.

E1: V|CI'IOJ'Ib3yeTCF| Ona 4yBCTBUTESTbHBIX KOMMOHEHTOB C ManbIM TENMOBbIM pacceaHneMm. [Mpn n3ameHeHun Tennoson
Harpysku B npouecce aBToMatu4eckoro perynmpoBaHuna temnepartypa nadanbHUKa NULLb Crnerka OTKIMoHAETCA OT

npeanMcaHHon, I'IpVI6J'IVI>KaF|Cb K HEe aCUMMNTOTUYECKN CHUBY.

E2: XapaktepHa onst nasnbHbix paboT ¢ HopMarnbHOWM 1 NOBbLILLEHHON Tennonepeaayen. bornee MoLHbIA HarpeB
npu nageHun TemMneparypbl NasinibHMKa BrneveT HebonbLLON NepexnecT TeMnepaTypbl B Ha4Yane ABYCTOPOHHEro
acUMMNTOTMYECKOro npoLecca NpUBMKeHNs ee K LIeneBoMy 3HaYeHUIo.

E3: dopcupoBaHHas Tennonepenaya Ucnonb3yeTcs Ans nasnbHbIX paboT ¢ o4eHb 6onbLMM NoTpebneHvem Tenna.
MpeBbILLEHNs peanbHOM TemnepaTypbl Hag LeneBbiM 3HaYeHVEM B XoAe npoLecca perynmpoBaHus 6onee

SHa4YUTENbHbI.
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5.3.7 Maponsb (P)

[Maponb 3awmilaeT cTaHUmMI0 OT Cly4YanHoro
UM HECAHKLIMOHUPOBAHHOTO N3MEHEHUSI
HacTpoek. [Maponb BBOAWUTCS Kak 4uCro B
auanasoHe ot 0 go 999. 3HayeHue 0 (Ha
avcnnee 000) o3Ha4aeT OTCYTCTBME Napons.
Mo okoHYaHMKM BBOAA NOCNeaoBaTeNlbHOCTM
undp napons criegyeT NoaTBEpPAUTL ero
HaxaTtueM kHonku ENTER. Ha aucnnee
0TODOpPa3ATCH TPU rOPU3OHTaNbHbBIE MUHUK
(---). B “3anaponeHHOM” pexvumMe cTaHuus
He No3BornsieT BBOANUTb U3MEHEHWS, HO AaeT
BO3MOXHOCTb HabnoaaTb TEKyLME 3HAYEHNS

YCTaHOBOK.
[lns oTMeHbl Napons Hago CHOBa BOMTUM B
COOTBETCTBYHOLLMIA MYHKT MEHIO ( - - - ), BBECTU

naporib, 1 NoATBEepAnTb ero kHonko ENTER.
Mpwv BBOAE NPaBMIILHOTO Napons Ha gucnnee
nosieatcst Tpu Hyns 000. B cnyyae owmnbkn
VHOVLMPYIOTCS LUTPUXM.

[Maponb ogvH 1 TOT e Ans BCeX NporpaMm
(Pr1..Pr4) n moxeT ycTaHaBnmMBaTbCs Npu
HaxoXaeHun B N06ON 13 HUX. ATo oTnMyaeT
napanb OT BCEX OCTanbHbIX PYHKLNIA, KOTOpbIE
Np1BsA3aHHbl K KOHKPETHOW nporpamme (To ecTb
K KOHKPETHOMY WHCTPYMEHTY).

BbI6op nnu nepekntoyeHne nporpammebl - Kak
BPYYHYO, TaK 1 C MOMOLLbIO KOMMYyTaTopa
MICB08A, - BbINONHAETCA HE3ABUCUMO OT
naponsi.

r

5.3.7 Password Function (P)

By means of the password function, the station
can be protected against accidental or unauthor-
ized parameter changes. The password can be
entered in the form of a number between 0 and
999. The value 0 (display: 000) indicates that the
password function is disabled. After a sequence
of digits has been entered and confirmed by
pressing the ENTER key, three dashes (- - -) are
displayed. The station is password-protected
as of this point in time. All settings can still be
viewed.

To disable the password function, the three
dashes (- - -) are displayed again in the cor-
responding menu. The password must now be
entered and confirmed with the ENTER key. If
the password is correct, then the three zeros
(000) are again displayed; the dashes remain
displayed in the event of an error.

The password is the same for all programs, e.g.
it is independent of the preset program. A pro-
gram choice (manual / Tool selector) is also pos-
sible with an activated password.

If the user wants to change a parameter at a
password protected station, the station must
be unblocked by the password. The display
changes immediately to enter password by the
(+)/(-) keys. Then the password can be entered
with the (+)/(-) keys and can be confirmed by
ENTER key. The station checks the password
and returns to the parameter.
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Ecnu naponb He n3meHsieTcs B TeyeHune 8 If no password is adjusted by the user, the sta-
CeKyHA, CTaHLMS BO3BPAaLLAETCS B MPEXHUN tion resets automatically to the actual value dis-
peXnMm. play after 8 seconds.

Tekyllee 3Ha4YeHve aucnnes / actual value display
nposepka napons /

‘n-D password check
ycTaHoBKa TemnepaTypbl (rpagyc) / setpoint ﬂj‘_) j e ——

‘n-D ‘ i enter password
(D)
BbIGOP LUKanbl M3MepeHust TemnepaTypsbl / unit

npoBepka napons n

"-D u) Bo3Bpar /

password check and return

yCTaHOBKa 3aJepXKku nepexoaa B pexxuM cnsivkm / standby

()]

TemnepatypHas nonpaska / Tip Offset

(0 ))

kanubposka / calibration

<D

npodunb Harpesa / energy

<D

ycTaHoBka napons / password
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Ecnu naponb BBeeH HEBEPHO, TO 3HAYEHME
napameTpa U3MeHUTb HEBO3MOXHO. [1pu
NOMOLLM KHOMOK “+” 1 “-” 3aHOBO MPOM3BOANTCSA
MHAVKauMs napons. 3aBepLUeHne NpoBepKu

1 Nepexos K creayoLlemMy napameTpy
OCyLLEeCTBNAOTCA HaxkaTueM kHonku ENTER.
Ecnu naponb BBeAeH BEPHO, TO 3HAYEHNE
napameTpa MOXHO KOPPEKTUPOBaTb KHOMKaMu
“+” 1 “-”. 3aBepLueHve BBOAA 1 Nepexopn K
crnegytoLemMy napameTpy OCyLLEeCTBMAOTCS
HaxaTnem kHonkn ENTER. CtaHuus octaetcs
pa3bnokupoBaHHoON B TeueHne 30 cekyHA nocne
nocrnegHero HaXxxaTusi KHOMKW, Tak YTo Ans
KOPPEKTUPOBKU O4EPESHOro napameTpa HeT
HeobXo4MMOCTM 3aHOBO BBOAUTL naponb. 1o
ncredeHnn 30 cekyHA OXUAaHNSA NPOV3BOAUTCA
OnokMpoBKa, Tak YTo AN U3MEHEHUS 3HAYEHUN
3anaporeHHbIX MapaMeTpoB NPUAETCA 3aHOBO
BBOAMTb Naporb.

Ecnu tpebyeTcsa cpoyHo 3abnokupoBaTb
CcTaHumio naporem, He Bbbknaasa 30 cekyHn,
BbIKIMIOYMTE €€ Ha KOPOTKOe BpeMsi unm
CMEeHWTe AeNCTBYIOLLMIA Naporkb.

r

If the password was not entered correctly, the
parameter cannot be changed. The password
check is indicated again via (+)/(-) keys. The
check can be stopped and changed to the next
parameter by the ENTER key.

If the password was entered correctly, the
parameter can be adjusted via the (+)/(-) keys.
The input can be ended and changed to the next
parameter with the ENTER key. The unblock-
ing of the station still remains for 30 seconds
after the last key activity so that for the following
parameter changes the password does not have
to be entered again. If no function key is pressed
within 30 seconds, the unblocking expires and
the password must be entered again at the next
parameter set.

If the password protection should be active again
after an input before expiry of 30 seconds, the
station must be turned off for a short time or the
existing password has to be changed.

