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NOTICE

Safety notice: Please strictly follow all the safety
warnings and notices below all the time.
Note: Every 3D printer has undergone printing tests before leaving the factory. If

there are some residues in the extruder of the equipment or some slight
scratches on the build plate, it is normal and will not affect its use.

WORK ENVIRONMENT SAFETY

Please keep the work table of the equipment clean and tidy.

Please ensure that the equipmentis away from combustible gases, liquids and
dust when working. (The high temperature generated by the equipment operation
may react with combustible gases, liquids, and airborne dust, thus causing fire)
Children and untrained personnel are not allowed to operate the equipment
alone.

* L 2R 4

ELECTRICAL SAFETY

€ Besuretogroundthe equipment. Do not modify the plug of the equipment.
Ungrounded equipment/improperly grounded equipment/modified plug will
inevitably increase the risk of electric leakage.

€ Do notexpose the equipmentto damp or hot-sun environment. (Humidity will
increase the risk of electric leakage.Exposure to sunlight will accelerate the aging
of plastic parts)

¢ Make suretoonly use the power cord provided by Flashforge.

€ Donotusetheequipmentduring anthunderstorm.

& Please shutdownthe equipmentand unplugitifitis notin use foralongtime.

PERSONAL SAFETY

Do nottouch the extruder and build plate, etc during printing.

Do nottouch the extruder and build plate when finishing printing in order to avoid
high temperature burns or mechanical damage.

Do notwear scarves, masks, gloves, jewelry ornaments or other objects that can
easily get caughtinthe equipment when operating it.

Do notoperate the equipment while you are tired or under the influence of drugs,
alcohol or medication.

2 L 2R 4
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CAUTIONS

L 2

Keep theinside of the equipment clean and tidy. Do not drop metal objects into

the slide chute atthe bottom of the build plate.

& Pleasecleanupthefilamentdebrisintime. Itis recommended to operate this
outside the equipment.

¢ Any modification of the equipment by yourself will resultin that you will not be

entitled to warranty rights anymore.

Please keep the distance between the extruder and build plate for at least 50mm

during filament loading operation. Too-close distance may cause clogged nozzle

issue.

Please operate the equipmentin a well-ventilated environment.

Do notuse the equipment forillegal activities.

Do not use the equipment to make any food storage products.

Do not put the printed model into your mouth.

L 4
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EQUIPMENT ENVIRONMENT REQUIREMENTS

¢ Theroomtemperature should be between 15°C and 30°C.
€ The humidity should be between 20RH% and 70RH%.

EQUIPMENT PLACEMENT REQUIREMENTS

L 2

The equipment must be placed in a dry and ventilated environment. At least
30cm space must be reserved on the left side and rear side of the equipment, and
at least 60cm space must be reserved on the right side and front side of the
equipment. The storage temperature should be between 0°C and 40°C.

COMPATIBLE FILAMENT REQUIREMENTS

€ Whenusing the equipment, itis recommended to use Flashforge filaments. If
non-Flashforge filaments are used, there will be certain differences in material
characteristics, and thus printing parameters may need to be adjusted.

FILAMENT STORAGE REQUIREMENTS

@ Please keep the storage environment of filaments dry and dust-free after
unpacking. Itis recommended to use the matching drying box for storage.
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LEGAL STATEMENT

@ Theuserhasnorightto make any modification to this user guide.

& Flashforge will not be responsible for any safety accidents caused by the
disassembly or modification of the equipment by the customer. No one is allowed
to modify or translate this guide without the permission of Flashforge. This guide

is protected by copyright, and Flashforge reserves the right of the final
interpretation of this guide.

@ First Edition (August 2021)

@Copyright 2021 Zhejiang Flashforge 3D Technology Co., Ltd. All Rights Reserved.
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Equipment Series

Creator 4F | Extruder F Suitable for printing flexible filaments
Creator 4A | Extruder HT Suitable for printing general/engineering filaments
Creator 4S | Extruder HT/Extruder HS | Suitable for printing composite filaments

Equipment Parameter

Build Volume
Layer Height
Printing Accuracy

Printing Speed

Print Technology

Maximum Platform Temperature
Maximum Chamber Temperature
Extruder

Extruder Type

Nozzle Diameter

Maximum Extruder Temperature
Supported Filament

Filament Spool Capacity
Slicing Software
Supported Format

Connectivity
Touch Screen

Appropriate Temperature for Printing
Appropriate Humidity for Printing
Power

Power Supply Input

OCP (over-current protection)

Net Weight

Printer Size

Installation Space Requirements

400*350*500mm

0.05mm-0.4mm

+0.2mm or 0.002mm/mm (The larger values
shall prevail.)

10-200mm/s (it can be adjusted according to
different materials and printing components)
FFF (Fused Filament Fabrication)

130°C

65°C

IDEX (Independent Dual Extruders)

Direct Drive Extruder

0.4mm (default); 0.6/0.8mm (optional)

F: 265°C; HT: 320°C; HS: 360°C

TPU, PLA, PVA, PETG, TPU 98A, ABS, PP, PA,
PC,PA12-CF,PET-CF

1KG+2KG

FlashPrint

Input: 3MF/STL/OBJ)/FPP/BMP/PNG/JPG/JPEG;
Output: GX/G

USB flash drive/Ethernet/Wi-Fi

7-inch display screen with the resolution as
1024*600

15-30°C

20-70RH%

2320w

AC100-130V/200-240V; 50-60Hz

30A

90kg

840X*675Y*1000Z(1050)mm
21400*1500*1600mm
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1. Equipment Introduction

1.1 Creator 4 Introduction

1. Upper Cover
2. Filter Fan
3.Inner Chamber Heating Assembly
4.Handle

5. Filament Door

6. Power Switch

7. Filament Spool Fixing Frame

8. USB Port

9. Flexible Steel Plate

10. Platform Plate

11. Front Door

12. Extruder

13. Camera

14. Ethernet Port

15. Power Port

16.LED Board
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1.2 Unpacking and Installation

Y WAl 1) To ensure the smooth transportation of the equipment,

please use an automatic or manual forklift with appropriate
specifications for handling.

2) Before unpacking, please make sure that the outer box of the
equipmentis intact.

