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Foreword

Note: Each 3D printer has passed the printing test before leaving the factory. It is
normal if there is residual material in the extruder or slight scratch on the
printing platform and does not affect the use.

Dear Flashforge User,

Thank you for choosing and using the products of Flashforge Technology. Thank you for
your support and help to Flashforge Technology.

The products of Flashforge Technology have excellent quality and performance. For your
convenience, please read this Guide carefully before use and follow the instructions
strictly. The Flashforge team is always ready to provide you with the perfect service. In
case of any problems during the use, please contact us by phone or email listed in this
Guide.

In order to better experience our products, you can also get operation knowledge of the
equipment from the following ways:

+ Flashforge Chinese official website:

Flashforge official website: www.sz3dp.com

You can visit the official website of Flashforge to find information on software and
hardware, contact, equipment operation and maintenance.
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Safety Instructions

Please read the following safety prompts carefully

Safety of Work Environment

Please ensure that the work table of the printer is clean and tidy.

L 2R 4

Please keep the printer away from flammable gases, liquids and dust. (The high
temperature generated by the operation of the equipment may react with dust, liquid
or flammable gases in the air to cause a fire)

*

Children and untrained personnel should not operate the equipment alone.

Safety of Electric Operation

# Be sure to ground the equipment; do not modify the plug. (Ungrounded/not properly
grounded /modified plug will increase leakage risk inevitably)

Do not expose the equipment to moisture or hot weather. (Damp environment
increases the risk of leakage/exposure will accelerate the aging of plastic parts)

Do not abuse the power cord; be sure to use the power cord provided by Flashforge
Technology.

Never use the equipment during thunderstorms.

+ |f the equipment won't be used for a long time, turn off the power and unplug the
power cord.

Be sure to turn off the power before disassembling the extruder or other parts.

Safety of Personal Operation

+ Do not touch the extruder or platform while the equipment is running in order to avoid

*

*

*

*

high temperature burns or mechanical collisions

*

Do not touch the heating part when printing is complete in order to avoid high
temperature burns.
When operating, do not wear objects that are easily caught in the equipment, such as

*

scarves, masks, gloves and jewelry.

*

Do not operate the equipment after drinking or taking medicine.
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Equipment Operation Tips

Do not left the running equipment unattended for a long time.

Do not modify the equipment.

Operate the equipment in a ventilated environment.

Do not use this equipment for illegal activities.

Do not use this equipment to make food storage products.

Do not use this equipment to make electrical products.

Do not put the printing model into your mouth.

Do not use brute force to remove the printing model.

Do not connect the equipment with a network cable longer than 3m.

If the equipment is not in use, please remove the supplies in the extruder.
If the equipment is not used for a long time, use a dust cloth to cover it.
When the adhesion of the blue textured paper becomes weaker on the shell, replace
the paper.

® 6 6 6 0 6 0 o o

Requirements for Equipment Operating Environment

*

Temperature: 15-30°C
¢ Relative humidity: 20% -70%

Equipment Maintenance

¢ Abnormal noise may occur if the equipment is used for a long time. Please apply
lubricant on the rails and the screw regularly. It is recommended to apply once every
two weeks.

Equipment Placement Requirements

¢ The equipment needs to be placed in a dry, ventilated environment. The left and rear
sides must have a space at least 20cm, the front side must have a space at least 35cm,
and the right side must have a space at least 40cm.

Requirements for Equipment Compatible Supplies

+ When operating the equipment, only use supplies supplied or specified by Flashforge.
Third-party supplies may cause extruder blockage and damage.

Supplies Storage Requirements

¢ Do not unpack the supplies unless needed. Keep the storage environment dry and free
of dust after unpacking.
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Legally Prohibited Items

+ Do not copy or print any items that are prohibited from being copied by law.

¢ Copy copyrighted works. Some copyrighted works can be partially copied for “fair
use” . Multiple copies will be considered as improper. A work of art is equivalent to

+ copyrighted work.
The above list is for reference only and does not include all content. We are not
responsible for its completeness and accuracy. If you have questions about the legality
of copying or printing certain items, please consult your legal counsel.