Mpumeuanume:

Ecnu Bbl 3a6bInn napornb, TO NpUaeTcs
OCYLLECTBUTb 06LLMIA COPOC CTaHLuK,

B pe3ynbrarte KoToporo 6yayT
BOCCTaHOBMeHbI habpuyHble ycTaHoBKkY. Bece
nonb30BaTeNbCKUE 3HAYEHUS Npu aToM ByayT

yTpayeHbl (naparpad 5.5/ 5.6)

Note:

If the user does not know the password any-
more, the station can be reset to the factory
pre-settings. Through it, all parameters and
the password adjusted by the user are deleted!
(see chapter 5.5/5.6)




puc. 6 / fig. 6

5.4 3ameHa nasanbHbIX Xan

MasnbHble Xana n Hacagku MeHsIOT Npu
Heo6X0AMMOCTUN UCMONb30BaHWS Apyron
chopMbl UNK NO NPUXOAY B HEFOAHOCTb.

5.4 Changing Soldering Tips

The soldering or desoldering tip must be changed
when worn or when another tip form is desired.

BHuMaHue:

nasinbHbIe Xana pekoMeHAyeTCst MEHSITb Mpu
BbIKMIOYEHHOM MHCTPYMeHTe. OxnaxaaTtb
WNHCTPYMEHT NpuW 3TOM He obs3aTenbHo,

€CInn HeyKoCHUTENbHO cobnoaaTe npasuna
6e3onacHocTu.

TechTool

CHUMWTE Xano BpaLLeHUeM raku C HaceuKowm
(puc. 6, No3. 2) NPOTUB YaCOBOW CTPENKN 1
MONOXUTE HAa TEPMOCTOIKYIO MOAKMNAAKY Unv B
o6orMy Ha noAcTaBKe-AepXkaTene nasnbHyKa.
YcTaHOBUTE HOBOE Xaro akKypaTHbIM
BpaLlEeHneMm Mo YacoBOW CTPErKe.

YT106bI 06ECNEUNTH XOPOLLIYHO AMEKTPO- U
TEnnonpoBOAHOCTb, PEKOMEHAYETCS BpEMS
OT BPEMEHW CHMMATb Xarno 1 YNCTUTb
HarpeBaTernbHbI 3MIEMEHT, BbICTyNatoLLMA 13
TpyOKM Kepammyeckoro n3onsTopa, naTyHHom
LLIETOYKOW.

X-Tool

Ob6patnTech k OTAeNbHOMY PyKOBOACTBY MO
akcnnyartaumm Tepmootcoca X-Tool.

Important:
Operate all soldering tools only briefly without
soldering tips!

Tech tool

The soldering tip can also be changed without a
tool when hot.

* Loosen the soldering tip (pos. 1/fig. 6) by
turning the knurled nut (pos. 2/fig. 6) counter-
clockwise.

* Remove the tip and place in holder or on a fire-
proof support.

» Then screw on new tip by appropriately turning
the knurled nut clockwise.

X-tool

The desoldering tip can be changed by means of
the tip holder attached to the tool holder.

When changing the desoldering tip, proceed
as described in the ,ERSA X-Tool“ Operating
Instructions (3BA00023-00).
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PowerTool

BbIHETE NPYXUHHYIO Knuncy (puc. 7, nos.

1) M3 OTBEPCTYUS B XKarne 1 CHUMUTE Xano
Kpyrrnoory6uamu (puc. 7, nos. 2).

MomecTuTe ropsiyee xaro Ha OrHeynopHyHo
noaknagky unv B aepxartensb.

BcTaBbTe CMEHHOE Xarno o ynopa, npu
3TOM BbICTYN Ha NasifbHVKE JOMKEH nonacTtb
B na3 xana (puc 8), 4to Heobxognmo Ans
npaBuIIbHONM YCTAaHOBKM M NpefoTBpaTuT
BpalleHe xana.

BcTaBbTe Npy>XMHHYLO KNWMCY B OTBEPCTUE Ha
xane.

Y106bI 06ECNEUNTH XOPOLLYHO 3NEKTPO- U
TENMonpoBOAHOCTb, BPEMS OT BPEMEHU
criepyeT usBnekaTh Xarno 1 npounatb
HarpeBaTerbHbI 3NIEMEHT.

r

Power tool

The soldering tip can also be replaced when hot
by means of flat-nosed pliers.

Lift spring hook out of tip hole (pos. 1/ fig. 7)
and pull off the tip using the flat-nosed pliers
(pos. 2/fig. 7).

Set aside the hot soldering tip on a fireproof
support or in the holder.

Attach new tip; when sliding on the tip make
sure that the knob of the heating element lies
in the slot of the tip (fig. 8). This positions the
tip and prevents turning.

Anchor spring hook in the tip hole again.

To obtain good electrical and thermal conduc-
tivity, occasionally remove the soldering tip and
clean the heating element shaft with a brass
brush.

puc. 7 | fig. 7

puc. 8/ fig.8
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puc. 9a /
fig. 9a

puc. 9b /
fig. 9b

Option:
3ZT00164 MpodpunbHblie Wwynubl
3ZT00164 tip exchanger

puc. 10/ fig. 10

MicroTool n ChipTool

O06s3aTenbHO BbIKIIOYUTE CTAHLMIO, MOCKOMbKY
TemrepaTypa HarpeBaTenbHOro aneMeHTa 6e3
»ana unv Hacagok MoxeT gocTurHyTe 800°C.
3axmuTe Xano unu Hacaaky kpyrnoryéuamu,
OCTOPOXHO NOTAHWUTE BNEpes, 1 cCHUMuTe (puc.
10). NMomecTnTe ropsivee xano unu Hacagky
Ha OrHeymnopHyto NOAKNAAKY Uiu B Aepxarerb.
C nomoLLpbto Tex xe KpyrnorybLes BCTaBbTe
ApYroe xarno uUnn Hacagaky ABUKEHUEM [0
ynopa, a 3aTem BblpoBHsTe. Mocne 3ameHbl
HacagoK TEPMOMNMHLIETA MO UHCTPYKLMK K
TEPMOMUHLETY YCTAHOBUTE OrpaHU4nTenm
(puc.9) Tak YTOBbI CEerMeHTbl TepMONUHLETA
He npormbanncb Npu NIOTHOM 3axBaTe
AEeMOHTVPYEeMOro anemMeHTa.

Changing the soldering tips and
desoldering inserts

The soldering tip and / or the desoldering inserts
must be changed if they are worn, or if a differ-
ent form of soldering tip or insert is desired. The
soldering tip / desoldering inserts can also be
changed when hot:

« Switch the soldering station off, since the
heating elements may reach temperatures of
800 °C without soldering / desoldering insert.

Grip the soldering bit / desoldering insert with
tip change tweezers and pull it carefully for-
wards and off (fig. 9a + 9b).

.

Place the hot soldering soldering/desoldering
tip a fire-resistant base. Therefore we re-com-
mend our special holder SH 03 (fig. 11).

» Use the tip change tweezers to push the other
soldering tip / desoldering inserts up against
the spring clamping force until the limit stop is
reached, and align.

* When changing desoldering inserts only: Use
the knurled screw to set the power limit. (see
chapter 5.5)

« Switch the soldering station on.

puc. 11 / fig. 11



Pekomerayem npnobpecTtvt KOMNNEeKTbI
konew-dukcatopos (aptukyn E045600)
1 3aKpenuTb UX NOCTOSIHHO Ha YacTo
ncnonb3yemMblx Hacagkax

We recommend buying additional adjusting
collar sets when the inserts are changed fre-
quently. Order no.: E 045600 (optional).

YcTaHOBKa AE€MOHTaXHbIX Hacapok B
ChipTool

HageHbTe dumkeupyrowme konbLa-cukcaTopbl
Ha LMNMHAPUYEeckne OCHOBaHUSA HacafoKu

1 BCTaBbTE Hacagkn B TEPMONUHLET Tak
YTOGbI WTHIPb KOSbLIA Nonasn B 0TBEPCTUE Ha
pagwuarope.

Cornacyiite nonoxeHue paboumx rpaHem
HacafoK W 3aKOHTPUTE BUHTbLI B KOMbLiax
npunaraeMbiM LWECTNYroNbHbLIM KIOYOM

Adjusting the desoldering inserts
on the Chip tool

» Push up the adjusting collar set on the desol-
dering insert, and then connect it to the Chip
tool. The retaining pin on the adjusting collar
set must engage with the heat sink on the Chip
tool.