Unpacking steps:

1. Use specialtools to open the steel-edged wooden case;

2.Remove the steel-edged wooden case board and take off the protective foam;
3. Liftthe equipment from the bottom of the wooden case;

4. Remove the protective wrapping film from the machine surface;

5.0penthe frontdoor of the machine and take out the power cord;

6. Connectthe power cord to the socket and the equipment;
7. Touch the power switch slightly to start the machine;

07
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Platform

8. Clickthe-[Manual] onthescreen, selectthe "No Fixed", press and hold

the [fJ , the Z axis will rise to about 100 to 120mm, and then take out the inner
pearl cotton;

9. Take out all pearl cotton and accessory boxes inside the equipment;

10. Use the accessory diagonal pliers to cut off the X-axis and Y-axis fixing ties (be
careful notto cut off the ties of the filament guide tube and the extruder harness),
and move the left and right extruders to ensure that they can move freelyin Xand Y
directions;

11. Adjust the casters atthe bottom of the equipment, make it rotate clockwise, and
the foot pad willrise, sothatthe equipment can be pushed. Move the equipment to
the position to be placed, and then adjust the casters counterclockwise to fix the
equipment. At this time, the casters will not be able to rotate (when the equipment
isinstalled, the installation space size should not be less than
1400*1500*1600mm);

12.Install the Wi-Fi antenna. Take out the Wi-Fi
antenna from the accessory box, installit on the back
of the equipment, and screw it tightly. The position is
shown inthe figure:

08



1.3 Packing List

3D Printing Filament*2

<«

LEESE

After-sales Service Card

User Guide

Unclogging Pin Tool

Allen Wrench

Leveling Card

Diagonal Pliers

Cleaning Brush

Desiccant*2

N

Wi-Fi Antenna

Elbow Tweezers

HEREE

_

PEI Flexible Build Plate

0

9

Fuse*5

N



Different equipment versions correspond to different equipment packaging

configurations, with the following differences:

Equipment Creator 4A Creator 4S
/ HT Extruder*2
HT Nozzle HS Nozzle
Assembly*2 Assembly*2
Nozzle Assembly
/ 1

Flexible Platform
Steel Plate

10




2.Preparation Before Printing

2.1 Filament Loading

Filament

Handle

1. 0Openthe door of the filament spool, 2. Press the filament feeding handle
hang the filament on the filament spool onthe extrudertoinsertthe filament
holder, and pass the filamentthrough into the extruder;

the corresponding filament sensors
respectively until the filamentis seen
from the other end of the guide tube;

4 FLASHEORGE

s
‘.’ Load

"*' Unload

‘- Clean

3. Click the -[Load] onthe screen, select the corresponding filament for each
extruder, start filament feeding, and operate following the screen prompts.
11



2.2 Equipment Calibration

The equipmentincludes the following leveling and calibration operations:
Z-axis calibration, X,Y-axis calibration, automatic leveling, expert mode calibration.

PSRRI Theequipmenthasbeen leveled and calibrated before leaving
the factory, soitis generally unnecessary to calibrate again.

However, the leveling plane may be damaged due to the
vibration generated during transportation. It is recommended
to perform a Z-axis calibration before printing.

Special Note: The left nozzle needs to be manually
lifted before performing Z-axis calibration when first
unpacking. For specific operation, first unscrew the
M4 top wire counterclockwise with a 2.0 Allen
wrench, then gently push the whole left nozzle
assembly upwards by hand, and then tighten the M4
top wire with a 2.0 Allen wrench to fix it (as shown in
the leftfigure).

M4
top wire

Please proceed in the following order:

1. Click the -[Level and Calibration] on the touch screen;
2.Selectthe Z-axis calibration;

3. Perform Z-axis calibration and operate following the screen prompts.

& FLASHFONGE T & FLASHFORGE

Figure 3

o=

Figure 4

Figure 1 Figure 2

Step1: Perform the Z-axis calibration(figure1), determine the right extruder origin
witha leveling card (the leveling card will have a certainresistance between the
nozzle and the platform), then record the coordinate position(figure2), now the
relative position between the nozzle and the platform is shown as below(figure3,
figure4).
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Figure 8 Figure 9

Step2: Click “next” to continue Z-axis calibration, move the platform to the
coordinate position which isrecorded in Step1(it allows error within 0.05mm)
(figure5, figure6, figure7). There will be space between the left nozzle and the
leveling card atthe moment, also the relative position between the left nozzle and
the platformis shown as below (figure8, figure9).

4 rasuronce / Figure 10 Figure 11

€ Z Axis Callbration

Finished!

M4 Top wire

L1 [] Figure12




Step 3: Unscrew the M4 top wire Counterclockwise (indicated by an arrow in
figure11) with a 2.0 Allen wrench, then the left extruder assembly will
automatically falldown on the leveling card (figure12). Then tighten the M4 top
wire with a 2.0 Allen wrench, now both extruder heads are at the same height, the
leveling completed (Note: the height difference between two extruders should be
within 0.05mm, shown as figure10. Otherwise it will reduce the successful rate of
printing with 2 extruders atthe same time).

2.3 Internet Connection

2.3.1 Wired Network Connection

1) Plug the network cable into the network cable interface on the back of the
equipment.

2) If the E icon appearsintheupperrightcorner of the screen, itindicates that
the equipmentis successfully connected to the network.

2.3.2 Wireless Network Connection

V WARIIMIe]'M Make sure Wi-Fiis installed before connecting to the wireless

network, otherwise the wireless signal will be affected.

1) Click the -[Network] on the touch screen, and select the "WiFi".

2) Clickto connectto the corresponding wireless network. If the E icon appears
inthe upperright corner of the screen, itindicates thatthe equipmentis
successfully connected to the network.



3.Software Installation

Method 1: Find the FlashPrint software installation package in the USB flash drive
and selectthe corresponding system version for installation.

Method 2: Download the latest slicing software from the official Chinese website
(www.sz3dp.com) or the official English website (www.flashforge.com) for
installation.

3D printing process:

Getthe modelfile. - Slice it with the slicing software. - Transfer the file to the
printer for printing.

4.First Printing

4.1 File Transfer: Wi-Fi Transfer

Importthe file to FlashPrint for slicing, select the Creator 4 to connect to the
machine (or by entering the IP address or by auto-scanning, while the IP address
can beviewed in the [About] of the equipment). After slicing is completed, send
the file directly to the printer for printing.

e 4 FlashPrint - Hilber)_Cule_a gu




4.2 Printing via a USB Flash Drive

The equipment can perform printing via a USB flash drive: save the sliced file to the
USB flash drive, insertthe USB flash drive into the equipment, and select the
corresponding file to print.

4.3 Printing via FlashCloud

Printing via FlashCloud

1. Enter the FlashCloud website, register your account, and then you can login and
use it after the email activation.

FlashCloud: https://cloud.sz3dp.com

&) Flashcloud ®v
2} Home My Printer [OXCLLULIEIN  he current printer is empty, please add a printer
My Printer Name K Registration Code Type
[ mymodet Add Printer
B I
CED @ED

2. Clickthe [My Printer]-[Add Printer].

Fillinthe registration number (cloud registration code) on the "Add Printer" page,
and name the printer. After clicking the "OK", these information will appearin the
FlashCloud interface of the printer.

4.4 Model Removal After Finishing Printing

- Whenremoving the model from the build plate, please pay
attention to the need to wait for the platform to cool down

before operating. At this time, you can check the temperature
icon on the status bar of the screen to confirm the platform
temperature. The greeniconindicates that the platform
temperature is lower than 50°C, then you can operate it safely.
The matching gloves can be used when removing the model,
and attention must be paid to the high temperature of the
equipment.
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After finishing printing, lift the lock latch on the front of the platform plate upwards
and rotate it 90 degrees, take out the whole platform plate, and bend the platform
plate to remove the model.

