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Note: Each device must be tested before leaving factory. If there are some residues in extruder or some tiny scratch-
es on the build tape, it is normal and won't affect the printing quality.

On the completion of this User Guide, thanks all FlashForge engineers and the FlashForge 3D printer users for their
unremitting efforts and sincere assistance.

The FlashForge Creator 3 User Guide is designed for the Creator 3 users to start their printing journey with FlashForge
Creator 3. Even if you are familiar with earlier FlashForge machines or 3D printing technology, we still recommend that
please read this guide, as there is lots of important information about the Creator3 for you to get a better 3D experi-
ence.

For a better and more successful printing experience, you can refer to the following materials:

(1) User Guide:

Users will find the User Guide together with the printer accessories. The User Guide will help you start your print journey
as soon as possible.

(2) Official FlashForge Website:

FlashForge Chinese website: www.sz3dp.com

FlashForge English website: www.flashforge.com

The official FlashForge website contains the up-to-date information concerning FlashForge software, firmware, device
maintenance and so on. Users are also able to get the contact information from there.

NOTICE

PLEASE STRICTLY FOLLOW ALL THE SAFETY WARNINGS AND NOTICE BELOW ALL THE TIME.

WORK ENVIRONMENT SAFETY

+ Keep your work place tidy.
+ Do not operate Creator 3 in the presence of flammable liquids, gases or dust.
* Keep Creator3 out of children and untrained persons' reach.

ELECTRICAL SAFETY

Always use the Creator3 with a properly grounded outlet. Do not refit Creator3 plug.
Do not use Creator3 in damp or wet locations. Do not expose Creator3 to burning sun.
In case of device damage, please use the power supply provided by FlashForge.
Avoid using the device during an thunderstorm.

In case of uncertain accident, please unplug the device if you do not use it for long.

* 6 6 ¢ o

PERSONAL SAFETY

Do not touch the nozzle and build plate during printing.

Do not touch the nozzle after finishing printing.

Dress properly. Do not wear loose clothing or jewelry. Keep your hair, clothing and gloves away from moving parts.
Do not operate the device while you are tired or under the influence of drugs, alcohol or medication.

* & o o
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CAUTIONS

Do not leave the device unattended for long.

Do not make any modifications to the device.

To lower the build plate before loading/unloading filament. (The distance between the nozzle and build plate
should be kept for at least 50mm)

Operate the device in a well-ventilated environment.

Never use the device for illegal activities.

Never use the device to make any food storage vessels.
Never use the device to make any electrical appliance.

Never put the model into your mouth.

Do not remove the models with force.

Never connect the device with network cable longer than 3m.

* & o o *

* o o

ENVIRONMENT REQUIREMENTS

¢ Temperature: RT 15-30°C
+ Moisture: 20%-70%

PLACE REQUIREMENTS

* The device must be placed in a dry and ventilated environment. The distances of the left, right and back side space
should be at least 20cm, and the distance of the front side space should be at least 35cm.

FILAMENT REQUIREMENTS

+ Do not abuse the filament. Please make sure you use the FlashForge filament or the filament from the brands
accepted by FlashForge.

FILAMENT STORAGE

¢ All polymers degrade with time. Do not unpack until filament is needed. Filament should be stored at clean and dry
conditions.

LEGAL NOTICE

All the information in this document is subject to any amendment or change without the official authorization from
FlashForge.

FLASHFORGE CORPORATION MAKES NO WARRANTY OF ANY KIND WITH REGARD TO THIS DOCUMENT, INCLUDING, BUT
NOT LIMITED TO, THE IMPLIED WARRATIES OF MERCHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.
FlashForge shall not be liable for errors contained herein for incidental consequential damages in connection with
furnishing, performance or use of this material.

Flashforge reserves the right to modify the User guide due to subsequent equipment updates.

*

*

*

*

Copyright © 2019 FlashForge Corp. All Rights Reserved
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FCC STATEMENT

+ This device complies with Part 15 of the FCC Rules. Operation is subject to the following two conditions:
(1) This device may not cause harmful interference,
(2) This device must accept any interference received, including interference that may cause undesired operation.

+ Warning: Changes or modifications not expressly approved by the party responsible for compliance could void the
user's authority to operate the equipment.

+ This equipment has been tested and found to comply with the limits for a Class B digital device, pursuant - to Part 15
of the FCC Rules. These limits are designed to provide reasonable protection against harmful interference in a
residential installation. This equipment generates uses and can radiate radio frequency energy and, if not installed
and used in accordance with the instructions, may cause harmful interference to radio communications. However,
there is no guarantee that interference will not occur in a particular installation. If this equipment does cause
harmful interference to radio or television reception, which can be determined by turning the equipment off and on,
the user is encouraged to try to correct the interference by one or more of the following measures:

- Reorient or relocate the receiving antenna.
- Increase the separation between the equipment and receiver.
- Connect the equipment into an outlet on a circuit different from that to which the receiver is connected.
- Consult the dealer or an experienced radio/TV technician for help.
+ This document contains proprietary information protected by copyright.

SERVICE

+ Always unplug Creator3 from its power before performing any service procedures. Failure to do so may result in
personal injury and equipment damage.

* Use only Creator 3 approved materials and components. Use of object materials, or 3D objects other than Flash-
Forge approved object materials and genuine FlashForge components may void warranty.
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1. Introduction

1.1 About Creator 3

Device View

1. Touch screen 5. Left extruder 9. Leveling nut

2. USB stick input 6. Nozzle brush 10. Filament cover

3. Touch screen button 7. Waste box 11. Filament cover handle
4. Right extruder 8. Build plate 12. Wind guide nose
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13. Nozzle
14. Ethernet Input
15. Power switch

16. Power input



1.2 Accessories

Creator 3
e TERAIE o0 omumy
— = EBRS

After-sales Service Card

PTFE Tube Unclogging Pin Tool Stamping wrench

o

GREASE
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1.3 Product Parameters

Name

Number of Extruder

Print Technology

Screen Size

Build Volume

Layer Resolution

Build Accuracy

Positioning Accuracy

Print Filament

Filament Diameter

Nozzle Diameter

Print Speed

Travel speed

Software

Support Format

Operation system

Device Size

Net Weight

AC Input

Connectivity

Creator 3

2, independent

Fused Filament Fabrication(FFF)
4.5" color IPS Touch Screen
300x250x200mm

0.05 - 0.4mm

+0.2mm

Z axis 0.0025mm; XY axis 0.011Tmm
PLA/ABS/PC/PVA/HIPS/PETG/wood filament/Nylon
1.75mm (+0.07mm)

0.4mm

10~150 mm/s

10~150 mm/s

FlashPrint

Input: 3MF/STL/0OBJ/FPP/BMP/PNG/JPG/JPEG
Output: GX/G

Win XP/Vista/7/8/10, Mac 0OS. Linux
627x485x615mm

40Kg

Input: 100V-240VAC, 47-63Hz Power: 500w

USB Stick, Wi-Fi, Ethernet,
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Build Plate

The surface on which the Creator3 builds an object.

Build Tape

The blue tape that covers Creator3’s build plate so that the object can
stick to the build plate well.

Build Volume

The three dimensional amount of space that an object will use once it is
completed. The largest build volume of Creator3 is 300*250*200 mm.

Leveling Nuts

Nuts under the build platform that are used for adjusting the distance
between the nozzle and build plate.

The device that draws the filament from the spool, melts it and pushes it

Extruder } i
through a nozzle into the build plate.
Nozzle Also called “print head” , which located at the bottom of the extruder
where heated filament is squeezed out.
Nozzle fan Used to lower extruder temperature and speed up filament solidification.

Filament Intake

An opening located at the top of the extruder.

Filament
Cartridge

A specific box for placing FlashForge filament.

Filament Guide
Tube

A plastic piece that guides the filament from the filament box to the
filament intake.

Glue Stick

A solid adhesive used for making the model stick to the build plate firmly.

Unclogging Pin
Tool

A tool that used for cleaning and unclogging the extruder.

Stamping Wrench

A tool that used for seizing the nozzle's metal cube.

