o, 1.APPLICATIONS )

1. Great for desoldering & soldering applications on a broad range of components. Applicable components include
S0IC, CHIP, QFP, PLCC, BGA, SMD. On top of that, the station is especially suitable for desoldering in-line sockets,
transformers, LCD screens, nixie tube screens, IC chips, and in-line headers.

2. The unit's applications include heat shrinking, drying, paint removal, glue removal, defrosting, pre-heating, gl-
ve soldering, and more.

o, 11. REFERENCE GRAPHS )

® ( DisplayGuide )
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1. Air Volume (Simulated Value)

2. Temperature Display (Hot Air Rework Station)

32, Indicators for Preset Channelsl, 2 and 3 (Hot Air Rework Station)
4. Operation Indicator {Hot Air Rework Station)

5. Temperature Display (Desoldering/Soldering Station)

6. Indicators for Preset Channels 1, 2 and 3 (Desoldering/Soldering Station)
7. Operation Indicator (Desoldering/Soldering Station)

8 Count-Down Timer (Sleep Mode/Automatic Shutdown)

9. Calibration Indicator (Desoldering/Soldering Station)

10. Suction Peri Indicator

11. Desoldering Station Indicator

12. °F / °C Indicator

13, Calibration Indicator (Hot Air Rework Station)

14. Manual Mode indicator (Hot Air Rework Station)

15, Automatic Mode Indicator (Hot Air Rework Station)
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. Air Volume Adjustment Knob / Hot or Cool Air Switch
. Manual / Automatic Switch
. Temperature Decrease Button (Hot Air Rework Station)

Function Button (Hot Air Rework Station)

Temperature Increase Button (Hot Air Rework Station)
Receptacle (Hot Air Gun)

Power Switch (Hot Air Rework Station)

Multi-purpose Power Switch for Desoldering/Soldering Station (
Switch to O to turn OFF; | to turn on the desoldering

station; Il to turn on the Soldering Station)

Receptacle (Soldering Iron)

Y QSchematic View of Desoldering Gun )
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10. Vaccum Connector (Suction Pen/
Desoldering Station)

11. Receptocle (Desoldering Gun)

12. Temperoture Decregse Button |
Desoldering/Soidering Station)

13. Function Button (Desoldering/
Soldering Station)

14. Temperature Increase Button |
Desoldering/Soldering Station)

15. Power Switch (Suction Pen)

Desoldening Nozzte (Consumabie Part)
Nozzle Enclasure

Fastener

Filtter Tube

Tube Chamber

Release Button

indicator

Casing

Vocuum Tube

10. Power Cord (Desoldering Station)
11. Trigger (Desoidering)
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@, (/ SPECIFICATION

Controlunit dimension L280xW187xH135mm £5mm
Operating ambient temperature 0°C~40°C/32°F~104°F

Hot Air Rework Station

Airflow \ Brushless fan with smooth air delivery

Airvolume l <120L/min

Temperaturerange | 100°C~480°C/212°F~B836°F

Display ] Nixie LED
TSoldering Station

Temperature range 200°C~480°C/392°F~896°F

Display Nixie LED

Soldering tip to ground resistance <2 ohms

Desoldering Station

Temperature range 380 ~430C / T16°F~B36F

Display NixieLED o
|7Suction Pressure 0.05MPa (measured from the nozzle)

o, ( 111. OPERATION )

] GlotAirReworkStation )

1. Set the rework station correctly. Install the hot air gun holder to the left side of the station, ond

place the hot air gun onto the holder.

2. Install the required nozzle (Use of large-diameter nozzles is recommended), and connect the st-

ation’s power cord to an electrical outlet.

3. Turn ON the power switch, and the temperature display shows “— " to indicate the hot air gunin
standby mode. Set the desired temperature by using the increase and decrease buttons, and th-
en pick up the hot air gun. The hot air gun will enter its standard operation status, and the hot air
gun’s operation indicator light (the dot focated at the bottom-right corner of the hot air rework
§tation ’s display) turns ON. The indicator stays ON when the hot air gun is heating up, blinks rap-
idly when the temperature is stabilized and turns OFF when the hot air gun is cooling. Adjust the
air volume adjustment knob to set the appropriate air volume, and begin operation once the te-
mperature has stabilized. The operation indicator blinks rapidly when the temperature enters s-
tabilization. At this point, the precision PID program tracks and compensates the hot air gun’s
actual temperature every millisecond, The hot air gun is now in the high-precision thermostatic

state.
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Program real-time temperature tracking &

Nt

Turn OFF the paower

ce the hot air gun back to the holder.
V F. The hot

' i oti sration indic of the hot air gun turns OF
r rk station), and the 6 ergtion indicator ot i g
S ; b When the temperafure drops bet

air gun now enters cool air mode to cool the heating element. ¥ o
ow 100°C/212°F, the hot air rework station's temperature dr-:'"{ny’ :.umspur;.’-.w kR
in use for an extended period, turn OFF the stotion’s power switch and DISCONNECT the statio-

n’s power plug.