Locking

Remove the model and put the platform plate backinto the equipment again.
Operate as follows:

1. Install the flexible steel plate on the platform plate with the four snap hooks
inserted atthe rear end (note that they should be inserted on the inside of the snap
hooks);

2. Rotate the lock latch 90 degrees and press the flexible steel plate.

17



5.Equipment Configuration and Operation

5.1 Normal Mode

When the equipment uses a single extruder to print, setin the normal mode in the
slicing software; The right extruder printing model is preferred by default. Users
can alsoselectsuitable extruders to print according to actual needs. The model
can be modified by moving, rotating and scaling. Click the [Start Slicing], select the
corresponding printing material, and click the [Slice] and the sliced file can be
generated.

. 4 Flashbrion - unthtind tpg®
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5.2 Dual-extruder Printing Mode

When printing dual-color/dual-filament models in the dual-extruder printing
mode, please make sure thatthe nozzles are in contact with the anti-oozing plate,
which will prevent the nozzles from oozing during the printing process;

When printing single-color models, a single extruder is automatically used as the
printing extruder by defaultif the user has not set the dual-extruder printing mode
in advance.



The following settings can be made when printing dual-color/dual-filament
models:

@

B e -

@ e &

5]

&

Overhang Threshold  55°
Fillae Size LSwen

Touch Plattonm Ordy

2. Clicktheicon and selectthe supporttype as;

3. Clickthe [Auto Supports];




Supports

Additions

Cooling

Others

Machine Type Creator 4
Material Right PLA *  L75mm .
— o - a7 -
et -~ :
Right Extruder Temperature 200°C = m
Left Extruder Temperature 200°C B

T
Platform Temperature 45 :
Chamber Temperature 40 3
Chamber Preheat Time Omin -
Temperature Control List ]
Control Module Right Extruder =

+

4. Click the [Start Slicing] to enter the parameter configuration screen;
5. Select the configured filaments (for example, Creator 4 PLA+PVA);
6. Click the [Slice].

By default, the equipment prints the support and model with

the same extruder. If different filaments are used for support
(such as printing PVA support with the left extruder and
printing PLA model with the right extruder), select the left
extruderinthe support options.

4 slice
! Select Extruder Automatch ! Basic Mode »
i i
| i
H Automatch !
s |
| Right Extruder H
e -~ |
\, 1 I s
SoeroNadd O 0350 :
Space to Model (Z) 0.20mm >
i e ’
Path Shape Polyline -
Path Space 2.0mm =
Support Thickness 0% H
Top Solid Layers (1] H
Path Angle 45 s
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5.3 Mirror/Duplicate Mode

When you need to printtwo identical or mirrored models, just choose the
mirror/duplicate mode in the slicing software. In this mode, the left and right
extruders will printthe models atthe same time(Note: only models with X-axis
lessthan 183mm are supported in the mirror/duplicate mode).

& Pt s b

Compensation layerin the mirror/duplicate mode

Mirror/duplicate mode: Since the heights of the left and right extruders are
different after installation, the software will automatically add a compensation
layer to compensate for the height difference when slicing, so that the printing
heights of the leftand right sides are consistent. Z-axis calibration is based on the
right extruder, and the height difference between the left and right extruders is
recorded.

Platform Platform
When the distance between the right When the distance between the left
extruder and the platform is smaller, extruder and the platform is smaller,
the left extruder prints the the right extruder prints the
compensation layer. compensation layer.
--------- Model
---------- Raft

When the height difference is less than 0.2mm, the compensation layer will not be
printed.

The compensation layeris printed first, and itis easy to be removed by adhering to
the raft. If the raft printing is not added, the compensation layer will be directly
applied to the model, which is difficult to remove.

21



5.4 Filament Configuration

Creator4 seriesis equipped with two independent extruders;
Creator 4 series contains three types of extruders, which can support different
filaments separately.

Extruder-F Extruder-HT Extruder-HS
180-265°C 200-320°C 265-360°C
2.85mm 1.75mm 1.75mm

Different types of equipment are equipped with different types of extruders:

Creator 4F Creator 4A Creator 4S

Extruder-F Extruder-HT Extruder-HT/Extruder-HS
Suitable for printing Suitable for printing Suitable for printing
flexible filaments engineering filaments composite filaments
TPU85A-95A PLA/ABS/ASA/PETG/PC, etc.| PACF/PAGF/PET-CF, etc.

Please refertothe table below for the combination of independent dual-extruder
extrusion filaments.

Soluble filament combination: Insoluble filament combination:
Left extruder Right extruder Left extruder Right extruder
PVA PLA PLA PLA
PVA NYLON ABS ABS
HIPS ABS ASA ASA
HIPS ASA PC PC
HIPS PC PA PA
HIPS PETG PETG PETG
HIPS HIPS PA-CF PA-CF

PVA: Soluble in water. PA-GF Pl

HIPS: Soluble in limonene.

V WARIIMIeIM As carbon fiber or glass fiber material is with strong strength,

please use extruder-HS for printing this kind of material. The
extruder is configured with a 0.6mm-nozzle by default; Carbon
fiber composite materials are easy to cause blockage, soitis
notrecommended to use a 0.4mm-nozzle for printing this.
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Storage of filaments such as PVA/PA/PACF

As PVA is water-soluble and highly water-absorbent, and filaments will soften
after absorbing water, it will easily cause printing failure. During printing, itis
necessary to place desiccantin the filamentbin, and itis recommended to keep
the humidity of the filament bin within 15%; Humidity status can be viewed on
the screen.

PVA will soften when the temperature is higher than 50°C, so itis not
recommended to dehumidify it during the chamber-heating state when printing
PVA.

PA/PVA/PACF all need to be stored in a sealed and dry environment. After
finishing printing, itis recommended to store the filaments in a drying box.
Filaments are easy to cause stringing and oozing when being exposed to
moisture, which will cause poor printing quality of models.

5.5 Filament Parameter Setting

In order to obtain high-quality printing effect, different printing filaments require
different parameter settings, and Flashforge will configure the corresponding
printing parametersin the slicing software. If fillaments of other brands are used,
the characteristics of the filaments corresponding to different filament brands will
be different, which may involve fine adjustment of parameters. You can use the
expert mode to adjust different parameters when slicing. The following are some
adjustment suggestions for reference only:

Thickening the height of the first layer and increasing the filament extrusion
amount of the first layer are beneficial to the adhesion of the first layer.

When printing small models with PLA (or the printing environment temperature
is lower than 25°C), itisrecommended to set the rafttemperature to 40°C.

When printing large models with PLA (or the printing environment temperature
is lower than 10°C), itis recommended to set the raft temperature to 50°C.

Make sure to close the equipment door and front door when printing models with
ABS.

When printing partial and small models, different printing speeds can be setin
the slicing software according to the layer height.

If you need to strengthen the partial part of the model, different filling amounts
can besetaccording to the layer height.

If the modelis required to feature strong performance, itis recommended to
select 100% filling.

If the supportis easy to break, itis recommended that the thickness of the
supportshould be more than 90%.

If the supportis difficultto remove, itis recommended to increase the Z-axis
clearance of the support.

If you need toimprove printing efficiency, you canincrease the layer thickness.
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5.6 Removal Method of Water-soluble Support Material

Models using PVA as the support material require some subsequent treatment after
finishing printing. Place the models in water to dissolve the PVA support.