Nozzle brush

Used to clean extruder waste.
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2. Unpacking and Hardware Assembly

2.1 Unpacking

1. Cut off packaging ties, and tear off stretch wrap. 2. Lift outer packing box.

3. Remove top foam. 4. Remove foam around the printer.

5. Unrip tapes on four corners of the printer, take bubble 6. Remove tapes on the top, open head cover.
pack down.
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7. Take top parts and foam out. 8. Remove the blue fastening tape.

9. Open the front door and take out the front foam which should contain two filament spools and two waste boxes.

10. Remove clips on timing belt of X axis and Y axis.

10



11. Insert power cable into power input of the printer back ,turn the power on.After that, tap[Tools]-[Manual] in turns to
operate interface.

12. Tap[Z-]continuously until build plate rises to a high position ,thus taking out foam below easily.

13. Remove foam pieces under build plate. 14. Unboxing completed!Suggest to keep your accessories
well for further use and transportation.
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2.2 Hardware Assembly

Install Waste box Install Nozzle brush
Take out waste box, hang it on the hookbeside build plate. Take out nozzle brush, install it onmounting base.
(One waste box on each side) (One nozzle brush on each side)

Hook holes
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3. First Installation

3.1 Leveling

1. Tap[Tools]-[Level] in turns on the touch screen, leveling starts.

2. After extruder and build plate stop moving,choose left/right extruder to do the leveling.

3. After choosing completed, extruder moves to the first point to do the verify distance between nozzle and plate.After
verifying completed,extruder moves to the second point to do the leveling.

13



4. Wait for the extruder verifying distance between nozzle and plate on the second point and third point. If the distance
between nozzle and plate is not appropriate,operate according to the instruction on the touch screen.After verifying
completed,extruder moves to the third point,repeat the above steps to verify the distance as well. After finishing the
third point, leveling completed.

Note: If leveling failed tip shown up on the touch screen, please repeat the leveling operation according to
instructions until leveling finished.
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3.2 Filament Installation

1. Open the filament cover.

3. Notice: For filament convenient rotation, please install filament follow the direction shown in the picture.

When installing filament on the left side, please unload filament anticlockwise;
when installing filament on the right side, please unload filament clockwise.
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4. Insert filament into filament intake continuously until 5. Press the spring presser, put filament vertically into
filament goes through filament guidetube. the left filament intake to the bottom.

6. Insert filament guidetube into filament intake to fix.

7. Put the spool of filament on the spool holder, close
the filament cover.
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3.3 Loading and Unloading

[Loading]

1. Tap [Tools]-[Filament]-target extruder[Load] in turns on the touch screen, wait for extruder heating up.

Click the temperature value, and a window for modifying the temperature value will pop up . The default filament
loading temperature is 220 degrees.When high temperature filament such as ABS/ PC are needed, please click to
modify the temperature value.

2. Install filament spool on the printer, thread filament through filament detecting components; Insert filament into
filament intake until filament goes through white filament guidetube.
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3. When extruder heated up to the target temperature,press down the spring presser with left hand, and insert filament
into filament intake until filament drive gear starts to load filament. Let white filament go,and insert white filament
guidetube into extruder filament intake.

4. Wait for even filament from nozzle. If is filament changing, please wait for same color of filament, then stop loading.

Note: Please loading before inserting filament into filament guidetube.Insert filament guidetube into filament intake
after loading completed.

[Unloading]

1. Tap [Tools]-[Filament]-target extruder[Unload] in turns on the touch screen, wait for extruder heating up.

Withdraw
Filament
Guidetube

Push filament
down through
for 3 seconds

Press here

2. When extruder heated up to the target temperature, wait for even filament from nozzle.Now,press down spring
presser with left hand, pull out white filament guide tube with right hand, pull out filament quickly,unloading complet-
ed.
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3.4 Calibration

Tap [Tools]-[Setting]-[Calibration] in turns on the touch screen.

[Z axis calibration]

1. Do leveling before Z axis calibration,leveling see Page 13.

2.Tap|[Z axis calibration],wait for calibration between nozzle and Z axis without pausing.

[Setting]-[Calibration]-[Sensitivity]

[Sensitivity]: shows the sensitivity of sensor in the nozzle. The higher the value, the lower the sensitivity;

When the sensitivity is too strong, it may cause an error report of z-axis calibration abnormal. When the equipment
often prompts the z-axis calibration abnormal, please adjust the sensitivity of the sensor;Increase the value.

This function is factory default setting.

How to use this function?

When creator3 keeps reminding "please recalibration z-axis” or "z-axis error" before printing, and the platform
continues to move upward after touching with the nozzle during manual adjustment.Your printer's sensor of z axis
calibration may have malfunctioned.

Please follow the following steps to adjust.
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Click[Setting]-[Calibration]-[Sensitivity]

- The value should be adjusted to a larger value greatly if the piezoelectric plate is too sensitive.

- The value should be adjusted to a smaller value if the piezoelectric plate is not sensitive.

- Normal values are recommended at 20-25.

- When z-axis stops in the middle or stops without touching with the nozzle during printing, the corresponding nozzle
sensitivity value should be increased.

- When the platform is still moving upward after contacting with the nozzle, the corresponding nozzle sensitivity value
should be reduced.

[X axis calibration]

By comparing if printing lines of two extruders coincide in the direction of X axis to judge if two extruders in the same
X-axis.

1. Tap[X axis calibration],wait for two extruders heating up to the target temperature, two extruders print one line in
turns. After printing completed,check if two lines coincide; In the meanwhile, a confirmation notice pops up.

2. When the two lines do not coincide, click the next step, and there will be a prompt pop-up operation, and the nozzle
will adjust the deviation to the left or right.

- Next step: shows judge next prompt operation and operate.

- Recalibration: The left and the right nozzle reprints one straight line respectively.

- Skip: The user knows that the two lines do not coincide, so there is no need to do the next prompt operation, so he can
directly click "skip" to adjust the value deviation setting.

- Confirm: Save adjustive deviation value.

- Back: Exit the calibration page directly without saving the data in the face of the current operation.
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Please click the icon as shown in the picture and
adjust the nozzle with the left nozzle as the indicator.
Estimate the deviation.Enter the estimated value and

L L click "recalibrate";Repeat the above steps until the
two lines coincide.

Deviation of two straight line Two straight lines coincide

3. If two lines coincide completely,tap[Yes],X axis calibration completed.

[Y axis calibration]

By comparing if printing lines of two extruders coincide in the direction of Y axis to judge if two extruders in the same
Y axis.

1. Tap[Y axis calibration],wait for two extruders heating up to the target temperature, two extruders print one line in
turns.After printing completed,check if two lines coincide; In the meanwhile, a confirmation notice pops up.

2. If two lines coincide completely,tap[Yes],Y axis calibration completed.
3. If two lines not coincide completely,tap[No],adjust extruder position according to actual situation.After adjustment
completed,clean filament on the build plate,tap[Recalibration];Repeat step1 and step2 until two printed lines coincide.
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3.5 Internet Connection

- Ethernet connection

Connect your Creator 3 with your PC viaa Ethernet cable, connection successfully when you see on the right
corner.

- WiFi connection

Tap[Tools]-[Setting]-[WiFi],turn on WiFi to choose your WiFi. Connection successfully when you see on the right
corner.

- Hotspot connection

1. Tap[Tools]-[Setting]-[WLAN hotspot] to turn on hotspot.You can set hotspot name and password. Turn on the hotspot
successfully when you see on the right corner.

2. Use laptop to search your hotspot,connect and input password.

Note: If you have more than one printers,enter WLAN hotspot to modify hotspot name separately.
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3.6 FlashPrint Software

3.6.1 Software Installation

1. Software Acquisition

You can choose from two methods to acquire FlashPrint software installation package:
Method 1: To get the installation package from the USB stick in the toolkit.

Method 2 : Enter FlashForge official website: www.sz3dp.com. Downloadsoftware
version you needed from Support - Support center-Flashprint.