4. When the operation is complete, plo

[ CDesoldering Station )

1. Connect the desoldering gun to the station.

2. Connect the station’s power cord to an electrical outlet.

3. Turn ON the desoldering station's power switch, and the desoldering station’s heating element
will begin heating up. The desoldering station’s operation indicator will turn ON, the indicator
will stay ON when the desoldering gun is heating up, blink rapidly when the ternperature is stab-

ilized, and turn OFF when the desoldering gun is cooling off.
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CAUTION: Upon the first use of the desoldering nozzle, set the temperature to 380°C-716°F
When the pozzle is just hot enough to melt solder, coat the nozzle with a layer of solder (the
use of rosin-core solder is recommended), then set the temperature to your desired value.

4. Press the temperature increase or decrease button to set the station to your desired temperatu-

re, and allow the station to complete the preheating procedure (the station will beep to prompt
you that the preheating is complete) beforeyou should begin desoldering operation. To desold-
er: cover the solder joint with the desoldering nozzle, and completaly melt all :helsc:/der SP ’u"e
joint. Then, press the desoldering trigger to extract all the solder from the joint. o

5. When the operation is complete, use awet sponge or brass wool ball to clean the desoldering

nozzle. Tin the nozzle with @ new layer of solder again, then put the @ rin . j

: S0l , then put the desoldering gun back to the
holder, and_ turn OFF the desoldering station’s power switch. If the station is not in use for an ex-
tended period, DISCONNECT the power cord. i

CAUTION:
Tage gof{e and follow the below tips when using the desoldering station
ake sure all the solder in the solder joint are completely m befor lling tf
o pletely melted before pulling the desol-
B. If there are solder remains in the hole, r '
, resolder, then repeat the desolderi
SLEna i 3 1 €ring procadun
C. Ifthe component’s pin is stuck on the side of the hole causing incomplete sgg':ic*gi E*S*-
n, r?sz(der, then use the desoldering nozzle to move the component's ;J; c-b- 'r“?: :7" uf; i‘
?;'ZS 07’; aqd forth. Once the component’s pin is no longer in contact with rhé ro{z b -H; -
5 Wi es;i} 3.4!19{ trigger, and extract all the solder from the joint .
. When the desoldering nozzle is not clogged, pu cldering tri
dering : , pull the desoldering trigger f
g{frhof thle gun’s indicator. If the color is red or more than half rge :Fgﬁra?nrdsot;sderﬂr/’e e
: 1alt the indicator is red, the n
, heating g(er_nent, and filter tube require proper cleaning. If the color is bit ¢ slighth
red, no cleaning is required. e colorisblue orslightly




E. The desoldering nozzles come in different diameters. The large nozzles are suitable for lar-
ge solder joints with large component pins. The small nozzles are suitable for small solder
joints with small component pins. Select the most appropriate nozzle diameter for your

work.

@ ( Soldering Station )

1. Connect the soldering iron handle to the station, and place the soldering iron into its holder.

9. Turn ON the desoldering / soldering station’s power switch. The soldering iron’s heating eleme-
nt will begin heating normally, and the station’s operation indicator turns ON. The indicator lig-
ht stays ON when the soldering ironis heating up, blinks rapidly when the temperature is stabili-
zed, turns OFF when the soldering ironis cooling off. Begin with the operation when the solderi-
ng station’s operation indicator blinks rapidly to indicate temperature stabilization.

': :: :: Programreal-time temperature tracking &

! tal fal@em== compensation indicator

CAUTION: Upon the first use of the soldering iron tip, set the temperature to 250°C/482°F. When
the iron is just hot enough to melt solder, coat the soldering iron tip with a layer of solder (the
use of rosin-core solder is recommended), then set the temperature to your desired value.