Align desoldering inserts then fasten the
adjusting collar set using the hexagon socket
screw wrench supplied.

BHMMaHue:
Ype3MepHOe 3akpy4nBaHNE KOHTPOBbIX
BVHTOB MOXET MOBPEANTb HarpeBaTesbHbIN

ANeMeHT

Attention:
Overtightening the retaining screws may
damage the heating element.

[EeMOHTaXHble Hacaaku
desoldering inserts

KonbLa-grKcaTopbl
adjusting collar set

paguartopbl
heat sink

LLECTUYTOMNbHbIV KoY
hexagon socket screw wrench

Abb.12/fig. 12
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puc. 13/ fig. 13

OrpaHuuuTeanble MeXaHU3Mbl

TepmonuHueT Chip tool nmeet
OrpaHNYUTENBHBIN BUHT AMs NpeaoTBpaLleHus
OT YpEe3MepPHOro CXKaTusi KOMMNOHEHTOB (No3. 1
Ha puc. 13). MNpu ero HacTpoiike ybeamTech B
TOM, YTO CErMEHTbI TEPMONUHLIETA COMKHYTHI,
a pabouve rpaHu Hacagok easa kacatoTest Apyr
apyra.

3atem 3axmuTe BUHT 2. MakcumarnbHbliA yron
pa3BedeHnst CerMeHTOB TEPMOMUHLETa MOXHO
OrpaHn4uTb BUHTOM 3. OT0 0cobeHHO yao6HO
npu AeMOHTaxe KOMMOHEHTOB M3 NevaTHbIX
nnaTt ¢ NIOTHbIM MOHTaXXOM.

Adapting to the component size

The limit position for the force-limitation device in
the Chip tool is adjusted using the knurled head
screw 1 (Fig. 13). When making this adjustment,
be sure that when the tool is closed, the des-
oldering inserts only touch one another and do
not bend.

Then fasten knurled nut 2. This counters knurled
head screw 1 and thus prevents self-adjustment
of the force-limitation device.

The opening angle of the Chip tool may be
adjusted using knurled head screw 3.

This function is extremely useful for working with
densely-populated printed circuit boards.

Mpumeuanume:

Ecnun tepmonuHueT Chip tool gonroe Bpems
He UCMonb3yeTcsl, OCTaBnsANTe CErMEHThI B
MaKCUMarnbHO pa3BefeHHOM MOMOXKEHNM,
4YTOObI NPYXMHA AOSbLUE COXpaHsia CBou
CBOWCTBA.

Note:

When not using the Chip tool for a long period
of time, please open the angle to its widest
position using the knurled head screw 3. Fail-
ure to do so will result in a slight weakening of
the spring mechanism.
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5.5 3aBoackue yCTaHOBKM

PabpuyHblie yCTaHOBKM NMpuBeAeHbl B Tabnuue
8 ANns pasnunyHbIX MHCTPYMEHTOB (Mporpamm):
cTaHgapTHas Temneparypa B rpagycax
Llenbcusa, 3apgepka OO NepekntoYeHns B
pexunM aHeprocbepexxeHns, nonpaBoyHas
rpynna, kanmbpoBka (CMeLleHne) n
OVHaMUYeCKMNIA peXxum Harpesa.

Ta6nuya 8. ®abpuyHsie
ycmaHoeKu

Mporpamma Pr1
Maponb He ycTaHoBneH: Password = 0.

[lns BOCCTaHOBMNEHWSI 3TUX 3aBOACKUX
YCTaHOBOK (B TOM 4Yucre, Npu yTpaTe naponsi)
BbIKIIOYMTE CTaHLMIO, 3aTeM Npu HaxaTomn
kHonke ENTER BkntounTe cTaHuuio 1
yAepXXvBanTe KHOMKY HaXaTon A0 OKOHYaHWs
npouenypbl CamoTeCTUPOBaHUSI.

5.6 C6poc napons

Ecnu Bbl 326611 naporib, TO ero MOXHO
OTMEHUTb, Kak 3To onucaHo B pasaene 5.5.
Bce nonb3oBaTenbckue HacTpowku Npy 3TOM
GyayT Takke OTMEHEHbI.

r

5.5 Factory Pre-Settings

The following is a list of the factory pre-settings
for the individual programs.

Program Pr1 Pr2 Pr3 Pr4
Temperature 285 325 360 385
setpoint

Unit °C C °C °C
Standby (min) 0 0 5 10
Tip Offset 1 1 1 1
Calibration 0 0 0 0
Energy 1 1 1 1

Micro tool ~ Tech tool Power tool  Chip tool

Table 8: Factory Pre-Settings
Other settings:

Program Pr1
Password = 0 (disabled)

The station can be reset to the above factory
settings. To this end, first switch off the station.
Now press the ENTER key. While keeping this
key pressed, keep the station switched on until
the display test is concluded (all segments light
up briefly).

5.6 Resetting the Password

In the event that a password is forgotten, it
can be deleted as described in section 5.5. All
parameters set by the user are then also lost.
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paboyero cTtona yepes
pasbeMm 3a3eMIIeHUs.

MasnbHble cTaHumm
ERSA c cydpdmkcom “A”

B HaVIMEHOBaHWUN UMEKT
MOJTHYI0 aHTUCTaTUYECKYHO
3aLnTY, YAOBINETBOPSIIOT
TpeboBaHusiM
aMepUuKaHCKOro BOEHHOro
cTtaHgapta n ESA.
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5.7 Pabora c KOMNOHEHTaMu,
4YYyBCTBUTENbHbLIMMU K
CTaTU4YECKOMY 3JIEKTPUUECTBY

MHorune anekTpoHHblE KOMMOHEHTbI MOTYT BbIThb
NOBpPEXAEHbI ANEKTPOCTATUYECKM Pa3psSAOM:
obpaTuTe BHMMaHUE Ha NpeaynpexaeHust

Ha ux ynakoske (ESD) nnu obpatutech

3a pasbsACHEHUSIMU K UX MPON3BOAUTENNIO
(nocTaBLuKy). AHTUCTaTUYeCKas 3awmTa

B Nogo6HbIX cryyasx obecneunsaercs
npuMeHeHnem Ha paboyeM mecTe
KOMMMEKCHOro peLleHus, BaXHbIM 3BEHOM
KOTOPOro SBMSIETCA aHTUCTaTMyeckasi nasnbHas
ctaHuus. MasneHasa ctaHumsa DIGITAL 2000A
Nerko MHTerpupyeTcst B Nogo6HbIM KOMMMEKC
(puc.14). XXano nasinbHKKa nogcoeanHeHo
Yepes BCTPOEHHbIN B cTaHUMo peauctop (220
KOM) K 3KBMMOTEHLMANbHON NOBEPXHOCTMN

5.7 Working with sensitive
components

Many components may be damaged by electro-
static discharge (please observe the warnings
on the packaging or ask the manufacturer or
supplier). These components can be protected
by an ESD-secure workplace.

The soldering station can be easily integrated
into such an environment. The soldering tip can
be connected at high resistance (220kQ) to the
conductive workbase via the potential equaliza-
tion jack (no. 1/fig. 14).

The soldering station has complete antistatic
protection and also meets the requirements of
the American military standard.

The soldering tips are default hard grounded.

puc.14 / fig. 14

*hard grounded in accordance with military and ESA standard /
“YKecTtkoe” 3azemneHve cornacHo 1 BOEHHOMY cTaHgapTy u ESA
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5.8 Kanub6posBka

Kannbposka no3sonset yMmeHbLUUTb
pacxoXxaeHne Mexay AenCTBUTENbHON
TemnepaTtypoi xana n otobpaxaemon

Ha guncnnee. O6e yHKUMM HAaCTPOVKK
(maccorabapuTHasi nonpaska 1 kannbposka
nokasaHui gucnnes) yxe 6binM ynomsiHyTbl B
BbILLE.