2. Software Installation and Start-up

FlashPrint Open setup and follow instructions to complete installation. Start FlashPrint after
installation completed.

3.6.2 Software Interface

Choose machine type of Creator 3 from FlashPrint menu [Print]-[Machine Type],the main screen displays. Interface
overview shown as follows:

1 2 3 4 5
6 7 8 9
1. Menu bar 2. Adjust zone 3. Load model file 4. Support setting 5. Print
6. Printer type 7. 3D models 8. Build plate front direction 9. Printer connection status
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3.6.3 Set Dual Extruder Print

Set left extruder support filament, right extruder structure filament (right extruder as a default ) , follow the
procedures below:

In expert mode:

1. Load the model;

2. Choose support type, Tap[Supports]>[Supports Options]>[Linear], and check[Touch Platform Only], tap[OK];
3. Auto add supports, tap[Supports]>[Auto Supports], go back and save;

4. Tap[Print], enter the parameter setting page;

5. Regular page, select profile , such as Creator 3 PLA;

6. Regular page, tap[Adapt soluble support filament]>[PVA]>[Adaptable];

7. Tap[Save Configuration]

Click [File]-[Preferences]-[Print]-choose [Expert Mode] you can set the parameters for printing.
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In basic mode:

1. Load the model;

2. Choose support type, Tap[Supports]>[Supports options]>[Linear], and check[Touch Platform Only], tap[OK];
3. Auto add supports, tap[Supports]>[Auto Supports], go back and save;

4. Tap[Print], enter the parameter setting page;

5. Suggest to use structure filament as material right and soluble support filament as material left;

6. Check[wall] in the resolution, other system default;

7. Tap[Save Configuration]
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Mirror/ duplicate mode:
If you want to print two same model, please choose the mirror or duplicate mode, the printer will print those two model
at same time.

Load the model first, please note the mirror
and duplicate support model size is smaller
than 133mm (X axis direction)

Click [Extruder], choose [Ese Dual Extruder
(Dupliacte)] Or [Ese Dual Extruder (Mirror)]

The interface will be show like this.
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Notes on mirror and duplicate mode:

Duplicate and mirror mode:

Since the heights of the left and right sprinkler heads are different after installation, the software will automatically add
a compensation layer to compensate for the difference in height when slicing, so that the printing heights of the left
and right sides are the same.When the z-axis is calibrated, take the right nozzle as the reference and record the height
difference of the left and right nozzle.

Left nozzle is lower than right nozzle: right nozzle prints cal pad;

Right nozzle is lower than left nozzle: left nozzle prints cal pad;

The height difference is less than 0.2mm, cal pad will not be printed.
Compensation layer with height difference less than 0.2mm does not print.

The compensation layer (Cal pad) is printed first.Easy to remove by sticking to the raft.If the raft is not added, the
compensation layer directly acts on the model, which is difficult to remove.
so we highly recommend to add a raft when choosing mirror or copy mode to print.

27



4. Operation

4.1.1 Filament Compatibility

Creator 3 is equipped with independent dual extruders, which is suitable for PLA,ABS,PETG,Nylon (PA), PC, HIPS and

PVA. Independent dual extruder filament combination extrusion situations, see below:

Default left extruder as a support

Dissolvable filament:

Insoluble filament combination:

Left extruder Right extruder Left extruder Right extruder
PVA PLA PLA PLA
PVA NYLON ABS ABS
HIPS ABS ASA ASA
HIP ASA PC PC
SHIPS PC PA PA
HIPS PETG PETG PETG
HIPS HIPS PA-CF PA-CF
PVA: Water soluble support filament PA-GF PA-GF

HIPS: HIPS can be dissolved in d-Limonene

Creator 3 is able to print PACF, , because of the material of the nozzle is not the hardened , the nozzle will be worn. It's
estimated that printing 1-2kg of PACF, will need to change a new nozzle and have to equip with a strong extruder.
Standard device equipped with a standard feeding extruder.

While Creator 3 is adopted with open type filament system, we still suggest using Flashforge filament.All the Flashforge
filament is tested professionally,and are possessed of optimized configuration files, which ensures perfect print effect.
Storage of PVA /PA

Direct exposure to the air, it is easy subject to moisture and softening, print bad easily after softening ,so please store
the PVA in dry box when printing. It should be stored in sealed bag or dry box.

4.1.2 Print Setting

Each type of filament needs different setting for best print effect.

If using prepared models of Flashprint,setting completed automatically under the circumstance of choosing correct
extruder and filament.

For better adhesiveness of print product,we suggest applying a thin layer of glue(Use the glue stick in the accessory
box) before printing.

Adaptability of filament parameters

Different filament brands have different filament characteristics. When using creator 3, it is recommended to use expert
mode to find a suitable parameter to ensure better printing quality.

- Thickening and increase flow rate of the first layer are beneficial to the adhesion.

- When printing small models (or environment temp is higher than 25 degree) with PLA: suggest to set platform
temperature to 45 degrees.

- When printing big models (or environment temp is lower than 10 degree) with PLA: suggest to set platform
temperature to 70 degrees.

- Print PVA as support, suggest to set speed to 40%.

28



4.2 Print Start-up

Please complete the leveling,loading and calibration correctly with the guidance of User Guide at first print.

+ Print from internal memory card
Tap[Tools]-memory card icon on the touch screen,choose printed files saved in internal memory card already. The print
file copy by this method is not supported.

- Print form USB stick
Tap[Tools]-USB stick icon on the touch screen,choose printed files saved in USB stick already.Support to copy the print
file to device internal memory card.

- Print from Network Transmission

The network transmission printing method is limited to the device and the computer within the same LAN, regardless of
the use of wired network connection or wireless network connection.

1.Refer to page 22 Internet connection to connect successfully.

2. Tap[Tools]-[About] in turns on the touch screen, check and record Ethernet IP address:10.33.23.180(The example is for
reference only, with the local IP address as the criterion.).

OConnect Machine \ | 2 |

Connect Mode: [Ethernet "'][ Conneect l

IF Address (pert): 10 . 33 . 23 . 195 : 8399

3.Tap FlashPrint menu bar in turns [Print]-[Connect machine],choose[Ethernet]connection,input:10.33.23.180:8080(The
example is for reference only, with the local IP address as the criterion).
After connecting successfully, you will see on the bottom right corner.
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+ Print from hotspot connection
1.Refer to Page 22 hotspot connection to connect successfully.

2.Tap[Tools]-[About] in turns on the touch screen, check and record WiFi IP address:10.33.23.180(The example is for
reference only, with the local IP address as the criterion.)

€ Connect Machine \ = |

Cormect Mode: ['I'I'i‘Fi '][ Conmect l

IF #ddress (port): 10 . 33 . 23 . 195 : 8599

3.Tap FlashPrint menu bar in turns [print]-[connect machine],choose[Wi-Filconnection,input:10.33.23.180:8080(The
example is for reference only, with the local IP address as the criterion).
After connecting successfully, you will see @ on the bottom right corner.

+ Print from FlashCloud

1. Turn on WiFi or Ethernet to connect the internet.

2. Tap[Tools]-[Setting]to turn on FlashCloud.

3. Enter FlashCloud website: http://cloud.sz3dp.com to operate:

Login

E-mail

Password

[[] Remember password

Forgot password Register

@ Register FlashCloud account and login in on FlashCloud website: http://cloud.sz3dp.com.
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&) FlashCloud

% Home My Printer @ Add Printer The current printer listis empty.
My Printer i

My Model
B~ Add printer
:=| MyJol Allfields must befilled in
Name
@ Model Library ‘ ‘

Registration Code

@ Tap[Add Printer] on[My Printer],fill in printer name and registration code.(after turning on FlashCloud, check registra-
tion code on [Tools]-[About]).