1. Submerge the modelin water
Place the model with PVA supportin water and the PVA will slowly dissolve. This
process can be quickened by using the following methods:

Warm water will decrease the dissolving time. If PLA is used for the printed
model, please ensure that the water is no hotter than 35 °C, otherwise the PLA
may be deformed.

Use stirring/running water to decrease the dissolving time. Moving water
enables the PVA to dissolve more quickly.

You can also speed up PVA dissolution by placing the modelin water for
approximately 10 minutes, then removing most of the support with pliers and
placing the model backin the water.

2. Rinse with water
After PVA supports are totally dissolved, rinse the model with water to remove any
excess PVA.

3. Letthe modeldry
Letthe modeldry completely and apply additional post-processing to the model if
necessary.

4. Disposal of waste water

As PVAis a biodegradable material, therefore disposing the waste water
afterwards is easy. The waste water can be disposed down the drain. After
disposal, run hot water from the tap for approximately 30 seconds to remove any
excess saturated PVA and to avoid longer-term clogging issues.

5.7 Camera Connection

1. Please remove the camera cover before using the camera;

2.Turnonthe camera switch;

3. Afterthe equipmentis connected to FlashPrint, the real-time video screen can be
viewed in the FlashPrint-[Multi-Machine Control].
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6.Equipment Operation Interface Introduction

VWAl The firmware will be upgraded from time to time. Please refer
to the actual display screen for the interface. The following is
only a brief introduction of functions.

6.1 Printing Screen

Eﬂ_ storage

=
l? usal

Some parameters can be adjusted during printing.
Click the B icon forthe control of the printing speed, fans and lights.

4 FLASHFORGE

After finishing printing a file, if the color of the file name in the list changes, it
means thatthe file has been printed;

If you wantto delete a filein memory, please long press the file in the file list, and
then selectit andclickthe [Delete].
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6.2 Filament Screen

4 FLASHEORGE

. { Load
W Load ruder Do IEHSRUEE fight Bxtruder D

s

"' Unload

Adjust Temperature
Custom
{

‘- Clean

The filament screenincludes: [Load], [Unload] and [Clean].

During filament feeding and withdrawing, users can set according to the
filamentto be actually installed. If the currently required filamentis notin the
screen, users can customize the filament and set the required temperature for
filament feeding.

Filament cleaning: When the filaments printed in the last two times are different,
please perform filament cleaning. In this way, it will avoid the situation that the
filamentis carbonized thus causing blockage oris not extruded due to different
melting temperatures of the filaments. When switching from a high-temperature
filamentto a low-temperature filament, this operation must be performed; For
example, when you need to switch itto PLA material after printing with PC
material, itis necessary to clean the PC material from the nozzle, soitis
necessary to setthe temperature required for melting the PC material until all the
PC materialis extruded from the nozzle and there is noresidue leftin the nozzle.

Due tothe high viscosity of melted PETG material and its tendency to clog when

mixed with other materials, it's recommended to clean the extruder before and
after use.
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6.3 Preheating Screen

4 rFLaskFORGE " & FLASHFORGE 7 b

Left extruder Right extruder Left extruder Right extruder

220°C - + 220°C 220°C/220°C + 22D°C

Platform

100°C

The temperature of the extruder, chamber and platform can be setin advance as
required on the preheating screen.

6.4 Tools Screen

& FLASHFORGE

The tools screenincludes:
[Level and Calibration]:
Z-axis calibration, X,Y-axis calibration, automatic
leveling, expert mode calibration.
[Network]: Here you can connect the wireless network,
wired network and hot spot.
[Manual] (Manual control): Here you can manually
move the X,Y,Z axis of the equipment.
[Home]: Here you can make each axis of the equipment
return to the zero position.
[Cloud]: Here you can connectto the FlashCloud.
[About]: Here displays the basicinformation about the
equipment.
[Status]: Here displays the running status of the
equipment.

[Maintenance] : Here lists some maintenance items. If users encounter any
problems, you can check here.

[Upgrade]: Here is for the firmware upgrade. You can upgrade to the latest
firmware of the equipment when the wireless network is connected.
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6.5 Setting Screen

4 FLASHFORGE

The functions can be turned on or off on the setting screen.

[Extruder Type]: The selection of the extruder type is related to the setting of the
filament feeding and printing temperature, so be sure to select the extruder that
matches the equipmentinstallation.

[Filament Check]: When the filament detection function is turned on, the
equipment will stop printing when the filamentruns outin the middle of
printing.

[Auto Shut Down]: When the automatic shutdown functionis turned on, the
equipment will automatically shut down after finishing the model printing.
[Power Off Continue]: When the resuming printing after recovering from power
failure functionis turned on, if the poweris suddenly off during printing, the
equipment will automatically store the current printing position data, and
continue the printing of the current model after the power supply is recovered.
[Air Filter]: When the air filtration function is turned on, the fan on the back of the
equipmentstarts; The front of the fanis equipped with HEPA filter cotton and
activated carbon filter cotton, which can filter the dust and peculiar smell
produced during printing.

[Box Heat Preservation]: When the chamberinsulation function is turned on, the
temperature insulation time before and after printing can be set. Due to the
characteristics of some materials, itis necessary to maintain the thermal
balance before and after printing.

[Pl-Heat Preservation]: When the platform insulation function is turned on, the
platforminsulation time before and after printing can be set. Whenin the
transition state of removing the model, avoid increasing the time of reheating
when the temperature drops. When this functionis turned on, the platform
remains the heating state when the modelis removed after printing. Please pay
attention to the high temperature and avoid burns.
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7.Maintenance

7.1 Maintenance Screen

You can query the current encountered problem on the maintenance screen.
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7.2 Extruder Maintenance Introduction

7.2.1 Extruder Parts Diagram

VWAl When operating the extruder, the power supply must be

disconnected.

Left Extruder Assembly Right Extruder Assembly

1. Left Extruder Upper Cover 8. Left Sheet Metal Shell

2. Filament Feed Motor 9. M4X6 Top wire

3. Left Handle 10. Right Extruder Upper Cover
4. Cooling Fan 11. Right Sheet Metal Shell

5. Left Nozzle Assembly 12.RightHandle

6. M3*30 Hexagon Socket Button Head Screw M3*30  13. Right Nozzle Assembly
7.M3*6 Hexagon Socket Button Head Screw M3*6 14. Proximity Sensor

As shown inthe above figure, the device is equipped with two extruders. According
tothe direction, they are called the left extruder and the right extruder. The parts
and numbers related to the extruder assembly are consistent, but they are
left-right symmetric. Please note thatthey cannot be used interchangeably at will.

30



7.2.2 Clogged Nozzle Cleaning

Method 1:

1. Heatthe nozzle to the matching temperature of the filament used;

2. Pulloutthe filament guide tube, press the handle and pull out the filament;

3. Observe whether the head of the filamentis bent. If so, cut off the bent part of
the head of the filament, then insert the filament guide tube and the filament
intothe nozzle again, and clickthe [Load], and the nozzle will re-extrude the
filament.

Method 2:

Unload filament from the extruder, and then heatthe nozzle to the set temperature.
Open the filamentfeeding handle and insert the unclogging pin toolthrough the
filamentinletinto the heatbreak and nozzle to extrude any remaining filament.