KoppekTHas nocnegoBaTenbHOCTbL Takosa.
CHayvarna BBOAAT NONpPaBOYHOE 3HaYeHne
(Homep Macco-rabapuTHOW rpynmnbl KOHKPETHOTO
Xana), Heobxoamumoe Ansa afekBaTHOro
npotiecca perynmpoBaHusa Temnepartypbl. 3atem
yCTaHaBMMBAKT TOYHOE COOTBETCTBUE MEXAY
peanbHOI TemnepaTypoy xarna v nokasaHusmm
LMdpOBOro MHAMKaTopa B pexvme KanmbpoBsku.
Mpouenypa TakoBa. BeicTaBbTe Xenaemyto
Temneparypy Ha uHgukartope. B nyHkTte

MeHI0 “kanubposka” yctaHoBUTE 3HaveHue 0,
nonb3yscb KHoMkamu “+” n “=".

BepHuTech B pexxumM oTobpaxxeHus
hakTnyeckon TemnepaTypbl U JOXAUTECH,
Korfa npouecc perynMpoBaHuns
cTabunuanpyertcs.

M3mepbTe TemnepaTypy xana ¢ NOMOLLbO
KanmbpoBaHHOro TepMomeTpa (Hanpumep,
ERSA DTM100) n cpaBHMTE C NoKasaHUSMU
avicnnes. BeluncnmTe pasHocTb Temnepatyp
(oTobpaxaemasi Ha gucnnee cTaHuum

MUHYC OoToGpakaemas Ha kanmbpoBaHHOM
TepMOMETpE) 1 BBeANTE Pa3HOCTb CO 3HAKOM

5.8 Calibrating the soldering station

Two calibrating functions are in principle avail-
able on the DIGITAL 2000 A. The two functions
were already mentioned in sections 5.3.4: Tip
Offset Function (0) and 5.3.5: Calibration Func-
tion (C).

To calibrate the soldering station correctly, you
must proceed as follows:

First, enter the tip used on the tool (see chap.
5.3.4 Tip Offset Function (0)). The station will
then be able to determine, control and display
the correct tip temperature. If the Tip Offset is not
correctly specified, the soldering can become
prematurely unusable.

The calibration function (see chap. 5.3.5 Cali-
bration Function (C)) brings the actual tip tem-
perature into exact correspondence with the
displayed temperature. When calibrating, you
must proceed as follows:

» Enter the desired temperature setpoint (see
chap. 5.3.1 Setpoint Function (7).

» Set the Tip Offset of the tip used (see chap.
5.3.4 Tip Offset Function (0)).

« In the menu item ,Calibration”, set the value to
0 by means of the (+) and (-) keys.

* Return to the actual value display and wait
until the displayed temperature stabilises.
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puc. 15/ fig. 15
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B pexume KaJ'IVI6pOBKVI, NoJfib3yACb KHOMKamu
LRI

[ns CHUWXKeHUst NnorpeLLHoOCcTeN U3MepeHus
»arno nasinibHuKa A0MKHO BbITb YNCTBIM, @
Temneparypa Bosayxa HEN3MEHHOW.

» Determine the temperature of the soldering
tip using a calibrated gauge (e.g. ERSA DTM
100).

* Compare the two display values.

* Compute the temperature difference, with
AT = TDIGITAL 2000A Tgauge

» Set the computed temperature difference AT
(with sign) in the menu item ,Calibration” by
means of the (+) and (-) keys.

MpumeuaHume:
MOrpeLLIHOCTM MOTyT GbiTb 0BYCNOBMEHbI
Takke OBUKEHNEM BO3ayXa.

Note:
To avoid measurement errors, ensure calm air
conditions.

5.9 Tekywas remneparypa (°C / °F)

Korga ycTponcTBO HEe HaXoaUTCH B pexunme
HacTpOWku NapamMeTpoB, Ha Aucrnnee
oTobpaxaeTcs TekyLuas Temneparypa,
nsmepsiemas TepmoceHcopom. MepuatoLas
TOuKa Hag nepsov Ludpon (nesbim
3HakomecToM gucnnes — puc. 15) osHavaet
LMKNbl HarpeBa: Npu ee cBeYeHun
HarpeBaTenbHbIN 3NeMeHT akTuBeH. YeTeepToe
(kpaliHee npaBoe) 3HaKOMeCTO oTobpaxaeT
cumBon wkanel — Uenbeus (C) unn ®apeHrenta
(F). Bo BTOpom cnyyae npu npesbiweHnn 999
YeTBEPTOE 3HAKOMECTO MUCMoNb3yeTcs ANst
oTobpakeHWs1 4OMOMHUTENBHON LMdpbI.

5.9 Actual temperature (°C / °F)

Provided that no operating mode has been
chosen the actual temperature of the soldering
tip or temperature sensor is displayed on the sol-
dering station.

The first digit's decimal point (fig. 15) indicates
the operating status of the heating element. As
long as this point shines, the heating element
is triggered. The fourth digit of the LED display
indicates the selected temperature unit (°C / °F).
If °F has been selected, and the actual tempera-
ture rises above 999, the fourth digit of the LED
is used to fully display the temperature.
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puc. 16 / fig. 16

puc. 17 / fig. 17

Lo

Pexum aHeprocbepexeHusn
MHankaTopom “cnavkun” ctaHumm

SABMsieTCs MepuaHue gucnnes. B atom
pexumMe Temnepartypa UHCTpyMeHTa
cHuxaeTcs ao 200°C. Bbixog U3 cnsiuky B
npeayCcTaHOBMNEHHbIN HOPMarbHbIA PEXUM
paboTbl OCYLLECTBSIETCS HaxaTeM nobon
KHOMKM Ha nepefHel naHenu ctaHuum (CMm.
Takxke pasgen 5.3.3)

UHCTpYMEHT He noaKmno4YeH
[vcnnen B aTon cuTyauum otobpaxaet
ropu3oHTarbHble NIMHUK Kak Ha puc. 16.

Huskas Temneparypa

Ha gucnnee BbiCBEYMBaOTCS CUMBOSbI (pMC.

17), ecnv Temneparypa ceHcopa Moyt He
OT/IMYaeTCs OT KOMHATHOW TeMnepaTypbl
(TemnepaTypbl Xoro4HoO TEpMonapbi).

Stand-by mode

In the stand-by operating mode a flashing actual
temperature display indicates that the soldering
station adjusts the soldering iron’s stand-by tem-
perature to 200°C / 390°F. To quit this operating
mode press any key so that the soldering iron’s
tip temperature is adjusted to the set value (also
see item 5.3.3 stand-by function).

No Tool

Fig. 16 shows what the display looks like when
there is no tool connected to the soldering sta-
tion.

Insufficient temperature

The temperature measured by the tempera-
ture sensor is about cold junction temperature
(approx. room temperature). The character
string is displayed (Abb. 17) until the tempera-
ture of the sensor has risen sufficiently above
cold junction temperature.



6.

AuarHocruka

Error Diagnosis

. HeucnpasHOCTEM and Troubleshooting

puc. 18 / Fig. 18

6.1 O6wme npaBuna
Ecnu ctaHuma He paboTaeT, To NpoBepbLTe:

* Hanuuve nuTaHus (NpPaBUNbHO N
noAcoeAviHEH LUHYP NUTaHUS)

MCMPaBHOCTb NpefoXpaHnTens (neperopaHune
npeaoxpaHuTens MOXeT NPOU3oNTH
BCMeACTBME Kakon-nmbo BHyTpEeHHeN
HeMCnpaBHOCTM CTaHLuW, Toraa 3aMeHa

€ro He MpvBeaeT K BOCCTaHOBMEHWIO
paboTtocnocobHocTh)

NpPaBUNbLHOCTb NOAKIMIOYEHNS MasbHMKA K
ynpasnstoLwemy 6rnoky

Ecnn nepeyvuncrieHHble ycrosusa CO6I'II‘O,D.eHbI, HO
Xano nadanbHWKa He HarpeBaeTcsd, npoBepbTe
OMMETPOM COonpoTMBIIeHNe HarpesaTeribHOro
ANneMeHTa U TeMnepaTtypHoro gatymka (pI/IC.
18).