&> FlashCloud &> FlashCloud

% Home My Model {3 Upload model % Home .
ser
My Printer My Printer
3D Model
Model Detail
My Model My Model
Mylob MyJob
B modetuirary &D modeLibrary

X

4. Choose one model from model library or upload your STL.file,tap[Print] to enter simple model edit interface.

*Creator3 v

*Creator3 v

Editmodel PrintSettings
Time Remaining
|(-t-> Move | | :Rmalel |K” scale |
0 h O min
-150 150
P m—  — 0%

-150 150

Y2 m— ——

P2 m— e Y 21°C/ 0°C 21°C/ 0°C Closed Narmal

5. Choose the printer to do print job from pull-down 6. Tap[Start],the printer starts to print.
menu.(The printer must be added to my printer)

Note: For security reason,on printer is used for one FlashCloud only, if you need to change FlashCloud account,
please delete this machine with the original account.
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4.3 Model Removal

warning! Be careful of your body position when using manual tool to remove the model from build plate. Sudden
tool slippage and improper body position may cause injury.
Caution: Do not scratch build plate when removing the model.Scratches in build plate will cause modeling errors.

- Model cooling
Let build plate and model cool down themselves when printing without using glue stick,you can remove model easily
from build plate.

- Use scraper

Remove model with a scraper when model still attached to the build plate after cooling.Keep the scraper parallel to
build plate, and insert it into model bottom,you can remove model successfully.

If necessary, remove build plate from the printer,then remove model from build plate with a scraper.

- Use water

If glue stick is used when printing, and neither of above methods is effective,wash build plate with warm water to
dissolve the glue after taking build plate from the printer.

The model can be removed easily after glue dissolved.If PVA is used,immerse build plate and model into water to
dissolve PVA to remove the model.

4.4 Support Removal

When PVA used as support material, we suggest doing follow-up processing by immersing PVA into water to remove
support.

1. Immerse model into water

Put models with PVA into water to dissolve PVA.The following methods of accelerating dissolution:

- Use hotter water to reduce dissolution time.If PLA is used as structure filament, make sure that the highest water
temperature will not exceed 35°to avoid PLA deforming;If is nylon,the highest water temperature will not exceed 50°to
avoid burning.

- Stir water to reduce dissolution time, PVA dissolves faster in running water.

- Immerse model in the water for 10 minutes,then use pliers to remove most of support and put model in the water
again,thus PVA dissolving faster.

2. Wash with water
Wash residual PVA with water after PVA completely dissolved.

3. Dry the model
Dry model completely.Do extra post-processing of model if necessary.

4. Wastewater treatment

Wastewarer is easily cleaned because of PVA biodegradability.When the waste water pipeline is connected to the waste
water treatment plant, the waste water can be discharged through the waste water pipeline.After disposal of wastewa-
ter, flush it with hot water for 30 seconds to remove excess PVA in the drainage pipe to avoid long-term blockage.

Water is available for repeated use,but immersing multiple models may increase dissolution time, we suggest using
new water in order to reach best effect.
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4.5 Camera Connection

Remove the front cover of camera before using camera.

- WLAN hotspot connecting camera

1. Refer to page 22 hotspot connection to connect 2. Tap[Tools]-[Setting]-[About] in turns on the touch

successfully. screen, check and record WiFi IP address:10.33.23.180(The
example is for reference only, with the local IP address as
the criterion.)

3. The computer successfully connected to WLAN hotspot 4. Input and enter address: 10.33.23.180:8080(The
within the same LAN. example is for reference only, with the local IP address as

the criterion)., Tap[Stream]to check Creator 3 camera.

Note: The result is all same to use computer,mobile
phone,iPad to turn on [Stream].
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- WLAN WiFi connecting camera

1. Tap[Tool]-[Setting]-[WiFi] in turns on the touch 2. Tap[Tools]-[Setting]-[About],check and record WIFI IP
screen,turn on WLAN button to connect the network. address: 10.33.23.180(The example is for reference only,
with the local IP address as the criterion).

3. Input and enter address: 10.33.23.180:8080(The example is for reference only, with the local IP address as the
criterion)., Tap[Stream]to check Creator 3 camera.

Note: The result is all same to use computer,mobile phone,iPad to turn on [Stream].

+ FlashCloud connection camera

1. Turn on WiFi or plug in Ethernet cable to connect the network.
2. Tap[Tools]-[Setting] in turns to turn on FlashCloud switch.
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Login

E-mail

Password

[] Remember password

Forgot password Register

3. Register FlashCloud account and login in on FlashCloud website: http://cloud.sz3dp.com

&) Flashcloud

% Home My Printer The current printer listis empty.
My Printer i

[@ My Model

E] MyJob Add printer
Allfields must befilled in

Name
@ ModelLibrary ‘ ‘

Registration Code

4. Tap[Add Printer] on[My Printer],fill in printer name and registration code.(after turning on FlashCloud, check registra-
tion code on [Tools]-[About]).

&) FlashcCloud

My Printer Name Registration Code
] Creator 3 ABCDEF
My Model
My Job
@ ModelLibrary

5. Choose your printer to enter printer detail page.

&> FlashcCloud

45} Home |=1] creator3 o Ide

My Printer @
My Model
MyJob
R myLiorary

6. Tap camera icon indicated by the arrow, camera starts to work.

Note: Make sure printer has connected to network successfully, FlashCloud function is turned on and printer is on
camera-on status.
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5. Introduction of Touch Screen

& FLASHFORGE

Tap[Print],choose your model.

Choose methods to read print files:
1. Read from printer local memory card
2. Read from USB stick.
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Select the target print file among the list

1.Build: To begin printing.

2.Copy: To copy the files to the local memory card from the
USB stick. (The button is not available while printing from
local memory card)

3. Delete: To delete the print file.



Print interface
1.Abort: To abort the print job.

2.Pause/Resume: To suspend or resume the print job.

3.More: Real-time check or change: filament setting,
lights-off setting,print speed, print schedule,filament
usage,print time and Z-axis coordinate

4.Left/Right Extruder temperature,build plate
temperature:

Can be modified during printing.

Tap more buttons during printing

To modify left/right Extruder and baseboard
temperature:

After temperature has reached target temperature,
temperature figure will be underlined in print interface,
choose number box,modify extruder temperature by
tapping ‘-’ ‘+.Tap [Yes] to save the setting while tap [No] to
cancel the setting.

Real-time check or change: filament setting, light-off setting, print details(print speed,filament use,print time,Z-axis

coordinate)

1. Filament changing: Tap[Filament] to change filament during printing.(This function works after pausing printing).
2. Turn off the light: Tap[Light off]to turn off the lights during printing.

3. Details:

a) Print speed: To set print speed value during printing.
b) Filament use: Check filament usage amount.(m)

c) Print time: Check print time
d) Z-axis: Check Z-axis coordinate

e) Back: Cancel tool instructions,go back to print interface.

To set extruder printing speed during printing

To set the printing speed during printing: Tap [Yes] to save the setting while tap [No] to cancel the setting.
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5.2 Preheat

¢ FLASHFORGE

p 4

Tap[Preheat],enter preheat interface.

Preheat interface: Extruder/build plate heating interface:
1. Turn on/off: turn on left/right build plate preheating 1. Actual temperature value;
function, turn off left/right build plate preheating function. 2. Target temperature value;

’

2. Temperature value: tap -’ '+
preheating temperature.
3. Start: tap[Start],extruder or build plate starts to preheat.

temperature value to set 3. Stop: stop to preheat;
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5.3 Tools

¢ FLASHFORGE

p 4

Tap[Tools] to enter tools setting interface.

Tools interface [Tools]-[Filament]
1. Filament change: loading/unloading operation; Loading/unloading interface:

2. Leveling: level build plate; 1. Loading interface;

3. Zero returning: to make printer X/Y/Z-axis go back to 2. Unloading interface;

Zero; 3. Left extruder loading button;

4. Manual adjusting: Manual adjust the position of 4. Right extruder loading button;
X/Y/Z-axis; 5. Left extruder unloading button;

5. Setting: Related functions setting; 6. Right extruder unloading button;

6. State: Check printer real-time state; 7. Start: Tap[start],loading/unloading starts.

7. About: Check printer version information;
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Loading/Unloading operating interface:

a. Actual temperature value;

b. Target temperature value;

c. Abort, to cancel preheating;

d. Completion: Operating by interface instructions;

[Tools]-[Level]
Tap[Level],build plate starts.(more details refer to page 13 )Touch screen shows instructions, tell you how to adjust

build plate.