Method 3:

If the method 1 and method 2 operations are ineffective, please replace the nozzle
assembly. Clickthe [Maintenance]-[How to replace the nozzle?], and operate
following the instructions on the screen. That s, as follows:

FNUSRIT Ml Afterchecking the steps shown onthe screen, power off the
equipment before replacing the nozzle assembly.

4 FLASHFORGE =y 4 FLASHFORGE

{ H
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7.2.3 Dual Extruder Height Calibration

& FLASHFONGE = 5 & FLASHFORGE

€ Leveland C

Figure 3

=

Figure 4

Figure 1 Figure 2
Step1: Perform the Z-axis calibration(figure1), determine the right extruder origin
witha leveling card (the leveling card will have a certain resistance between the
nozzle and the platform), then record the coordinate position(figure2), now the
relative position between the nozzle and the platform is shown as below(figure3,
figure4).

& FLASHFONGE 235 & FLASHFORGE

ks €

o [d

Figure 8 Figure 9
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Step2: Click “next” tocontinue Z-axis calibration, move the platform to the
coordinate position which is recorded in Step1(it allows error within 0.05mm)
(figure5, figure6, figure7). There will be space between the left nozzle and the
leveling card at the moment, also the relative position between the left nozzle and
the platformis shown as below (figure8, figure9).

PR Em— = 5 Figure 10 Figure 11

is Callbration

M4 Top wire

L1 [] Figure12

Step 3: Unscrew the M4 top wire Counterclockwise (indicated by an arrow in
figure11) with a 2.0 Allen wrench, then the left extruder assembly will
automatically falldown on the leveling card (figure12). Then tighten the M4 top
wire with a 2.0 Allen wrench, now both extruder heads are atthe same height, the
leveling completed (Note: the height difference between two extruders should be
within 0.05mm, shown as figure10. Otherwise it will reduce the successful rate of
printing with 2 extruders atthe same time).

7.2.4 Platform Flatness Calibration

Generally, users do not need to operate this. When the flatness of the equipment
thathasundergone some calibration or the automatic leveling compensation is
stillincorrect, it may be that the flatness of the platform has been damaged during
installation. Atthis time, the initial platform leveling is required.

B JIdEIN eIzl For this operation, you can contact Flashforge after-sales

personnel for remote assistance in the calibration.
Please operate as follows: There are 4 leveling points in total.
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1. Remove the flexible steel plate;

2. Loosen (note thatthe screws only
needto be loosened, and do not
need to be removed) the four
locking screws on the platform;

3. Click the -[Manual] onthe screen and click the Z-axis rising arrow to
manually move the extruder to the Position 1 (thatis, above the leveling screw);
Stop when the Z axis rises to the position where it willtouch the nozzle; Insert the
leveling card between the platform plate and nozzle, and adjust M5*60 left
screw under the profile atthe same time; When feeling resistance during sliding
the leveling card, itindicates thatitis the appropriate position. Then adjust the
right screw under the profile in the same way as the left screw;

Platform Plate

Profile

4. Move the extruder to the Position 2 manually, and be sure to move it slowly. If the
extruder scratches the platform, itis necessary to adjust the M5*60 left screw
under the profile atthe Position 2, slide the leveling card to confirm that the
distance between the nozzle and the platformis appropriate, and then adjust
theright screw;

5. Adjustthe Position 3 and Position 4 inthe same operation method inturn;

6. After finishing the adjustment of the four positions, please tighten the four
screws above the platform to lock the platform.
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7.3 Equipment Maintenance

7.3.1 Filter Screen Replacement

Recommended replacement frequency:
Every 3-6 months (or when the filter screen turns
yellow/black).

1. Take out the filter cover upward. R —
2. Insert the new filter screen from the top down
into the slot, and push it to the bottom.

7.3.2 Linear Rail Maintenance

Recommended maintenance period: Every 500 hours of printing. Clean X-axis,
Y-axis linear guide rails, and slider sides with a dust-free cloth. Please wipe in one
direction and avoid back-and-forth wiping.

Y-axis guide rail

Y-axis guide rail

X-axis guide rail
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Y-axis Guide Rail Cleaning: Move the X-axis guide rail to the frontmost position,
wipe upper and side surfaces of both Y-axis rails clean, and then clean accumulated
oil on both sides of the two sliders. After completion, move the X-axis to the
backmost position and repeat the above wiping process;

Upper surface of
Y-axis guide rail

Slider

Side surface of
Y-axis guide rail

2. X-axis Guide Rail Cleaning: Move both extruders to the rightmost position, wipe
upper and side surfaces of X-axis rail clean, and then clean accumulated oil on
both sides of the slider. After completion, move both extruders to the leftmost
position and repeat the above wiping process.

-

X-axis guide rail

3. After finishing wiping, evenly apply lubricating grease (see the packing list) on
upper and side surfaces of X-axis and Y-axis guide rails. Slide X-axis and extruders
back and forth 3-5 times to ensure lubrication coverage of guide rail surfaces.

36



7.4 Filament Detector Replacement

1. Please unload the filament first before replacing the filament detector.

2. Loosen the two set screws as shown in the figure, and then unplug the connecting
wires from the filament detector.

3. Remove the two screws of the filament sensor and remove the filament sensor
from the filament guide tube.

Set screw
&
&
o Set screw

G
Set screw ©

Set screw

4. Install the new filament sensor on the filament guide tube and tighten the two screws.
5. Install the filament detector back on the machine and tighten the two set screws.
Replacement is completed.

=

Filament guide tube
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8.Q&A

Q1. Clogged nozzleissue.
Answer: Click the -[Maintenance].

Q2. Howtoreplace the nozzle?
y WARIIMIe]M Please shut down and cut off the power before replacing the
nozzle. Please do not operate with electricity.
Answer: Click the -[Maintenance].

Q3.Isthere a need to calibrate the extruder after replacing the nozzle?
Answer: Yes.

Q4. Click to start printing the model, and the extruder moves, but there is no
filament extrusion at the beginning of printing.

Answer:

1. Observe the filament guide tube to confirm whether the filament enters the
extruder; If not, please click the [Load] button again until the filamentis extruded
from the extruder;

2. Check whetherthe nozzleis clogged. If so, please check the Q1 for the solution.

Q5. Therelative position between the nozzle and the platformis too high (far
away from the platform) or too low (touching the platform) during printing. How
to levelit?

Answer: Click the -[Level and Calibration]-Z calibration, and operate according
to the screen prompts.

Q6. Can the filaments of other brands be used?

Answer: The filaments of other brands can be used. But it needs parameter
adjustment and configuration due to the temperature difference of different filaments.

Q7.1sthe equipment compatible with all ACinputs?

Answer: The equipmentis compatible with 220V-240V or 100-120VAC input voltage. If
the input voltage is different between different regions, it cannot be directly powered
on, thatis, for countries with 110VAC voltage, it needs to purchase the equipment
corresponding to 110VAC voltage.

Q8. Can the equipment automatically shut down after finishing printing?

Answer: Yes.

Q9. Is printing ABS material safe?