ConpoTuBneHue TepMmoagarumka
M3MepSIT Mexay BbiBogaMu 3 1 7 pasbema
(Tonbko B nasnbHukax TechTool n PowerTool),
BENMYMHA conpoTuereHns He 6onee 1 Om.

ConpoTtuBrneHue Harpesarens
He [OMKHO npeBbiwaTh 6 OM Mexay BbIBOAAMM
1 1 6 Npn KOMHaTHOM Temneparype

6.1 General Errors

If the soldering station does not operate as
expected, check the following items:

* Is main voltage present? (Correctly connect
the mains lead to the device and socket.)

 Is the fuse defective? Note that a defective
fuse may also indicate a deeper cause of error.
Simply changing the fuse therefore generally
does not suffice.

« Is the soldering iron correctly connected to the
supply unit?

If the soldering tip does not become hot after the
above items have been checked, you can use an
ohmmeter to check the heat resistance and the
temperature sensor for conduction (Figure 18).

Continuity check for
Tech tool, Power tool und X-Tool

heating element

The continuity resistance between measuring
points 1 and 6 should be between less than 6
Ohm (at cool soldering iron). In the event of inter-
ruption, the heating element is to be replaced
(see left).

Continuity check for thermocouple
There should be less than 25 Ohm continuity
resistance between measuring points 7 and 3. If
the continuity resistence is higher, the tool must
be repared.



Mpu HencnpaBHOCTM NGO 13 Lenei
HeobXoAMMO 3aMEHNUTL BECb HarpeBaTesbHbI
anemeHT (npoueaypa 3ameHbl 6yaet onvcaHa
HUXeE).

Ecnu HeT BO3MOXHOCTM onpeaeniTb
HeuncnpaBHOCTb, 06PaTUTECH K NMOCTaBLUMKY

€ Npocb6ON OTPEMOHTMPOBATL YCTPOWCTBO.
PeMOHT fomkeH Npou3BOANTLCS TOMBKO
0by4eHHbIMU cneumanuctamu. MNonbiTka
CaMOCTOATENBHOIO PEMOHTA MOXET NPUBECTU
K MOpaXeHWto anekTpu4ecknm TokoM. Kpome
TOro, oHa 0cBOGOX/AaET NocTaBLLuKa OT
rapaHTUIHbIX 06A3aTeNnbLCTB.

6.2 AmarHocTuyeckue coobweHun
B psige cnyyaes ctaHums DIGITAL 2000A

B COCTOSIHUM OnpefenuTb AedeKT nyTem
CaMOoTeCcTUpoBaHus. Pesynbsrat guarHocTuku
MHOMLMPYETCS Ha Aucnnee: B Tpex
3HaKOMeCTax aucnnes nosiBNseTcs Hagncb
“Err” (Owmbka), a B 4eTBEPTOW NO3ULUM -
undpa (tabn. 9).

Tabnuua 9. [uarHoctnyeckne koasl DIGITAL 2000A
Table 9: Error Codes of the DIGITAL 2000 A

Continuity check for

Micro tool and Chip tool

The continuity resistance between measuring
points 1 and 6 should be between 8 Ohm (at low
temperature) and 25 Ohm (at max. temperature)

Parameter changes not possible

If the station is protected by a password, the
parameters only can be changed by entering the
correct password. (see chapter 5.3.7 Password
Function)

6.2 Error Messages

The DIGITAL 2000 A carries out an automatic
error diagnosis. The result of a diagnosis is out-
putted as an error code. The string ,Err then
appears as the first three characters of the
display. At the same time, the error code is dis-
played as the fourth character. The error codes
are listed in Table 9. Error messages may also
be confirmed with the control buttons.

Display | Description of error Measures Display | Description of error Measures

Err2 He kanubpyetcsi, cTaHuus HeucnpaeHa PeMoHT cTaHuumn Err2 Calibration values damaged Return station for repairs
Err 4 [edekT ceHcopa (xonoaHbIN) unu kabens PeMOHT MHCTpyMeHTa Err4 Sensor cold junction temperature / defective cabel | Return tool for repairs
Err6 MHCTpyMeHT He naeHTudmnumpyetcs PeMOHT uHcTpymeHTa Err6 Tool cannot be identified Return tool for repairs
Err7 HewncnpaseH TepmoceHcop unu kabenb PeMOHT MHCTpyMeHTa Err7 Thermo-sensor or cable defective or overheated Return tool for repairs
Err 8 HeucnpaseH HarpeBaTenb unu kabenb PeMOHT MHCTpyMeHTa Err 8 Heating element or cable defective or overheated Return tool for repairs
Err9 VckaxeHune nnu noteps napameTpoB BbinonHute cbpoc Err9 Set parameter damaged Reset station
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6.3 Other Errors

Other errors may also occur, indicating possible
defects in the soldering tool.

These errors are:

puc. 19 / Fig. 19

6.3 Apyrue cutyauum
CTaHuMsi NOCTOSIHHO OTOGpaXaeT KOMHATHYHO
Temneparypy.

HeuncnpaBHoCTb coennHuTensHoro kabens
1UnNun HarpesaTenbHoro anemeHTa TechTool
unu PowerTool.

+ CTaHumMs nokasbliBaeT HEOObIYHO BbICOKYIO
Temneparypy.

BeposiTHas npuyrHa B HEUCMIPaBHOCTM
HarpeBaTenbHOro afieMeHTa TepMonuHueTa
ChipTool.

6.4 3ameHa HarpesBaTenbHOro
anemeHTa

Mepepn 3ameHo HarpeBaTENbLHOIO 3rEMeHTa

OTKIOYUTE MHCTPYMEHT OT YNpPaBnsioLLEro

6roka cTaHuMu 1 Jante emy ocTbITb.

TechTool (puc. 19)

* BbiBEpHUTE KpenexHbIl BUHT pyykn (nos. 1).
CHumuTe pyuky (nos. 2).

OTtcoegunHuTe (N03. 4) HarpeBaTenbHbIN
aneMeHT oT kabens.

CoepnunHuTte (No3. 4) HarpeBaTernbHbIV
3MeMeHT ¢ kabenem.

HapeHbTe pyuky (no3. 2) Ha HarpeBaTenbHbIN
anemeHT (nos. 3).

3aBepHnUTE KpenexHbI BUHT py4dku (no3. 1)

3ameHuTe HarpeBaTernbHbIN 3anemMeHT (Mo3. 3).

The station permanently displays only the room
temperature. In this case, there is a defect in
the heating element or cable with thermocou-
ple-controlled soldering irons (Power tool,
Tech tool).

The station permanently displays an actual
temperature that is too high. This error can
occur during operation of Chip tool. In this
case, switch off the station and replace the tool
with an intact one.

6.4 Changing the Heating Element
Before changing a heating element, switch off
the device at the mains switch and pull the con-
necting plug of the soldering tool.

Allow the device to cool for a few minutes.

Tech tool

Unscrew handle mounting screw (pos. 1/
fig. 19).

Pull off handle (pos. 2 / fig. 19).

Disconnect plug connection (pos. 4 / fig. 19)
between heating element and cable.
Replace heating head (pos. 3 / fig. 19).
Restore plug connection (pos. 4 / fig. 19)
between heating element and cable.

Push handle (pos. 2/ fig. 19) onto heating
head (pos.3 / fig. 19).

Screw in handle mounting screw (pos. 1/ fig. 19).
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Pa36bopka TepmonuMHueTa Chip tool
ChipTool Dismantling steps

Cxema coeuHeHUin Ha pasbeme
Diagram of connector pin arrangement
on connection socket.

[Mpon3BoauTte 3ameHy Harpesatenemn
TONbKO napamu

Replace heating elements in pairs. 6 5

paabemy

side up.