[Tools]-[Home]
Tap[Home],extruder and build plate go back to zero.
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[Tools]-[Manual]

Tap[Manual],enter manual adjustment mode:

1.Y+: The extruder moves to the zero point, that is, the back of the machine;
2.Y-: The extruder moves to the direction opposite to the Y+;

3.8 The left extruder moves to the zero points, that is, to the right direction;
4.8 The left extruder moves to the direction opposite to the X+;

5.E8 The right extruder moves to the zero points, that is, to the left direction;
6.E8 The right extruder moves to the direction opposite to the X+;

7.E3 The build plate descends;

8.8 The build plate elevates.

[Tools]-[Setting]

Tap [setting]to enter setting interface

1. Language: To set the display language;

2. Wi-Fi: To turn on/off the Wi-Fi;

3. WLAN hotspot: To turn on/off the WLAN hotspot;

4. FlashCloud: turn off/on Cloud connection;

5. Door Opened Pause: To turn on/off the Door Opened Pause;

6. Door Opened Remind: To turn on/off the Door Opened Remind;

7. Startup Sound: To turn on/off the startup Sound;

8. Left Filament Check: To turn on/off the filament check on left extruder;

9. Right Filament Check: To turn on/off the filament check on right extruder;
10. Calibration: To adjust the initial distance between the extruder and the build plate;
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11. Light Bar Control: To turn on/off the light bar control;
12. Factory Reset: Return to factory setting;
13. Update: To update the firmware version;

14. Platform Heat Preservation: When the printing finished, the platform will keep heating the current setting time;
15. Test Extruder Sensor:

16. Steel Brush /Rubber:

[Setting]-[language]

Tap [language]to enter language setting interface
1. Tap to choose the display language.

2. Page turning: Turn to the up/down menu

[Setting]-[WiFi]

Turn on WiFi function, the device can connect to network:

1. Remote file transfer and print.For details, see page 29 network transfer print.

2. Remote control device print state,for details, see page 34 WiFi connection camera.

[Setting]-[WLAN hotspot]

Turn on WLAN hot-spot function, the device can connect to PC hot-spot:

1. Remote file transfer and print,for details, see page 30 hotspot connection print.

2. Remote control device print state,for details, see page 33 WLAN hotspot connection camera.
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[Setting]-[FlashCloud]

Via FlashCloud,users breaks network restrictions:

1. Remote file transfer and print,for details, see page 30
Flash Cloud print.

2. Remote control device print state,for details, see
page 34 Flash Cloud connection camera.

[Setting]-[Door Opened Remind]

[Setting]-[Door Opened Pause]
After this function is turned on, print will stop when door is
opened during printing.

After this function is turned on, Door opened note will pop out when door is opened during printing.

[Setting]-[Startup Sound]
Tap to turn on/off the sound when restart the printer.

[Setting]-[Left/Rignt Filament Check]

Tap to turn on/off right/left filament check. After this
function is turned on, the print will be detected when
filament used up or print breaking off; Turn off this
function when using external filament, ensure print
successfully.

43



[Setting]-[Calibration]
Calibration includes Z axis calibration,Y axis calibration and X axis calibration.For details see Page 19.

[Setting]-[Light Bar Contril]
Turn on or off flash/ ambient light; light brightness can be adjusted according to your demands.

[Setting]-[Factory Reset]
Turn on this function, the device state restored to the factory fault setting.

[Setting]-[Update]

Tap[update]when device connected to WLAN network.The device will update to the latest version automatically when
needed.Reboot the device after update completed.

Note: Do not cut off power and network, or printing fails.
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[Setting]-[Platform heat Preservation]
The insulation duration of the platform can be set from 1 to 10 minutes. When the printing finished, the platform will
keep heating the current setting time. Reduce the heating time for printing the second model.

[Setting]-[Test Extruder Sensor]

The detection function of extruder sensor is able to detect whether the sensor is abnormal; If it cannot be triggered,
please adjust the sensitivity of the sensor and try again. If it still cannot be triggered, the sensor is damaged, should be
changed.
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[Setting]-[Steel Brush/Rubber]
Nozzle-wiping options: the device supports two types of brush:
Steel brush : extruder moving at Y direction;

Metal panel: extruder moving at X direction; When the nozzle is switched, a section of filament will be spit out in
advance to avoid the oozing. The rubber brush is a new option, suggest to use it.

[Tools]-[Status]

Check left/right extruder temperature, platform temperature,filament loaded/unloaded, door opened pause and
cooling fan details and extruder XYZ coordinates positions.

[Tools]-[About]

It displays the basic information about the device. for details shall be subject to the device.
Note: Please provide the printer serial number to after-sales when your printer need maintenance.
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6. Maintenance

Log Copy

1.Insert USB stick,you will see on the top right corner.

2.Tap wait for 10 seconds,unplug USB stick.
3.Insert USB stick into computer,open USB stick folder to

find log files.

4.Send log files to Flashforge customer service.

6.2 Maintenance and Service

Problem

Extruder head building off center.

PLA is not extruding or sticking to
the build tape properly.

Creator 3 froze before my object
started.

Spaghetti mess at end of build.

Part only built halfway.

No filament coming out.

Extruder will not home.

Stringy or fraying plastic layers on
steep overhangs.

Cause

The device has lost track of
extruder’s exact location and is
failing to build.

This can be caused by the build
plate not being leveling with the
extruder head.

Creator 3 may have received
contradictory commands.

A layer of your object did not stick
properly, model was saved with
minimal surface area contacting the
build platform, or object was built
floating above the build platform
with no support selected.

Z axis offset may not be correct and
the extruder tip is not properly
spaced with the build platform.

Filament ran out.
Filament clogged during build.

Clogged extruder.
Filament not properly loaded.

Limit switch wire failure

Object overhangs are too far apart or

too steep(Less than 45 degree angle).
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Corrective Action

Send the extruder to the home
position will recalibrate Creator
3.Cancel your object,clear build
plate,send the extruder to the home
position,and restart the object.

Leveling the build platform will align
the extruder head and ensure a
better object quality. Cancel your
object, clear build platform, level the
build platform, and restart the object.

Turn power switch off, wait 30
seconds, and turn power switch on.

Use the preview feature in your
slicing software to see the first
layer height and position. Build
with supports when necessary.
Contact customer service on how to
calibrate the Z axis Offset.

Replace filament and resume build.
See “No filament coming out” .

Contact customer service.

Try running a lament change again
to ensure the extruder gears have
properly caught the lament.

Contact customer service.

Build with supports.



6.3 Extruder Unclogging

1. Tap[Preheat],set heating temperature,then go back.

2. Tap[Tools]-[Filament]-target extruder[loading], wait for extruder to heat up. As filament starts to purge, insert the
unclog tool into the extruder intake (top).

3. Clogged debris will be pushed down and will extrude from the extruder tip. You should push the unclog too all the

way down to ensure all filament is purged. You do not need to push with excessive force, as this may damage the
extruder.

6.4 Daily Maintenance and Use Suggestion

1. Please cover the top and close the front door to prevent the device from falling into dust when not using the device.If
the device has not been used for a long time, it is recommended to use the original packaging.

2. Grease moving parts regularly.For frequent users, add grease at least once every three months;For long-term
nonusers, add grease at least every six months.

3. Please clean residue and other sundries in time after printing completed, avoid sundries falling affecting device use.

4. As consumable, build tape may be damaged when adhesive force declined;Please change build tape in time to
avoid affecting print effect.

5. Whenever possible, it is best to locate your object in the center of the build platform. Using the best orientation for
your object is critical. Ensure that your object is located on the build platform and that you are using the best orienta-

tion for building.

6. For steep overhangs (Less than 45 degree angle) it is recommended to build with support.



7. Support and Service

FlashForge team is on standby and ready to help you with any challenges you may have with your Creator 3. If the
issues or questions are not covered in this User Guide, you can seek for solutions on our official website or contact us
via telephone.