3. When the operation is complete, use a wet sponge or brass wool ball to clean the soldering iron
tip. Tin the soldering iron tip with a new layer of solder again, then put the soldering fron back to
the holder, and turn OFF the soldering station power switch. If the station is not in use for an ex-
tended period, DISCONNECT the power cord.

o (Suctionpen )

CAUTION: When the desoldering gun is connected to the sta-
tion, the suction pen CANNOT be used simultaneously.

Vacuum Tube

Epie

:‘FFLDW Suction Pad
=

SuctionPen Suction Hole

1. Connect the suction pen’s vaccum tube to the vaccum outlet.

2. Turn ON the soldering station’s power switch (Toggle the po-
wer switch to the “If” pole, switch illustrated in reference: co-
ntrol panel guide), and press the “VAC.” Button to activate t-
he suction pen. Hold the suction pen in hand, and block the
suction hole with a finger to enable suction

3. Move the suction pen to ensure the suction pad completely
covers the chip’s surface, then, lift up the chip.

4.Release the finger blocking the suction hole to release the chip.

5. Press “VAC.” again to turn OFF the suction pen.

@ (DigitalTemperature Calibration )

Temperature discrepancies may occur due to the change in the environment's temperature or
due to the replacement of the heating element and other components. You can correct the discr-
epancies with this function. The temperature calibration function can help improve work efficie-
ncy and prolong the lifespan of the soldering iron.
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@ ( HotAir Rework Station ) r
,f

1. Turn ON the hot air rework station's power switch, and the
hot air gun will begin heating up. ,
2. Press and hold the hot air rework station's function button | )

MANUAL

for approximately 2 seconds, and the display will shovs va- ’ PN
[ue as shown in Graph 1. The station now enters the setting E ‘
interface. p—rp

3. Press the temperature increaseor decrease button to enter
the digitai temperature calibration interface. Wait for the
display to show “—", then, press the automatic/manual bu-
tton to jump between digits that you want to change. Press
the temperature increase or decrease button to enter the measured te
then press the hot air rework station’s function button to confirm. If minor discrepancies remain,
repeat the calibration procedures.

4. Quickly press the function button 3 times to exit the setting interface - Temperature calibration

complete.

mperature value and

@ Desoldering/Soldering Station Digital Temperature Calibration )

1. Turn ON the desoldering/ soldering station 's power switch, then, the desaldering/ soldering stat-
jon’s heating element will begin heating up.
2. Press and hold the desoldering station function button for

approximately 2 seconds, and the display will show value
as shown in graph 2.

3. Press both the desoldering station temperature increase -
and decrease buttons to enter the temperature calibrati- ) ]
on interface. Wait for the display to show “—7, and press oL °
the suction pen power switch to jump between the digits
you want to change. Press the desoldering station temp-

erature increase or decrease button to enter the measur-
ed temperature value, then press the desoldering station Graph2
function button to confirm entry. If minor temperature discrepancies remain, repeat the calibra-
tion procedure.

4. Quickly press the desoldering station function button 5 times to exit the temperature calibration
interface.

@ (_“For°CTemperature Display )

This function allows the station to comply with user preferences in different regions.

1. Turn ON the hot air rework station's power switch.
2. Pr_ess and hold the hot air rework station's function button for approximately 2 seconds, and the
display will show value as shown in Graph 1.
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. Press the hot air rework station’s function button again,

and the display will show value as shown in Graph. 3, the
indicator “C” will blink.

Press the hot air temperature increase or decrease button
to switch between Eahrenheit / Celsius display mode, and
then press hot air rework station’s function button again
to confirm selection and exit the setting interface-Setting

complete.

@ ( SleepMode

This fun

vironment.

1. Turn ON the desoldering station’s power switch.
3. Press and hold the desoldering station function button for

3

4. Quickly press the desoldering station function butt

approximately 2 seconds to enter the calibration in terface.

Press the desoldering station function button again to en-
ter the sleep mode setting interface, the display will show
value as shown in Graph 4. with “10” blinking.

complete.

o CAutomaticShutdown)

1
2

Turn ON the desoldering station’spower switch.

Press and hold the desoldering function button for approx-
imately 2 seconds to enter the setting interface. Then quic-
kly press the desoldering station function button 2 times to
enter the automatic shutdown setting interface. The displ-

ay will show value as shown in graph 5. with “02” blinking.