ApTukyn kntoya 3N472
Slot key Order no. 3N472
puc. 20 / Fig. 20

AN

[MonoxeHune NpyXviHbl KOPOTKON CTOPOHOW K

Installation position of leaf spring with short



cxema coeguHeHui
n3obpaxeHa Ha KoxXyxe
lllustration pin arrangement

nonoXeHue NPy>XuHbl

Leaf spring install positioN
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3ameHa HarpesaTesibHbIX 3/IEMEHTOB B
TepmonuHueTte ChipTool

Ha oTKnio4eHHOM MHCTPYMEHTE OCTOPOXHO
CTAHUTE KOXYX B HanpasneHun ctpenku (1).
BbIHbTE Hacagku ons BeinaveaHust (2) cornacHo
naparpady 5.3. OTBUHTUTE KInto4om 3N472
3MneMeHTbI (3) NPOTMB YacoBOW CTPENKM U
CHUMUTe B HanpasneHun (4). Cmectute
PYKOSITKM MPUMEPHO Ha 2 CM B HanpaeneHun
(5). OcBoboauTe 3auen (6) 1 CHUMWUTE PYKOATKN
B HanpasneHuu (7). BblHbTe HarpeBaTenbHbIN
3aMneMeHT 13 pasbema (8) u yganure no
OuaroHanu B HanpaerneHum (9).

MNpoun3BeanTe 3ameHy Harpesarenem
obs3aTenbHO napamu (apTukyn 42200J).
CobepwviTe nspenue B nopsake,
NPOTUBONONOXHOM pa3bopke, obpaLias
BHUMaHWe

Ha MONIoXXeHNe NPY>XWHbI - KOPOTKOMN
CTOPOHOW K pasbemy (puc. 20, 21).

Ha koxyxe (puc. 20, 21) umetorca
0603HaYeHns Ans KOPPEKTHOTO COEANHEHNS
B pa3bem.

puc. 21/ Fig. 21

Chipp tool -
Changing the heating element

Switch off the soldering station and carefully pull
off the connecting sleeve in the direction of the
arrow (1).

Pull off the de-soldering insert as described
under point 5.3 (2).

Unscrew the tip receptacle with the slot key
(3N472) counterclockwise (3) and remove in the
direction of the arrow.

Push the handle approximately 2 cm in the direc-
tion of the arrow (5).

Lift the hook out of the bearing plate from behind
(6) and remove in the direction of the arrow (7).
Pull the heating element out of the plug contact
(8) and remove diagonally in the direction of the
arrow (9).

* Only replace heating elements (042100J) in
pairs.

« Assemble in the reverse sequence.

* Note the install position of the leaf springs
— the short side is in the direction of the plug
connection.

» The points on the lower side of the connection
sleeve indicate the pin arrangement for plug-
ging in.



Power tool

puc. 23 / Fig. 23

HarpeBatefb Gefnbiite

heat. element white

a

3emrsi TepMonapb!
KpacHbIii®
earthred (+),
thermocouple

CUHWiA®
blue

Genbin/
KpacHbIi®
white/red

HarpeBatenb Genblits YepHbIte

PowerTool (puc. 22)

» OTCoeaMHUTE NasinbHUK OT CTaHLMK.

* CHUMHuTE Xarno (No3. 1) v NPY>XVMHHYIO KNUncy
(nos. 2) ¢ HarpeBaTenbHOro anemMeHTa
(nos. 3).

* BbiBEpHUTE KpEenexHbln BUHT pyyku (Mos. 5).

» CTaHUTe pyyKy (nos. 6).

» OTnasinTe HarpeBaTerbHbI aNeMeHT (no3. 3)
ot kabens (no3.7)

» 3amMeHUTe HarpeBaTenbHbIN 3NeMeHT (no3. 3)
UV HanpaenstoLyto kabens (nos. 8).

+ CoeanHuTe kabernb ¢ HarpeBaTenbHbIM
anemMeHToM (pwvc. 23), He nepenyTaBs LBET
NpoBOAOB.

» CobepuTte nasinbHWK B 06paTHOM nopsigke

.

.

.

Detach soldering iron from the station.
Pull off cooled tip (pos. 1/fig. 22) and tip mount
(pos. 2/ fig. 22) from the heating element. Pull
off handle pad (pos. 4 / fig. 22).
Unscrew handle mounting screw (pos. 5 / fig.
22).
Pull off handle (pos. 6 / fig. 22).
Disconnect soldering connection between the
heating element (pos. 3 / fig. 22) and the con-
necting wire (pos. 7 / fig. 22).
Change the heating element (pos. 3/ fig.22) or
connecting lead (pos. 8 / fig. 22).
Restore soldering connection between the
heating element and the connecting wire
(fig. 23).
Assemble in reverse order.

puc. 22 / Fig. 22

R AR HDO
[l
S N

heat. elementwhite black N SRS LA
= | :
=
; X-Tool: 3ameHa HarpeBaTenbHbIX 3NIEMEHTOB X-Tool: When changing the heating elements,
TepmMmonapa 3eneHbine . . “
3epneHb,§. green BaKyyMHoro Tepmootcoca ERSA X-Tool proceed as described in the ,ERSA X-Tool

thermocouple
green (-)

onncaHa B COOTBETCTBYOLLEH UHCTPYKLMMN MO
akcnnyatauum (3BA00023-00).

Operating Instructions (3BA00023-00).
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7. Yxop 3a ctTaHUMEeMm

. Servicing

7.1 MNMonesHble COBETbI

MpumeuaHume:

MCMONb3yNTE TONMbKO OPUTMHANbHbIE
akceccyapbl, CMEHHbIE U 3anacHble
yactn ERSA, noctaBnsemble
cepTUULIMPOBAHHBIMU TOPrOBLIMU
npeacTaBUTENSMMN.

Maintenance and

7.1 Important care jobs

Note:
Only use genuine ERSA consumables and
spare parts in order to ensure reliable function

and to maintain the unit's warranty.

Cobnitopaiite pekoMeHaaLmm no namke u
BbINanBaHmio.

Y106kl 06ECMEUNTH XOPOLLIYHO 3MEKTPO-

1 TEeNnonpoBOAHOCTb, BPEMS OT
BPEMEHM CHUMaNTE Xarno 1 npouuLante
HarpeBaTerbHbI ANEMEeHT faTyHHOM
LLLETOYKON.

Cnepawute, 4TOObI BEHTUNALMOHHbIE
OTBEPCTUS KOpryca CTaHUMKU He Bbinu
3aKpbITbl MOCTOPOHHUMU NpeaMeTaMmn Unu
3arpsisHeHbl Mbinbio.

» Make sure that the soldering / desoldering tip
is always tinned.

If required, wipe the soldering / desoldering tip
on a damp sponge prior to desoldering in order
to remove used solder and flux residue.

To obtain good electrical and thermal con-
ductivity, occasionally remove the soldering
tip and clean the heating element shaft with a
brass brush.

Make certain that the effectiveness of the ven-
tilation holes is not impaired by a build-up of
dust.



8. dnemeHTbI M Replacement Parts and

. HOMeHKnartypHbie Homepa Ordering Information

OnucaHue ApTukyn Description Order No.
OCHOBHbIE MOOYNN: Single parts:

YnpasnsitoLmnii DIG203 A DIGITAL 2000 A electronic 0DIG 203 A
MUKPOMPOLIECCOPHBIN Briok station, 230/24 V, 80 W, antistat.

ctaHuun DIGITAL2000A,
aHTucTaTnyeckmin, 80 BT, 230B

/24 B

BakyymHbI komnpeccop ans 0CU103 A Compressor unit for X-tool, 0CU 103 A
LEMOHTaXXHOro TepmooTcoca antistatic

X-Tool, aHTucTatu4eckmn

MouwuHbIn nasneHuk PowerTool,  0840CDJ Power tool soldering iron, 24V, 0840 CDJ
aHTuctatmyeckuii, 80 BT / 24 B, 80 W, antistatic with tip 842 CD

xano 842CD

YHuBEpCcanbHbI CKOPOCTHOW 0640ADJ Tech tool soldering iron, 24 V, 0640 ADJ
nasnbHuK TechTool, 60 W, antistatic with tip 612 AD
aHTUcTatu4eckun, 60 BT/ 24 B,

arno 612AD

MwukponasneHuk MicroTool, 0270BDJ Micro tool soldering iron, 24V, 0270 BDJ
aHTuctatuyeckun, 20 Bt/ 24 B, 20 W, antistatic with tip 212 BD