Answer: ABS material will release toxic gases during heating, soitis recommended to
open the HEPA air filter for filtration during or after printing. If conditions permit, it is
recommended to place the equipmentin an open environment for printing. Itis
recommended to print PLA nontoxic materials in children's activity places.
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Q10. The printed modelis warping or not sticking well.

Scheme 1: Increasing the platform temperature can effectively alleviate this
problem, as the high temperature can increase the adhesion between the
platform and the model.

Scheme 2: Choosingto add a raft when slicing the model can effectively alleviate this
problem.

Scheme 3: Apply glue.

Scheme 4: If the clearance between the nozzle and platformis too large, the
clearance can bereduced accordingly, and the clearance can be adjusted
by using extruder calibration in the expert mode or leveling and
calibration function.

Scheme 5: Confirm whether the platform is laid flat. The leveling and calibration
function can be used, and itis recommended to perform a full-process
automatic leveling.

Q11. Must araftbe added when printing a model?

Answer: Not necessary. When printing the raft, the filament extrusion amountis
larger and the printing success rate is higher. Under the condition of raft heating, the
adhesion between the model and the platform plate increases, which makes the
model adhere to the platform well when printing, and also increases the printing
success rate.

Q12. Afterinserting the USB flash drive, the print file can not be found, and the
screen displays all as folders.

Answer: The format of the U disk is incorrect. The equipment supports FAT32 file
system. Please format the U disk into FAT32 format.

Q13. Whatis the expert mode during calibration?

Answer: When in the expert mode, the clearance value can be directly adjusted and a
whole calibration process can be skipped. The expert mode is suitable for
experienced users. For details, please refer to the expert mode explanation in the
screen calibration instructions.

Q14. Wi-Fi connection failure.

Answer:

1. Please check whether the Wi-Fi name contains special characters. If so, please
modify it and try again.

2. Please check whether the password contains special characters. If so, please
modify it and try again.

Q15. Matters needing attention in updating the firmware.

Answer: Please do not disconnect the power and the network when downloading or
updating the firmware to prevent the update failure.

Q16. Why is the boot screen white?

Answer: If the start-up sound can be heard, please replace the screen or the flat

cable; If not, please contact our after-sales personnel.

Q17. Equipment crash and black screen (blank screen) occur during printing.
Answer: Please reboot the equipment, copy the firmware log and send it to
Flashforge after-sales engineers for troubleshooting.
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9.Help and Support

Flashforge professional after-sales service personnel and salesmen are on standby for
you at any time, and are very willing to help you solve any problems you encountered
during use. If the answer can not be found from the user guide, you can go to our official
website to search for the solution of your problem, or contact us by phone.

Some explanations and solutions of common problems can be found in our official
website. Many of your problems can be solved in www.flashforge.com, the official English
website of Flashforge.

The Flashforge after-sales team can be reached by email or phone from 8:00 a.m. to 5:00
p.m. from Monday to Saturday to solve your problems. In case you contact us during
off-duty time, your inquiry will be answered the next following business day immediately.
We are sorry for any inconvenience caused.

Note: Due to the replacement of different filaments, there will be a small amount of
impurities left in the extruder, which will cause the clogged nozzle issue. As this can be
solved by just unclogging it, this is not a quality problem. If users encounter this
problem when using the equipment, please contact our after-sales personnel, and
complete the unclogging operation under the guidance of our after-sales personnel.

After-sales Service Tel: +86-400-886-6023

E-mail: support@flashforge.com

Address: No. 518, Xianyuan Road, Wucheng District, Jinhua City, Zhejiang Province,
China

Note: Please provide the product serial number which is the barcode at the back of the
printer before contacting our after-sales personnel.

S/N: FFAD******
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FHT RBNRESRE

51 Z@EER

RECEABBELITNN, ENAFREPRESERANT, REBNEEABSLITNER, A
FHIRELREE, EFSENELITH, REHTEMN . RE. BRECH, _REF [F
WA, EEXNNNITEOMR, ] (YA BERDRE X4,

L % FlashPrins - wntitied fpp

5.2 iR EWEESLFTENR T

BEAXNGESLITENMR TR @ /AR B, BHRAEEEMPIELR, XoTRIE R R
EITENE R P imst;
SITHNBEEREN, ERPRRIMETRESITNELRE, WEAHTRESLITN,
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FTENR @ 3 & AT AR B B ol AT a0 TR E

4 FlashPrint - untivied fps*

@Bt E@ -

i}

D M

1TEAEER;

2. RE (XE] BiR, EEXERRERN [AUXE] ;
3.RE [Bo#E] ;




L © WK

e Hlgmaem Creator 4
wi HES PLA - 1.75mm v
5 HHE PLA v | 175mm v
I EER it -
i e 200 2
&R R 200°C 3
Mt LT as°C 3
i EERAE 40°C ]
5 U TEDRIRE Omin -
e AT ]
i i i R -

+
H

a3

4. JF [FRIA] , EASHEERTE;
5.EREEME (W Creator 4 PLA+PVA) ;
6. =& [MR] .

RERUNR—ELTOXHREE, ERAREEALY (NEAEGRLST
EIPVAXH, (AABSHTIPLABE) , NEXSERPHRERL,

[ ] & K
DAL | L BRI : —
: I |
| | Sz : RN
: L :
S I - a
[ S SWEER(XY)  035mm :
it S (Z) 0.20mm s m
i
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5.3 RK/EHERX

HTFETMANMERRERGNERE, TUENFREPERFRR/EFHEL. ElIER
T, EABLRKEEITNER, (GER: EQ/EFKRXT, OCHRHXEATF183mmagEa)

XTRGE/EREXPHMEE

RR/EFEL: ATEABRLIREXESEARER, B AHRES BB MMEUM
BENEE, NRIELZAMENITNEE—H. ZRRENUAEIARE, EREAEL
HEEE.

AELSFEERN, EELITHNHMIE. ERLASFEERN, AELITHMIE.

BEZ/NF0.2mmbE, *MEERITEH,
WMEEREITEH, SERMEE—ESZFR., EREMERITE, MEEEEERTER
JER, BEFRER,
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5.4 8 ECE

ERIRARFIEE R MR ;

TNPIRARFIBEINESHEL, TSN,

Esk-F BE3k-HT BEsL-HS
180-265°C 200-320°C 265-360°C
2.85mm 1.75mm 1.75mm
FEREESEHEERREIRBL:
ZNIIR4F ERIIR4A ZRIIR4S
03k -F BEsk-HT BESk-HT/BEsk-HS
FRMEFEMITED TREMEHTED EAMBITE
TPUB5A-95A PLA/ABS/ASA/PETG/PC% | PACF/PAGF/PET-CF%
BIYWAFHMBTAEGHER, FERTE:
TREREMAS: FEOBEEEMES:
Bk ALk B AL
PVA PLA PLA PLA
PVA NYLON ABS ABS
HIPS ABS ASA ASA
HIPS ASA PC PC
HIPS PC PA PA
HIPS PETG PETG PETG
HIPS HIPS PA-CF PA-CF
PVA: T[T K PA-GF PA-GF

HIPS: T3 Firi50%

A FEEm
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WAERRWMALEM N BERR, TONZEMBEEERBL-HS, ZEL
BNEEEO0.6mmIElE,; RALSAMHBBZEL, FENER0.4mmEEE
HITITED.