There are solutions and instructions to common issues that can be found in our knowledge base. Have a look first as
most basic questions are answered there.http://www.FlashForge.com

The FlashForge support team can be reached by e-mail or phone between the working hours of 8:00 a.m. to 5:00 p.m.
PST Monday through Saturday. In case you contact us during off-duty time, your inquiry will be answered the following
business day.

Note: Because of changing different filament the extruder maybe blockaded. It's not owing to quality issue, and
outside the scope of 400 hours life. If users encounter this problem, please contact our after-sale department and

finish clean work according to their instruction.

E-mail: flashforge@flashforge.zohodesk.com / support@flashforge.zohodesk.com
ADD: No. 518, Xianyuan Road, Jinhua, Zhejiang

Note:Please provide serial number at the back of the printer before contacting After-sales service.

*

S/N: FFAD*****
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FTENHLER Creator 3 (ZNIIR=4)
055 Sk N 2 (MR37)
BAEH L)RFE (FFF)
B= 4.5K~TEE IPS ibiERF
fTENR 300%250x200mm
EE 0.05 - 0.4mm
fTENRE +0.2mm
ELEE Z #0.0025mm; XY %} 0.011Tmm
FTEN#A IR PLA/ABS/PC/PVA/HIPS/PETG/ R+ / B ikt
EMER 1.75mm (+0.07mm)
BikE= 0.4mm
fTENEE 10~150 mm/s
FTENEE 10~150 mm/s
REBZIR FlashPrint

A : 3MF/STL/OBJ/FPP/BMP/PNG/JPG/JPEG {4

s it GX/GXHE
BIERS Win xp/Vista/7/8/10, Mac 0S. Linux
FTENHLR~F 627x485%615mm

FE 40Kg
BASH Input: 100V-240VAC, 47-63Hz Power: 500W
BUR1EH U, WiFi. BIAM
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RE: EEREBEREX S RIFMERERREEE.

R R
L L HIMEFRNER, ERERBRTAEER, MABRLDBTESL,
HEREE. BAGEEERE |EHNRE] ; EELRSE, EERRL
E=
RE&ERE REESR
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3. EMREREESR, RE [B] , XHHRETHK.

[YHREE]

BELEXNRANBELEXHT TN ELARTES, HIMR P BESLER—FRYH L,

1. RERERE [YHRE] , SERPELME; MEIEREE, BAIBSMRRITH—REL, THRE, RERREARESE
7 B, fREREHRIAEO.

2, EMRLEREESR, /T [B] , YERERNK., ERFERERLES, RE [B] | REXTBERBPEBLVE, BES
RE, BEITNTES LNEM, HRE [ENRE] ; EELRSE, ERHNRRELTLES.
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3.5 MEiEE

- BEMKER
BMABEIRFANLED, FEh AR Btr, NWERBRESEMMER LML,

- WLANM & EE
EREMERNERERRAT [TA] - [IRE] - [WLANKE] , ABELBEN, EEREFEEENNE, FRALAE
) EtR, MEPRESLMIEE LML,

- WLAN# REE

Atmtm B, WERPREEEMDFRHRS,

2, ERELCABRNERITRENAR, HREEE, BARH,

#iX: MREEABELECreator 3, FEHAWLANARIGEPDHERRRBIR.
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3.6 FlashPrintfi {1z B

3.6.1 TERH

||

1. BREIREX

IR RUEIR AT 250 75 R IRERFlashPrintiR {256 :

AR BIEGTHUERABRN, RASMNRERES,

AR2: TTANESEBAwww.sz3dp.comBFEANREFEDIXEN, HAEBREERIREREERAZ
HERIHETHEEIIETH PO, ERETENRERARLEDownload# T T,

_ 2. RHREED
FlashPrint THE, FRREEFHEBERERRE. RESHE, BiFlashPrintEFFAEA.,

3.6.2 REARE

TEFlashPrint3e 842 [$TED] - [HE82EE] %R Creator 3ME, BERERE. UTEREME:

1 2 3 4 5
6 7 8 9
1.8 2. FEXE ERE- PN EShgts 4. ZERE 5. ¥TEN
6. ITENHLEIS 7. 3D#EE 8. JTENFRIEEEAM 9. ITENHLIERIRS

72



3.6.3 IREWLITED

SRPRBBIAEBSLEAEMRBSL, ABLOITMEL, STNREERN, SRAFRHTRE, BINERABRLIERITIN
Bk, {TENBMTEXTIRE:

EERERAT:

1. BAKE,

2, EEERR, QF [XE] > [KEER] > (&) |, ANk [5REREM] , =F [BE] ;
3. BIAME, RE (] > [BaXE] | BREHERE;

4, |RiFE (4TE0] , ANBSHEERT;

5. BHITE, EFEEME, kil Creator 3 PLA;

6. EMAE, R [ERoAMZEMR] > [PVA] > [E&] ;

7. RE [RERE] .

R [XH] - URIFIRE] - HTE] -ERERER (EMcreator3 BERAEREXREATSH)

73



EEXERT:

1. AR,

2, EBEXERR, RF [XE] > [XEER] > (£H] , ANGE [5EREM] , |RE [BE] ;
3. BaiAmE, fF [XE] > [852E] |, REHRE;

4. RiE (4TE0] , EASHEERE;

5. EEERMEANERLR, MRERTTAMIELY,;

6. ARPAEER, HMEKIIA;
7. RiE [REFEE] .

RE [XH] - URFIRE] - HTE] -EEERRR (2R NEMEE)
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RR/EHERR
LAFRBITOHMEFHZFREOER, TRUERRE/EHER, FRERKT, ZARLEENITNER, (CERER/EHERX
T, BEXHEA/IMIZFE/NF133mm B91EE)

R [BEEL] - EFER

ENRGEHAEFRTE, [REHHH,
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4. 1F

4.1 #1%

4.1.1 MR ESH

Creator 3#EEC R MR EISL, TJAFHEIPLA, ABS. PETG. fEf. PC. HIPSHIPVA, BKikCreator 3HZBISLITENSTIZEFEM
WMIBELFHMRERER, FELTE.

AMEMASR: FoAEREMEAS:
sk AlkEsk sk Ak
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: TIEMRTF 7k e HaaCl

HIPS: a3 Fir5E

i ERUR3THTENERRA %, BRRREA%, ERATHREESEREMY, BEWBEEERER, FIHTN 151k BRRAFEM
FEmEE, BYARERNFHNER, RERSIERDFHN.

B Creator 3 XAMEARAMA RS, RIE2EWIEITEIN LEAFlashforge #1%L, FiE Flashforge #MRIELE &I
i, FHEFlashPrint PEERANEE S, TTHREREITEHRR,

PVA/ PASEH HOTZ 1
PVAEM BT 2/KEEN, S8ERNEKE, EMRKSREK, BSITHNEAK, THNEEEPVARMREETIEED. PA/PVATE
EHEERHTIREMH.

4.1.2 {TENRE
ARERERR, SHHRERETRANRE.
INRAEA FlashPrint #ERE, EE7 ERNBEAMROERT, XERESEHERRE.

EMSHNERY

FEFEM RIS MR EERRAER, FltERcreator 3 NEIERERER, MSHHTHRBEERIFNITHNERS.
-F-EEBNE, MAE—BEHL2FHTE—EMNRHK;

- $TED PLA /MER! (HHRIRES T25°C) FERE4ASCHRIRIBE;

- 3TED PLA KRR (HHEFIREMT10°C) HERE70°CHRIRIBE;

- EFPVAIER, BINZIBEREREEL0%,

XtF Creator 3 3THFHIATAMAL, EFFIRITER, EERWETNEER LF—EEENR (ERERGETNRE) . XETHRF
FTENAL RPN E TN AR L.



4.2 FHI8$TED

BERITEDRT, BERBBHESI TERBERATE., #LN%E

- RERITHE
RRREMBFER HTE0] -RERER, ERELFHEREATRANITEXM, EFZAXNITNNXYE, FEFXME
s

- US4TED

WRREMEFER (0] -UEER, EEFELFEHEUVENIITENXX M., EBEZTNNITNNNG, EXGHEFHRRERNE
*A.