»ano 212BD

TepmonuHLET 4EMOHTaXHbIN 0450MDJ Desoldering Pincette Chip tool, = 0450 MDJ
ChipTool, aHTuctatnyeckuin, 24V, 2 x 20 W, antistatic,

2x20 Bt/ 24 B, napHble Hacagku with tips 422 MD

422MD
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OnucaHue ApTukyn Description Order No.
TepmoOoTCOC BakyyMHbI 0720 ENJ X-tool desoldering iron, 24V, 0720 ENJ
X-Tool, aHTUCTaTU4ECKUN, antistatic, with desoldering tip

24 B, HakoHeYHuk 722 ED1223 722 ED1223

MopcraBka aHTUCTaTUYeckas 0A42 Holder for Power tool, Tech tool  0A 42
ansa nasinbHukos PowerTool, or Micro tool

TechTool, MicroTool

[NoacTtaBka aHTUCTaTU4YeCKas 0A43 Holder for Chip tool 0A 43

ans tepmonuHueTa ChipTool

[NogcTtaBka aHTUCTaTUYeCKas 0A44 Holder for X-tool 0A 44

015t BaKyyMHOro TepMooTcoca

X-Tool

[MpodunbHbIe Wmnubl 4ns 3ZT00164 Tip changing tool 3ZT00164
3aMeHbl MasnbHbIX Xan v

Hacagok

BuickosHas rybka c npopesbto 0003B Viscose sponge for holder 0003B

ANA O4YUCTKK XKan; nepen
MCnonb3oBaHUEM YBIaXXHUTE
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OnucaHue ApTukyn Description Order No.
HarpeBatenbHble 3NeMeHThbI: Replacement parts:

HarpeBaTenbHbI 3NEMEHT K 084100J Heating element for Power tool, 084100J
nasinbHuKy PowerTool, 24V, 80 W

80BT/24B

HarpeBaTenbHbIN aNeMeHT K 064100J Heating element for Tech tool, 064100J
nasnbHuKy TechTool, 24V, 60 W

60BT/24B

HarpeBaTenbHbIN aNeMeHT K 021100J Heating element for Micro tool, 021100J
nasinbHuky MicroTool, 24V, 20 W

20BT/24B

HarpeBaTenbHble aneMeHTbl 042100J Heating elements (pair) for 042100J
(napa) K TepMONUHLUETY Desoldering Pincette Chip tool,

ChipTool, 2x20 BT /24 B 24V, 20 W

HarpeBaTenbHbIl 3NeMeHT C 072100J011 Heater insert for X-tool 072100J011
Tepmonapown Ans BakyyMHOro with thermocouple

TepmooTtcoca X-Tool

HarpeBaTenbHbii anemeHT 6e3  072100J012 Heater insert for X-tool 072100J012
Tepmonapbl 451 BaKyyMHOro without thermocouple

TepmooTtcoca X-Tool
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Tech tool Micro tool

ERSADUR soldering tips ERSADUR soldering tips

525

HJ;:Q@ 0612 SD* —Kﬂﬁﬂ@?cl_ﬂ 0212 SD*
\T‘ 4

“9

0612 UD

,‘% 0612 BD n
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W&E@ 0612 CD i
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*Consideration!
Before you start to solder please remove the hose protection nozzle.
More soldering tips upon request!

0212 BD*

0212 CD

0212 ED

0212 KD

0212 MS

0212 WD

0212 VD

X-tool

Desoldering tips, nickel-plated

J

: %0722 EN 0818

0722 EN 0823

0722 EN 1020

0722 EN 1023

0722 EN 1223

0722 EN 1529

0722 EN 1548

0722 EN 0615 S

0722 EN 1018 S

ERSADUR- desoldering tips

0722 ED 1023

H@ 0722 ED 1529
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6 mm/SOIC 8

¥ .:é%% 0422 ED
825

Desoldering inserts

%

825
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0422 FD10
4 mm/SOIC 16

0422 FD3

825

218
I [ 2

7,5mm
SOIC 12/SOT 23

<@

0422 FD1
10 mm/SOIC 16

B4

:e‘: 0422 FD7
25 mm/SOIC 40

= >t 0422 QD3
| 825 17,5 mm/PLCC 48

0422 FD4
12,5 mm/SOIC 20

0422 FD2
15 mm/SOIC 24 |

0422 FD5
17,5 mm/SOIC 28

0422 FD6

825

20 mm/SOIC 32 |

s 0422 QD4
0422 FD8
27,5 mm ‘ oy 20 mm/PLCC 52
3 3
0422 RD1
rsnl ’ 825 22,5x 16,5 mm/
1 0422 FD9 ! QFP 100
t 40 mm
0422 QD2
25 mm/PLCC 68
1 0422 QD5
10 mm/PLCC 20 3§ % 0422 QD7
Py 825 30 mm/PLCC 84
b -
0422 QD1

12,5 mm/PLCC 28

L)

- 0422 MD
8, 0422 QD6
15 mmiGFp,TOFR, | 025 MELF/MINIMELF
TTQFP 80T25 %
8 0422 RD2 = 21 0422 SD
15 x12,5 mm/ 25 MICROMELF
PLCC 32 k . =

*Consideration! Before you start to solder please remove the hose protection nozzle. More soldering tips upon request!
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ERSADUR soldering tips ERSADUR reinforced soldering tips IC desoldering inserts
46 0
s 185 :g? S A \"7 2 -
‘}= 0832 BD ~ &{ 0832 GD 0832 C8/7,62
W <
185 98 EY
N |8y ® 3
% 0832 CD %/\ S
‘t: !:t ks é{ 0832 LD 0832 C14/7,62
3 B
185 3|3
~ A el 1T
% 0832 ED = e
5 : = ] 0832 C16/7,62
- & |51 0832 MD 13
275 2 A
Q $° e B
0832 KD 5 T ;
s i o E Bl E £ Eﬁ%ﬂ 0832 C18/7,62
- — 13]3, - ﬁrﬁ 0832 VD o 8
L | | 0832SD 2

w
&

0832 C20/7,62

0832 UD*

?04
N
b
@
T o6
| | #85
2286
ﬂ'lﬂrﬂﬂmT
-
66
s

&

o

0832 PW 18l 0832C20/12,7

FT
|

66

*Consideration! Before you start to solder please remove the hose protection nozzle. More soldering tips upon request!
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Power tool
ERSADUR soldering tips

55

27

¢08

|

55

21

425

15

|

.—ﬁ——g‘
m:i

375

oW 10
88 o
0842 UD* :3:
425

NI 15
83 >

| 0842 SD

55

£y 28

© ~

L 0842 BD :i:

D66
®85

| 066
85

ﬁl 266
|

P66
@85

mwee
i

425

(40

| o066
085

| 885

&0

15
0842 YD
0842 CD 30
NG,
S
0842 KD 307

L

*Consideration! Before you start to solder please remove the hose protection nozzle.

| #85

0842 ED

0842 1D

0842 JD
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9. Mpasuna Safety information

' 6e3onacHoCcTM

.

.

.

.

.

.

.

[MpoBepbTe KOMMMEKTHOCTL U NCNPABHOCTL CTAHLUUW Nepep UCMoSb30BaHNEM.

[Mpn pemoHTe nomaravTecb TOMbKO Ha CNEeLManucToB UPMbI-U3roToBUTENS. HenpaBunbHO BbINOMHEHHbIN
PEMOHT NpeAcTaBseT AN NoNb3oBaTeNns PUCK HECYACTHOTO Cryyas.

[Mepen HarpeBoM nassibHbIX MHCTPYMEHTOB ybeautech, YTO Hacagku (kana, conna v T.A.) yCTAHOBIMEHbI
npaBunbHO. He poTparmBanTecb ropsyvMu Hacagkamu A0 KOXW, BOSIOC, YyBCTBUTENbHbIX K HarpeBaHuio
N roptounx matepuanoB. PabortanTe 3a CTONMOM C COOTBETCTBYHOLUMMMU XapakTepucTuKamu TernnoBOro
COMPOTUBMEHMS.