PVA/PA/PACFEEMNTEE

HTFPVARKBHN, RAKERRE, EMRKEHREK, SSEMITONLEK, TONEEE
EMRBETEN, ANZENEEMREERBEISHUR,; EERSTESIREEE.

- PVATERE S TS50°CHSH, ELLAREIITENPVAREMMBAEHITHRE.

- PA/PVA/PACFHIZEEZHTRNKEDFME, HTOTKE, BIMEEMBATRESTRE
it o

- BEVMESUESNYZ, SERERITHRERE.

5.5 MHSHLE

ARBUEITNRR, FRANTONEMBTEARDNSHKE, WERRSENRRGPEENR
MEITENSH., HEERAEMRENEY, TEEMRENEMHNEESBER, UPRS
HAE, MRETUMEREREXNRESHETEE, UTEHMRERY, RESE:

- FEEBNE, MAE—EBHLEFHNFE—ELIRN.

- FTENPLA/MER (SITENHERER F25°C) HEBUR B RIRIEE H40°C,
- FTENPLAKAEE (SITENHERERTF10°C) HEBIRERIRIEE A50°C,
- TENABSIREB S X MRS ITILAR AT,

- TENREBE/NMERN T UREESEN R RGP RERARNITERE.

- EREMRERBEH, TUREESEREFAANERE,

- EREERNAFREMLE, BIUER100%ERE,

- EXESWHE, BIURETEEEARNIO%MUL,

- BEXRESMERR, BINNAZENZHER,

- ERRATOHE, ImMAXEERE.

5.6 KBMZEMBBHERARX

ERAPVANEMHRNEREINEREBEHTRELE, BEEKEFKPIREPVAR

#.

1. BEEBETF KR
BHEPVAENRE PN KS, iLPVAZRIBRBREERZE, BRUURBMUT LM G EM
MARRIIRE:

- ERBRKTTUE A ABONE, MRTMEENMHEPLA, BREKNESEEABE
35°C, PARPLAZR,

C OB/ REEKET KK BREEE. MR, PVARBEER.

C EBBRREEKDREN100E, SHERHFERABANXE, BEERKEKG, iE
PVAR R Z A,
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2. Ak
EPVAZERERARE, BT ER LRI RNPVAIIE,

3. EFER
IERRSTIE, NEUEFNERBTHRIMNELE,
4. EXLE

HFPVATIEY R, ALEERESLERK, EKTEIEKEBHL, BKLERE
B, BRKPHRKELN30R, UERKRHKETSROPVA, BRKPEE,
FELEBENERIKIUNEERTRES MR, AYURSIBMARNE. FLERERTR
KEUAE| SR BEHR .

57 BBRAEREE

1. ERBKLE, BRTEERLET;
2ATHEBREFX;
3. % & SFlashPrintiEE/F oI LAfEFlashPrint - [BHR4]] b EERTHNMAER .,
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FRE RFRERTDEN

Qe il EHRAERAR, REEUIRERRAALE, UTRADEREN,

6.1 TENAR @A

TEVR TN SHBE.
a [) ERTEETnRE, RS, T8,

se<|ues

G R e WO st S

TEXEmE, BERPXEFELRERNL, NWRRZXHERITENY;
WEMRAFPOXE, BREXGINRDNENYE, #17 [2iE] [(BR] .

63



4 FLASHEORGE
{

Ems

ZPNREES: #2, B2, Bk,

C E25REE, APUREINMBEERRNLHETIER, SREPTURAFNELY,
BRIMBEEX LY, REHLENRAENERE.

COEREW: SRERKITONAZNAREE, BHTLRER, NTUE#EKEHTL2HE
BRRIBEEARRER LR RAELHABLNER, NEESNLRERFTENEERN 2
BE, WERELTINIT, FINERPCHITENRE, NRAPLAMER, HRPCHIMNEEH
BHETE, BEEFEREPCRUFAFNEE, EEPMHESTNBEEPHEFE, RERE
EBEED.

HPETGHMHAIRELLRER, MEMMNERSZEL, BINERMMEREX LM
TIERERIE,
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6.3 AR E

& rFLaskroRGE L™ 4 rFLaskroRae

s 3 s

+ 220°C - + - 220°C/220°C

PMAREUURESEZRINRERL, BE, FANEE.

<| FLASHFORGE

ITREFREES:
UAFS®RAE] - ZHRE, XYRRE, BT, &R
Lok

(W] : BLME, BEWE, AR
[Fahizhl] . FHBHMREXYZH

(@F] : RESHEIETRIMNE
(ZFR] . BEENBERFES

[XF] . XFRENERER

[RE]  RENETRES

(#3P] © #9P%E, AFPEERE, JELLES
(FR] : BHFAR, TELENZEEN, ARIKRE
R E
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6.5 REFRM

<| FLASHFORGE

AREFAEPIASHXAEINEE,

- BABSHERSREHLRITNEEREAX, BESLEFESRERRKMEMNBL,
CAPNENHEFEN, REBIETMPRLN A TEEIEITEH,
BEXMEFEN, REBFEEBITNEMEEH XN,
BTEBLEATINREF BT, BIRETEANHEREM B, REFS AN FHEINITNNMUELR
¥, ERFIREE AT ATER T,
SRERNEFSN, RESHRBEED; KBERTEREHEPATRE AR EMERIBE, T
BRI ~ENHENBE,
- BARENEARN, RETNAENEERENE. AFHAMHNEE, BERES
TENRTE ATEE,
FARBNEFRN, TRETMARNFEARENE. RERTERSH, B2EER
ETHRFERMANTE, LNEFEN, ETMERERERNEENARSMBRE,
BERREHEERMG.
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#H
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i
EE$
T

70 PP RE

OEGFREPE G LA TERE,
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7.2 Bk P F AN R
7.2 BB HER
el RFUSLE, BEFER.

ERLAH Ak As

1. EEk b= 8. LREII 5=
2R EBH| 9. M4X6TR%
3.E-F 10. ABEsk E=
4. BEEARKE 11. AREIF
5. EREHRMY 12. 68F

6. WA FELIZETM3*30 13. BIREA Y
7. ARFA T ELIEETM3*6 14. FIEE AR

WMEEMR, REFHE2DEL, BAEM, RAEBELMAREL, BELAGHEXNSHNH
B—%, EEAXNR, FOUESERER,

68



7.2.2 BRIEHESLER

FHik—:

1. BIEEMBREFAVRNTERE;

2.IREE4E, RERF, RE2H,;

B.MBRARNLBREEEEN, &6, HELRNLTNBHBIEESLEMLNEHMEA
Bk, i [#H4)] , BESEHHZ,

FiEZ:
BLRMNTENLEEEY, BMAKRKEIEENEE, THHLIEFEBHNESLOEAN, B
BABRSMEE, FHEEENZY,

RiE=:
ERE—MAEIZRELR, BELBREAGE. SE[4EFP]-[NOUEREE], REEREERE.
BT A

EERRBATSRELSRENS, BERBREAL.