. Press the desoldering station temperature increase or dec-

rease button to set the automatic shutdown timer, then
press the desoldering station function button to confirm.

complete.

ction helps extend the lifespan of the heating element, sa

on 3times toexit t

HOT AIR

Graph3

ve energy, and protect the en-

Graph 4

press the desoldering station temperature increase or decrease button to set the timer, and pre-
<5 the desoldering station function button to confirm setting.

he setting interface-setting

Graph 5

. Quickly press the desoldering station function button 2 times to exit the setting interface-setting

[ C Preset Channels (3 available channels - CH1/CH2/CH3) )

1.

Hot Air Rework Station

Turn ON the power switch, then press the hot air rework station’s function button to select the

07

T —

desired preset channel, Set the respective temperature setting and _air vo.’ume} in :Trrrhhaannnne:}
then stop operating for approximately 5 seconds, and the setting will be saved in thIs < o,

2. Desoldering/Soldering Station ‘ _ '
Turn ON thc? power switch, then press the desoldering/soldering station function button to sele

ct the desired preset channel. Set the respective temperature setting, sleep mode timer, t’)ff;’ ;:;m
atic shutdown timer, then stop operating for approximately 5 seconds, and the setting witl =

saved in this channel.

IV. MAINTENANCE & PRECAUTIONS

@ ( Soldering Station

1. Ifa layer of oxidization forms on the surface of the soldering iron tip, @ misconception can be cre-
ated that the tip cannot heat up properly to melt the solder and do the tinning. But the actual te-
mperatures of both the heating element and tip are high. In such an instance, please do notincr-
ease the temperature value confusedly but use a metal wool ball to remove the oxidization follo-

wing the steps below:

A. Set the temperature to 300°C (572°F).

B. Once the temperature stabilizes, gently rub the soldering iron tip inside the metal wool ball.

C. When the oxidization is partially removed, continue applying solder onto the soldering iron
tip while rubbing it until the tip is completely coated with solder. if the tip is too severely oxi-
dized beyond cleaning, replace it with a new one.

2. DO NOT use metal files to remove the oxidization on the soldering iron tip. If the soldering iron tip

deforms or rusts, replace the soldering iron tip with a new tip.

3. DO NOT apply excessive force on the soldering iron tip when soldering. This will not only notimp-

rove the heat transfer but damage the soldering iron tip instead.

4. When placing the soldering iron back in the holder to idle after a high-temperature operation

adjust the temperature to 250°C (482°F) or below for idling. Failure to do so, and leaving the sold-
ering iron tip to idle on a high-temperature setting will cause the accelerated aging of the heating
element and shorten the lifespan of the heating element and soldering iron tip.

5. After every operation, clean the soldering iron tip, then tin the tip with a new layer of solder to pr-

event oxidization.

@ (Desoldering Station )

1. The cleaning and maintenance procedures of the desoldering nozzle are identical to that of

the soldering iron tip.

2. Cleaning methods of the nozzle, heating element, and filter tube.

08




A. Nozzle Cleaning

*Plug the power plu

temperature to 400°C, 752°F.

*Once the temperature has stabilized, select the ap
{4

e

g into the power socket, and turn ON the power switch. Then set the

propriate cleaning pin to clean the nozzle.

B. Heating Element Cleaning

*Remave the fastener, nozzle enclosure, and nozzle once the heating element is cooled.

*Turn ON the desoldering station’s power switch, and set the station to 400°C/752°F. Once the
temperature is stobilized, select the cleaning pin of the appropriate size to clean the inner hole
of the heating element..

*When done cleaning, turn OFF the power switch.

CAUTION:Cleaning MUST be carried out ONLY when the solder inside the inner hole is completely melted.
d to replace the heating element. When

If the cleaning pin CANNOT be put through the inner hole, you nee
assembling, ensure the fastener is appropriately tightened. A [oosely-tightened fastener will result in low

nozzle temperature and poor thermal transfer.

Heating Element

="

Heating Element Desoldering Nozzle Nozzle Enclosure Fastener

s =

C. Filter Tube Cleaning
1) Turn OFF the power switch, and wait for the filter tube to cool before removing the

tube as instructed by the below graph.

Pulldown C. Replace the filter tube

Automatic ejection III!@
8 10

|

Replace the filter tube

B. Automatic ejection

<+« |4

. Pull-down

b

2) Disassemble the filter tube as per the illustration in the graph, and then remove the
spring filter. Clean the solder off the spring filter.