OrpaHun4bTe AOCTYN NOCTOPOHHMX NL. Y6eanTech, YTO HUKTO, OCOBEHHO AETH, HE MMEET AOCTYNa K MasnbHOMY
MHCTPYMeHTy 6e3 Ballero no3BoseHus.

OrneonacHo! lMNepen BKMYEHUEM MasNbHOrO MHCTPYMEHTa yAanute roptodme obbeKTbl, XUAKOCTU W rasbl
13 30HbI, rae Bbl cobupaeTecb pabotatb. Ecnn Bbl npepbiBaeTe paboTy, NOMecTUTe NasfbHbIA MHCTPYMEHT
B CreumanbHO MpeAHas3HayYeHHbI Ans 3Toro Aepxatenb. [10 okoH4YaHUM paboTbl OTKMHOYWTE MNasfbHbIN
WHCTPYMEHT OT CETHU.

He octaBnsanTe ropsaunii nasnbHbIN MHCTPYMEHT 6e3 npucmoTpa. NMomMHUTe, Y4TO Nocne BbIKIMYEHUst NasinbHOro
MHCTpYMeHTa Hacafke TpebyeTca HekoTopoe Bpems AN oxnaxaeHus Ao 6esonacHomn temneparypbl.
Copepxute pabodee mecTo B nopsigke. becnopsimok noBbILAET pUCK HECHACTHOTO Criy4vast.
CBuHLOBOCOAEPXaLLMIA NPUMNON ToKcM4eH. CTPOoro 3anpeLueHo ecTb, MMTb U KypuTb Ha paboyem mecte. MNMocne
paboTbl C MpUNoem crneayeT TWwaTenbHO BbIMbITb PYKU.

YTunusupynte otxogbl. [pegycmoTpuTe cnocob yTunmnsaumm noboyHbIX NPOAYKTOB Nanku.

Mcnonb3yiite BeHTUNAUMIO (BbITSXKY). [@3oobpasHble npodykTbl Mavikyu MOTYT HaHecTu Bpen Baluemy
300poBbi0. YbeanTecb B HaNM4Mmn COOTBETCTBYIOLLEN BEHTUMALMK (BBITSKKM) Ha pabodem mecTe.
Ob6pawyanitecb 6epexHo co LWHypaMn nuTanus. He ncnonb3yinte ceTeBOW LUHYP AN1S BblAEPruBaHUS BUIKK
13 PO3EeTKM UMK Ansi MepeHoca ycTpoucTea. YbeauTtech, YTO MpPoBOAa He NnomagalT B 30HY Harpesa U He
KOHTaKTVpYIOT C Macnamu Unu pexyLummmn npegmetamu. MNoBpexaeHHbIn COeaNHUTENbHBIV LUHYP SBMSeTCA
NOTEeHLMaNbHON MPUYMHON BO3ropaHmns, KOPOTKOrO 3aMbIKaHUS U MOPaXEHUS 3NEeKTPUYECKNM TOKOM.
Cnegute 3a okpyxawlymMmu daktopamu. 3awmTute YCTPOMUCTBO OT nonagaHus nobbix XMAKOCTEN 1 Bnaru.
HeBHVMMaTENbHOCTL B 3TOM BONPOCE MOXET MPUBECTY K BO3rOPAHUIO UMW MOPaXEHUIO SMEKTPUHECKUM TOKOM.
MasnbHbIM MHCTPYMEHT TpebyeT yxoaa. XpaHute yctponctea ERSA B cyxom mecTe, HeOOCTYNMHOM AETAM.
Cobntogante ycnosus akcnnyatauuu. PerynspHo npoBoaute npoduvnakTvKy, WCMonb3ynTe akceccyapsbl,
CMEHHblE M 3anacHble 4acTu, NocTaBfseMble TONIbKO CepTUMULIMPOBaHHBIMI TOPrOBLIMU MPeACTaBUTENAMMN
dupmbl ERSA.
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FapaHTumMHbie

lapaHtTs ERSA GmbH He pacnpocTpaHseTcs Ha
9rieMeHTbl, NoABEePXeHHble W3HOCY (nasinbHble kana,
Hacagkv AN BbiNaavBaHWs, HarpeBaTenu), a Takke Ha
Crlydanm HapyLIeHUst YCMOBWIA 3KCTyaTauun U3nenus.
BosBpaTt usgenus no rapaHTUM [OMKEH COMpOBOXAATLCS
MUCbMEHHLIM aKTOM C OMUCaHWeM BWAA HEUCTPaBHOCTM
U 06CTOATENLCTB €ee MOSBMNEHWs, BMEecTe C  Konueit
NnaTexXHoro JOKYMeHTa, NoATBEPX/AatoLLEero MecTo Nokymnku
nsnenus.

dupma ERSA GmbH He HeceT 0TBETCTBEHHOCTV 3a
cofepxaHvie, NonHoTY U CTeneHb AeTanusauny onucaHus
PEeXUMOB  (DYHKUMOHWMPOBAHUSI  U3enus B pamkax
HacTosILLe MHCTPYKLMM Mo aKkennyaTaumu. B cneumndukauuio
usaenus MoryT 6biTb BHECEHbl TEXHWYECKWE W3MEHeHWst
B VWHTEpecax ero ycoBepLUeHCTBOBaHusi. WHdpopmaums,
coAepxallascs B HacTOALLEM PyKOBOACTBE, BKMOYast
TEeXHUYeCKne XapakTepucTUKM W npoueaypbl, TaterbHO
BblBepeHa cneuuanuctamn cupmbl  ERSA GmbH ¢
NPYMEHEHNEM COBPEMEHHbIX TEXHUYECKUX CPeAcTB W
meToauK. Tem He MeHee, OHa He CHUMAeT C nonb3oBaTensi
JINYHON OTBETCTBEHHOCTW MO WCMOSIb30BAHWIO [JaHHOro
M30enusi B KOHKPETHbIX LENsX, PaBHO Kak MNPOBEPKU
v3genvsi nepen akcnnyatauven. Hukakon npsimMon unu
KOCBEHHbI yliep6 OT NpUMeHeHUs U3nenus He SBNAeTCs
npeamMeTom oTBeTCTBEHHOCTU hrpMbl ERSA GmbH. dupma
He HeceT OTBETCTBEHHOCTM 3@ HapyLLUEHNe NaTeHTHbIX Npas
TPeTbUX CTOPOH NyTeM WCMONb30BaHUA MNPOWU3BEAEHHOIO
eto obopynoBaHus 6e3 npenBapUTENbLHOMO MUCLMEHHOTO
NOATBEPXAEHMS.

Bce npaBa coxpaHeHbl. HacTosilee pyKoBOACTBO LiENUKOM
UNV Mo YacTAM He MOXET neranbHO BOCNPOU3BOAUTLCS,
pacnpoCTPaHATLCA U NepeBoanTLCA Ha apyrne ssbiku 6es3
NUCbMEHHOro paspetuenus prpmbl ERSA GmbH.

Warranty

. obazaTrenncTBa

ERSA has produced these Operating Instructions with the
utmost care. Nevertheless, we cannot provide any guaran-
tee for the content, completeness or quality of the informa-
tion contained in this manual. The content is being continu-
ally updated and adapted to current conditions. All the data
contained in these Operating Instructions, including speci-
fications of products and procedures, have been obtained
by us in good conscience and using the latest technical
equipment. These specifications are provided without obli-
gation and do not discharge the user from the responsibil-
ity of conducting an inspection before using the device. We
accept no responsibility for violations of the industrial prop-
erty rights of third parties or for applications and procedures
that we have not previously expressly approved in writing.
We reserve the right to make technical changes in the inter-
est of product improvement. Within the bounds of legal pos-
sibility, liability for direct damage, consequential damage
and third party damage resulting from the acquisition of this
product is excluded.

All rights reserved. This manual may not be reproduced,
transmitted or in translated in another language, even
in excerpt form, without the written permission of ERSA
GmbH.

Heating elements and soldering and desoldering tips are
wearing parts not covered by the warranty. Deficiencies
related to materials or manufacture as well as the proof of
purchase must be indicated and confirmed before return-
ing the goods, and this information included in the return
shipment.
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