4 FLASHFORGE = 5 4 FLASHFORGE

 mAERRE? { HAEsNE?
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7.2.3 MBSk S ERE

B B2

F—%: RITZHREER (WE1) , EABFEREELAELIRR (BEREREMTEEE
EZEE—ENEA) , FEREHRUE (NE2) , KNARENFEAENVE (WE3.
E4) .

E5 E6

FH: RERST—%, BENTZEHEOE, EITNFEaBHIE S BIERNZH LR
(TTRABO0.052WRE) NE (MES. B6) , BNAZREMBE-RPEEFER, KEA
BIEFMFESENULE (NE7. B8) .
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4 FLASHFORGE

M4TR %

E11

E=%: ALONRAANBRFENEITNMATEZ (B1085LMIEMATLZ ) , BNEREAH
LB TEREFSGFEFERL (B11) , BA2.0NARNARFITEMATNEZ, ENAEARLSE
=, BERR (EERNELSEZEE0.052R, BNSERLENITEIRINZE, WE
R .

7.2 A FEFHERE

AP—REFHTIHERE, YREFEAELELIENREXE BB FIMERNEER, TR
FERENTHEECZIRR, BNFEHTNENTEAT,

LRSIl I IRFTT R RRERNEERAR, #ITERMERIE,

BRMTRE: RHRFERUELD.

1. BIREMNR;
2.MF (ERRBERT, AREHTEZ) FE NN ERE;
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3. RERRE IR] - [Foifl] REzM LAk, FHRELBHINVET (TR
£7) ; EZHEAIREMBEBENVENFLE, EFAREEEZEFENBES, BH
BEEMTAMS 60NARYZ; BHBFEREAZEENANNAGENE., RERAHEMT
FNABL, AHAREEBRL—F;

AN EELRETM5*60

4. FHBHNELINES, FHWRERT, EBHANETE, FEINARNVE2ERM T
M5*60M R4, BHBERHARESFABESE, AFETARE;

5. KRERHENBEAXNBATMNES, WES;

6. ANMIEH BT RME, BIFRFALTNIABL, BHEFEA,
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7.3 REUEP

7.3 E iR E R

BIWEBRAE: 3-6 DA (HREMAELELRANTER)

1. B IRE R LB,
2. BT LB TEAER, #EEEEE.

7.3.2 E&BIES

EIRAFS: TENRUEEHS00MNY, WEEBNRAE—IR, TATLMEXH, YHN
BE£SH, RBRFRONEREATE, FiEsgRiNa—1MreEl, FEXEREER,
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1L YHSHBE: BXBSHUNIRINE, BYRFKBNN LSNHEMENEBEE TS,
BEANMBRAENFHEL TS, SREBXHEIREE, EEN LBHER;

YHSH LT

YHSHME

2. XHSIBE: BRMTONLBIRAY, BXHBNN AR NMIENERERTE,
BEBRAENFMER TS, TRERAMINLBIREN, EEULBRAIE,

o - —a |

XS

3. BREME, AAEXEAYHSNN EAMRUESSRK EEBE (LEEER) .
REEEBHXEAFTENL3-5R T MRIES TN EREMNEE HEES.
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7.4 2310 0 25 5 4%

1. EEMAREMIB T, BB LRE,
2. NEINEFRE2ME R R, RRLELRENRE LIERLRT.
3R ARMERSEHNMNMRYL, EEERNLMERB[NGLE LITE,

4 BN ARMERSRRDSLE L, YEARTUIRLY;
5. BRmNRERERE L, HHERPETRE, FR7TH.
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F/)\E Q&A

Q1. IR LB AT?
RE [TR] -#iPRH,

Q2. WA EHR IR ?
A FEST EERGCLIE PPN L1
RiE [TR] -#P5R,

Q3. EMREEE R ERERXNG?

Q4. REITENMRE, BisLiEs), EITH—FEMREHLEAN?

1. MBELE, WANLKNETEHAERL, 5L, EESTHLIKRA, BELHNELPLT
t;
2. BEBESLETBEL, 2, BRARBEEEQL.

Q5. TR ANEERE S FEENUELS (EEFEE) XK (MBFEE) B2 NETHE

K )

AIRRE, &&F DPESHRE] -ZHRE, RRERTREEF.

Q6. TJLAMEREM MM LRIG?
TMEREMRELZE, ERTARMHSHEEREXE, SELUSHBAERE.

Q7. FmERBMBEACHANL?

FEEIEEL220V-240VEL100-120VACHBIAEE, ARXFEZ BEMABERABDAEERZ LS
fE/A, BINTTOVACEENERFMWILITM110VACEERIRE.

Q8. FRITENT /ST AE X152
b,

Q9. ITENABSHH R215?

ABSEMARRISBBESSE, EBETHNIITEEF/EHEPAZSEIEISRHTIIR, M5
HriF, B REEREFERE TN, LEENBAEZIITHPLALEMH
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Q10 TENRB R EBAHMAERREAN?

HER: BMESRETERERLEE, SiETENTESSERMNMMA.

7382: AN R EEERMINEIR O A R AR B,

FR3: REEK,

FR4A: BESFENERTA, SRR/, ERBEEEREXHIHTRENEHTER
7R5: WATERERTE. iERBTRENRE, EMTRESRENENET.

Q11 TENR B A A B BN RARIT ?

R—7E, {TNERFHLERS, ITHRNERS, ERRMANZET, ERE5TAREME
MYMESEAN, ESEBITENRBERFNMMAETE L, RHhAEEMITENRINE,

Q2. BAUREEAREITEIXNH, FREREANEREAN?
USRI AIER, REIFFATRANXHRS, BRUERIUMFATI2E,

Q13. REMATHERERX?

EREXTERBARERYE, MIXBNRESE, EFFLRNAPRE. ¥EUEER
BRERBPNERE R,

Q14. Wi-FilEER LEAT?

1. BREWI-FIERESSERHEFN, NRE, BERZEERER,;
2. FREBHEEABRKTEN, NRE, BERZERREE.

Q15. EMEHEESH
BAEETHHAEMEGITRFERIM, FIEEHEK,

Ql16. At AFHERBRE?
WRFEFANES, FERESHEHL, SWBEKREREAR,

Q17. REHTENIRDREFXNER?
BEHAN, ENEH ogERELNERRERTRINHTHELE,
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FNEHMERF

NEEZUVHNEERSARRLS ZREAGSS, FERENCRRECERAIRPBINE
i, WRETENBFPFMRPRBER, BUTLUEARNNE S NGRS R BOIRRTT R
HE BN BIERREAN].

ERMNNEN DT LRE — L5 D aBReRAMARS L. SFS e ERERR S
XEAMitwww.sz3dp.comBEIfRR,

RO R —EI BN L48:008 450083 BIFRKRNEERHEN, AEBREE, W

REETHNERREREN], IERETIIEANE—RELERR, BEMRE, RNANE
.

R~ HFEEARNLZE, SELERFAERBEGLPERGELEE, RESNTY, FETHRE
i, ERPERREFEEZOE, BHRRAERE, HESENES TREELE.

E£5RSHR%: 400-886-6023

HR#E: support@flashforge.com

A HTESETHEHEXIRES18S

R KRRERH, BRUTRFSS, BTN S BNRES

S/N: FFAD****
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