- PBEWITED
MEEBITENTTET R ERBARBERTERZ L NKER, HAERTRENEBRER—TBERA.
1. B3R ([71] ARKEEG %, ERRI.

2, AERERRRE [TR] - [XF] , EWHERIREUAMIPHAL: 10.33.23.180 (REUXHSE, LAAMIREEIPIHIL )
) .

3. RN LR RAEFlashPrint3 B4 [4TE]] - [EEN=R] . ERENTREOP, EF [DAK] &E&, @A
10.33.23.180:8080 (/RBURESE, DAARMIRERBIPHINEFAE) |
EERYIE, EFlashPrintRENG TARTEE (o) B
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- FRRIEIRITED
1. B2R (7] RRARERSE, EREY.

2. RkmEAER (TA] - [2F) , TEHICFRIZEWIF IPH#ilE: 10.33.23.180 (REIXIESE, DAZARMIKEEIPHILEE)

3. FEEM HRR A EFlashPrinti e [4TE0] - EEAE] , EREQOTUEOD, %E [WIF] EE, BA
10.33.23.180:8080 (/R¥I{XMtEE, DIAHIIKENAYIPHbiE A AE) |
EERE, EFlashPrintRENE A SriEE B4,

- REB=ITE

1. FTAWIFIS AL, EHEMLE;

2. RE [TR] . RE] . fTA=EERX;

3. TFRNIEEE, AR =ML https://cloud.sz3dp.com #1TLA TR,

iiEE)
B
et
R
SiCEB E

@ EWS = https://cloud.sz3dp.com EEMINEZKEHER.
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&> FlashCloud

& un HEFTEDH @) BMTEDAL HATENAE, WHRMITEIA
REITEH K
e
ROES FRIITENAL

FAEFRBLARS
@ e BEEE

EHS

«-»

Q@ EWFEz [RWITEN] RERE URMITEDN] EATEONSRIERSD (REHTAERS, BE [(IR] - [XTF] &8
EME) .

&> FlashCloud & FlashCloud

G| aees &
K 201832
BT BT soTmEs
e
Reymm e
RIES RS
o G

4, EREEPEE—MRE, f CEECHBRRENMG (STLXH) |, /& (#TH] , EANEEESREERA.

*Creator3 v *Creator3 v
RIERE TS
[ wn ] [Towe | [ an] RAREE
0 h O min

-150 150

X e e

0%

150 150

I e I e Y
o o O =

B i e T

21°C/0°C 21°C/0°C Ez] E®

3

5. ETENEIRE TRER D, afRUEEFEHTARITEME 6. RERTFR, HEPIITHNSBHFBRIATRRITER
SHFTENL,  (FTENHLZBORINH B BT ENA ) &

H: HTFREEE, —aiTMNH— T REZKSHIIER, NEFREERNEZNKS, FERKS THIRZEHE.
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4.3 BIRIEY

BE! ERAFNIEMNTNTE LBRERY, SERSNSHNE, NMTONFEBRERN, RAETRITBNSAUERST
REBARES.
o BRERN, B2HEITNES. TNFSPHIRESSEERMEER,

- EERUSAD
FEHHNTEE LEBTOMRBERRMN, RFLITOFEERMER BTN, BEMBBESNRMNSE, JUNTHFEERLEE
MENTHTEN R

- ERFT
REFRERAMEEITNFESR L, ATMERFIRTHNNR. REFISITNFEETET, NMERRMEMEN, HMAAI
OJERTREL,

WMERE, TMTENGERBITENTEER, BRAFIEERMTONFEERLERT,

- {ERX
MEITENNTEITEN R A LER TR, FEDRWRAAHER, HBITONTEMNEEPEE, BEKPITENEAIRNITEIE,
PMERRAE .

BRa#EE, Mol S B TEE, MRERT PVA, ERITHEERMRELIR KD LISHE PVA, ZEFTUERZMETRE,

4.4 ZRZIEMH

ERPVAAZEMBNERTE—LRELE, DUXRPVAZEMH ., XOLUBSEPVARB T RKINA XK.

1, SERSEKD

BHEPVARNRRIA K S, o[iEPVARIEARE, EolLARIBU TG A Namgidie:

ERRABIKOT LR BRI E . REMMRZPLA, BREKNESEERNBE3SE, DEBEPLAZE, MIRZRE, B2
HBIS50E, PABTIEMAKE.

(ERHRB R BE R BRN G, HKREE, PVARRESER.

- RREEREKGIREN100%, ZEUTMAHFERASANZE, BICERKEKS, XHETLILPVARS S B#

2, AKXk
£ PVA TER2BRE, BAPEREURREIRE PVA,

3. IRFER
UBEEE TR, IEGLEBNREHTHRINIELE.

4, BEXKEE
HFPVATIEYER, AEEREZREREK, HEKEENRKGEREEEN, RKUBEIRKEEH Y, LEZEXE, B
K307, UERHOKEDSRIOPVA, BEKIEE.

KUTUESERTFRESMEE, FAYTRESILMBRRE ., FE2NERHFKLUARRBERR.
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4.5 B LiEE

FEERBGLAT, BRIV TRELABNET.

- WLANARIERRR L
1. BE8 [71] WHRREESL, EER, 2, KirmEiiER [TA] - [RE] - [XF] , THHER
IREFWIFi IPH#3E: 10.33.23.180 (GREIRAESE, PIARMIRE
BYIP3t AR o Y )
X
3. BARINEER—BEMABWLANG S, 4. FTFNINESE, MAFFETAE#ENE10.33.23.180:8080 (7RAIMX

#2E, DAMIREBIPHIE ) , mE [Stream] BITE
ECreator 3RBELE@.

i AR, F. FRBMARESFTH [Stream] HE
RE—HH.
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- WLANRZEEZBEL

1. EREMERNEREKIRE (TA] - [RE] - 2. EaERERRAE [TA] - RE] - [XF] , T8HL
[WLANRIZZ] , FFEWLANMSESREFHEEMLE, FIREWIFI Pl : 10.33.23.180 (GREMRESE, DIARMEE

EREYIP It Fo X )

3. FTFFNILEES, WIAFFRIFEMENET10.33.23.180:8080 (RfIftEE, DAAMIREEIIPHINEAE) , mE [Stream] BITIEE
Creator 3NE/&LEM,

E: EREK. FH. FRBKRENKER[ITH [Stream] RNER2—HH.

- REBRERBERX

1. TAWIFISHEANL, EENLE;
2, EEREKRRRE [IR] - [IRE] , {TAZEERX,
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liEE)
=63
mpelizas)
R
LB A

3. #IRE = https://cloud.sz3dp.com EEMINGEZREHER,

&> FlashCloud

fay am HHFTEDH METINRE, WHNTEN
REFTENHL K
D) mman
; RMSTENA,
[a RNES FEZROLAES

FTENER
) wus \ \

EHBS

[ @z ) [—

4, ENET [ROTEN] RERET URINITENN] EATEINEIRAEMES (RETHAREERS, #E [IR] - [XT] &%
EMD) .

&> FlashCloud

- TENER S

Creator3 ABCDEF

—
.
D nue
5. REITEINL, ENFTEDHIEER,

&) Flashcloud

% BR |l creator3 o =R

ROITEN @
(2 noun

ROES

R mme

6. REFTLPIEMENBGRLER , BERLFBIE.

i BREITENEERERENSE, ZEENELTIARE, FETONLTFERLNETHARST.
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5. iliERFN B

& FLASHFORGE

ER!