CAUTION: The filter tube is extremely HOT, beware of burn injuries when cleaning.

h == H

Rubber Retainer

Filter Spring Ceramic Filter Paper

A

—

Replace the filter tube ifany of the following conditions occur: y

*The solderinside the filter spring CANNOT be removed, or the spring hosgccumu!afe scrap
solder more than two-thirds ofits total capacity. - you need to replace filter spnng.

*The rubber retainer is hardened or cracked - you needto replace the rubber retainer.

*The ceramic filter paper has hardened due faan over-accumulation of solderscrap and flu

x-you need toreplace the ceramic filter paper.

3. Heating Element Replacement
(DDISCONNECT the power cord, and wait for the heating element to cool.

(Z)Remove the fastener, steel tube and nozzle.

(3Remove the locking screw securing the heating element.

@Remove the filter tube.

(5)Remove the screws securing the casing,

(®)Remove the heating element’s wirings, and extract the

@install the new heating element.

®Connect the wires as per the original (factory) wiring order.

®@Assemble the desoldering gun in the reverse order of the disassembly, and perform the
temperature calibration procedures..

and open the gun's casing
heating element.

Remove the fastener, then remove
the steel tube and nozzle.

Nozzle Heating element steel tube  Fastener

> [ B

—

u Heating element

© Remove the screws securing the heating element

3, ~ Flo o
Extract the filter j Heviiig Sieam:

Remove the heating element's wirings,
and extract the heating element

Remove the fastener, nozzle enclosure and desoldering nozzle.
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@® ( HotAirRework Station

)

. Keep the air outlet clear and free of blockages at all times.
' The installation of the hot air gun n

2zle have cooled. Install the no
edge of the nozzle with tweezers, or over-tighten the screws.

Select the appropriate nozzle based on your operation requ
en you use nozzlesin different diometers). When using nozzl
you MUST use the maximum oir volume witha relatively low
this operation in the
4. Keep o minimum distonce of 2mmb
5. DO NOT allow the hot air to come in direct contact with facial parts,

ozzles MUST be carried out ONLY when the steel pipe and no-
o with brute force, pull the

zzle correctly, DO NOT install the nozzl
irement (temperatures may vary wh-
s smaller than the stock nozzles,

er temperature setting. Complete

shortest duration possible to prevent damaging the hot air gun.
etween the subject and the hot air gun’s air outlet.
and beware of the danger of

burn injuries. Upon the first use, the hot air gun may emit white fumes, and the white fume will

dissipate in a short while.

NOTE:
The station’s hot air gun and soldering iron handles use high-strength stainless steel tubes.

The station goes through 4 times or more testing, inspection, and calibration procedures bef-
ore rolling off the assembly line. The steel tube may exhibit light bronze color as a result of our
quality control efforts. It is normal to have a slightly bronzed steel tube when you using a brand-

new station; Rest assured for regular usage.

o V. TROUBLESHOOTING GUIDE )

1 S-E-Thisis an indication that the station’s sensor module is faulty. You need to replace the hea-

ting element (the heating element and the sensor modules). Or it may be that the handle has not
been connected (Turn OFF the power, connect the handle, then turn ON the station again.)

2 Pht - This is an indication that the desoldering station is preheatingthe gun, and the vacuum pu-

mp is turned OFF by de{aulz;_ This is a protection function to prevent premature desoldering and
to allow sufficient heating time for the entire desoldering mechanism to heat up to operating te-
mperature.

3. F-1/F-2 - This is an indication that the station is detecting no air output released fromthe hot air

gU”, ﬂ'“d the hot arr gun is in the zero-air ‘UJ otection mode. Yo (0] I‘}Spe t the hatair gUJI
n Y
; Uneedt [} Ci
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VI. PARTS

LIST (DF.SOLDERING G

_ Rubber Retainer
Filter Soring

Filter Tube
Ceramic Filter Paper

Spring (Release Button)
Case (Botiom)

. Vacuum Tube

1. S-Shaped Wire Coupler
. Power Cord (Desaldering Gun)
. Wire Clamp

14 Casing (Top)

15. Switch

16. Tngger

17. Hegting Element

18. Desoldering Nozzle

19. Nozzle Enclosure

Wi o b
mk}.:"g_j.‘oﬁl.\lmpn;\wq\,h.
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( For reference: compatible parts ‘
Nozzle style (specifications and sizes) _
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