RE [4TE1] |, EEFEITENMRE

SR AT N2 X5 R P IERITEN M
1. MITENHLAMAFfE -~ 2B 1 $TED: FRUAHTED;
2, WHMERUZSPIZERFT NS4 2. 5§ BUR XS FIZFT EINAEFE R

(EERAMFERITENLINEERTA) ;
3. MBR: MIBRICITEN ST
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FHAITENRE B /AR ENRRIE E

1. B1k: BUBIRITENTAE; ELREXIBREEE, BRMTHEE, REBENEELE,
2, EfS/FFE: HIFTEN/FIGITED; EPHFE, BERE -7 "+ BRRERLEEHRE,

3, BZ: {TEERPUIRNEFHENR: THRES. RELRE. RE [R] REREE, AT [B] BUERE.
FTENHE . FTENEE . “LRHERE. TENIEFMZH AR,
4, A/ABLRE. TETERE: TSR aLHTER,

R BPAEESKRE
TN EBRER: BRLIZE. XITRE. HTFAER (TRE. ZRERE. ITHNE. Z#H48214R) .
1. %4 FTENPIREER LN O] | R4 IRE
(BTN INEETTA)
2. X{T: $TENEREP oL@ |G X ATIRB LT AR X AT
3. HHEER:
a. ITENRE: TP R HigEFTENEELE;
b, 2¥{ERE: EETMRBLRERE (B0 X) ;
c. $TENRYiE): BEITENETIE;
d. ZHMR: SEZHBIER;
e, BE: BUEES®S, ROETHNRE;

ERATENRE
FHRITENR, REITHRERE, EPHFE, BURE “-" "+" ERRETNRENE, [RERFRFREE REEHHE
RE.
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FLASHFORGE

SER

RE [FR] , BATARRE,

AR E

1. FF/%: STHEGEEL/ MATETRINGE, X@AGHL/
HRF A FIAINEE;

2. BEXE: JEEREHERNREN Y- "+ TETRRE
ERE;

3. Fif: REFRER, BESLEMATFEFRMR;
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BiSL/IRFEENRAEBETE
1. ZFMREE;

2. BfmmE(E;

3. Blk: TTEERR;



FLASHFORGE

R

R [IR] , #ATRRERE.

TEREETE [TR] - [#£]

1. L2 TR LIRE; W/ REFEETRE
2. BF: BAHHOES; 1. HLIRE;

3. EE: FETENX/Y/ZBEBITE S ; 2. IBZIRME;

4. FaRAT: FHBETBX/Y/ZHNUE; 3. EBESLBLTX;
5. 88 WITEMWLHTHEXENINGEIRE; 4, AESLGELTX;
6. RA: EETENBSIIRE; 5. EBLBLFX;
7. XF: EETONNEREEE; 6. AELBLFX;

7. FiE: SEFRENR, #4R4LTE;
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HL/BREANTRAEERE
a. EREEE;

b. BiREEE;

c. BUH: TJEUETR;

d. FeAk: ZRAmIRBERIE;

[IR] - [AF]
BRIER, FRTEFANATER (BEEFATHRITHNTAREFRE, H2AE (61] W) . MERKERERER, &M
BIEAREFEES,

[IR] - [EF]
BRIGER, IEEAMITNESREZEYNRVE,
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[TR] - [FHiEA®H]
REFHRATER, BAFHEATHER

1. Y+: BESLAYHIES@BE, BEE;
2. Y-: BRSLiFYRfammiEan, BMEE;
3.E8 AEBLAXHMESEEE, BEL;
4. B8 EELaeEXmRAEEE, NEg;
568 ABSLAXMESERE, BEE;
6.0 ABELEXmRAEEE, HEh
7.8 FEemi®sm;

8.l FEmT®;

[I&] - [RE]

RHEREEMR, BANRERE

. BE: REFTENERES;

. WLANRSS: X/ FEME&EE;

. WLANAR: XH/FBWIFi#RSR;

. mEE: XA/ FBTEETHITEIN;
. FFEE: XA/ ABHRIIERE;

. FFIRER: X/ FABFIREE;

. FNES: TR/ XANEFNES;
 ELZHN: FTH/ XAELRENIN
. BEZEN: FTH/XEAALRENIN
10, Bl W2, X, YRR,

O 0 NOY U D W N =

PN
A
PN
A

[SYauuaYay
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110 XKTHREBH: ST/ XBN[AETE;

12, REETIRE: BEIHHERE;

13, Fék: MEBEHMMEE;

14, MAFERE: THERFEENLETRE;
15, BESKAEREREN: RNELERRBEERE,
16, MR/EERRR]: GEIFBERE WA/ EERR;

[RE] - [IBS

REESER, #AESRERE

1. FEEEME: EPEENESNRMREREESIGR;
2, Bl BB E/TREE;

[i&E] - [WLANMLE]

FTFFWLANIDBE, RETTLUEERIBIN T %M, oIsLH:

@ EEEB IR, BENE, B [77] AMBERITE,

Q EREIREEITHRE, BEANEA, 20 [82] FIWLANMEIEEREL,

[iRE] - [WLAN#R]

FIFWLANFARINGE, STIIREMBMORREE, oI

O ZEBHXXHEHATEN, BENE, 21 (78] THARIEETH,

@ ZRBEREITIRS, BENE, 21 [81] IWLANARIEERG L.
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[&E] - [m&E]

BEREE, TTARBEBEMAELNRE, oJLH:

O ZEBNXHERHNTEN, BENE, 21 (78] TNES
FTED,

Q ZEREEREITIRS, BENE, 21 (82] TNERE
231

[RE] - [FiINRE]

[i&E] - [FEEF]
FE “FIIERE" eE, EIREITNISRED, FBAI, T
BER=.

FE "FIHREE" ThEE, EIREITEIERED, AR, MERFERHIRRE.

[&E] - [FNES
RIS X M FF L5 Si2ERIN AL

[&E] - [£/ BLBEN]

EOILM TR XA LRHENINGE, WINEERRRE, BT
FAR TR, BHENE, EREERERINEREM, BX
MizIhEe, LUIEEFTE,
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[RE] - [&R#]
BES R ZHBAE . YIBOERXEAE, BEERE, B2 [68] I,

[&E] - [XTHREH]
EBAILFRHXARE / BXT%;, EPIANSERTURBENTERITET.

[RE] - [IKEHRE]
FREZNE, RERTREE B HERAORT,

[RE] - [FAR]
ERFEEIB/EMENBERT, BR [FR] , BV REEFAREY, RETUBNENEEHEH. ARTHE, E
BiRE.

ER! REARIED, FEUHBRFENME, DBRITENEK.
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[i&E] - [MATFERE]
JREFAREBENKI-1054, STNERE, FARSREHMRENMK, BOE - MEELTEONINER K,

[RE] - [BEkfRR=REM ]
ERELERFBOVNETRVERBEERE, NLERE, FEBERFNRBERBRER,; BNATERE, WHBER
FREMRIF,
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[&E] - [WAl/ERR ]

BEZISFHMRIREREE:

a. MRIYA @R ;

b. BEERIXAER; RELPEEML—REY, DBeHTRASENERRY; HHREYNERA.

[IR] - [KS]
EEL/ABSNEE. MATERE, 28%%. FIEEFE. NBRESRE/ABX, Y, ZHYRIVE,

[TR] - [XTF]
ETRREENER, FRFEBUIREIGERAE, HPZFEEMEG. LLARIP, WiFi IPEE [XF] &S,
R ERBEEERSE, B8 [XT] PHREFFISRULEEIREIT.
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1. RE [FfR] , REMBEEE, BROREE,
2. ]RE [IR] - [#2] -Bftk #4] |, FEEANMAFEERRRTHE, KBHBARIAD (E) .

3. BHEENZRBERETE, FANBEERL., S82—FHEN, JURTAA., T8, FEERERA, E5R/LR, BNIREER, &
ERRBERAKREREMR.

6.4 HEFRFRERZRIN

. BEARAERRENE, BELWE, XA, BRREEKR., KEREREZ, BVERR X875,
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ERREHEM DEEE () . ERREE, EOS=7ARN—XKEEH (8) ; KEAERE, EOSFFRM—XEB
Bg) .
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 BJATHER, EREBERTERENEMRENEMRY, BRE/NEIENETBERT, FINREER.

N

 FTENMEAENERE M, SITEHEAMEMEN TR, EERR,; ERETERITEMGE, URZINITNRR,

2]
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