Legal Statement

+ The user is not authorized to make any changes to this Guide.

+ Flashforge Technology is not responsible for any safety incidents caused by the
customer disassembling or modifying the equipment without permission. Without the
permission of Flashforge Technology, it is prohibited to modify or translate this Guide.

« This Guide is copyrighted and Flashforge Technology reserves the right of final
interpretation.

@Copyright 2018 Zhejiang Flashforge 3D Technology Co., Ltd. All rights reserved



1 Equipment Introduction

Overview

3D printing technology is the technology that transforms 3D models into physical objects.
The most common 3D printing technology is called FFF (Fused Filament Fabrication),
which is also the application technology of AD1 Ad words printer. Its working mode is to
melt the filament-shaped supplies by high temperature, cool down and solidify the
supplies, and stack them layer by layer to form 3D articles.

Printing Steps

3D printing has three steps, which are acquiring model, processing model, and printing
model. Select a text or pattern file of the design software, import to the FlashAD software,
slice the file and send it to the printer via USB flash drive or Wi-Fi, and then start printing.
Flashforge AD1 is 3D printing equipment for making luminous character shell and it can
effectively improve the production efficiency of luminous characters and reduce the labor.
FlashAD software is used on Flashforge advertising machine. It has three functions, i.e.
generating 3D models, exporting contour lines and generating slice files, and is used to
produce Ad words.

PLA supplies (for indoor use) and advertising supplies (for outdoor use) required for the
production of the luminous character shells are provided.

Steps for the production of Ad words:

1. Generate a 3D model;

2. Export the contour line;

3. Generate a slice file of the 3D model and print the model;

4. Cut the acrylic sheet according to the contour line;

5. Assemble the model and acrylic sheet.

You can use the design software such as CorelDRAW to design the font or pattern and
save the font or pattern file in cdr format. The AD1 advertising machine supports stl, cdr
and nc formats. More formats will be supported after subsequent software and firmware
upgrades.

CDR FlashAD AD1
Software design Software switch Equipment printing
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1.1 Equipment Introduction

1.1.1 Equipment View

Filament spool

Spool holder

/s Mounting bracket
=
—) 4

Fliament hole

Y-axis linkage

Y-axis guide

X-axis guide

Z-axis sensor

III§ P Teflon tube connector

S~ ~=y Heat sinks

Cooling fan

Heating block

Nozzle
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Z-axis motor

Filament detection sensor Mounting hole

AL Decorating part

Filament feeding motor

X-axis motor
X-axis sensor

£ <k
" Drag chain

Y-axis sensor

Ethernet port
Touch screen

Printing platform \ll.

Extruder cover

Support bracket

The distance of device placement spacing at least 0.5 m.
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1.1.2 Description of Terms

Printing platform  The part used to build a solid model.

The Flashforge print sticker can be attached to the printing

Platform sticker platform to better attach the printing model to the platform. When
the platform sticker starts to affect the printing effect, please
replace it in time, i.e. the attached textured paper.

The printing volume refers to the length *width* height of the build
model. The maximum printing volume of AD1 Ad word 3D printer is
600*600*70mm. You can't directly build models that exceed this
parameter.

Printing volume

The 8 leveling nuts under the platform bracket are used to adjust

Leveling nut the spacing between the printing platform and the nozzle.

Extruder Feeding the filament heated and then extruded from the nozzle.

The lowermost brass-colored metal structure constituting the

Nozzle extruder; the supplies heated by the extruder are extruded here.

The cooling fan is used to reduce the temperature of the extruder

Cooling fan and accelerate the solidification of the supplies.

The hole for the supplies to enter the extruder; located at the top of

Filament hole the extruder.

Mounting bracket  The device for placing supplies; located on the back of the printer.

Filament guide The supplies are fed into the white Teflon tubefrom the filament
tube box.

Nozzle cleaner Used to clear the residual supplies in the nozzle.
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1.1.3 Equipment Parameters

Function/ Parameters Function/ Parameters
Specification Specification

Printer type

Printing +0.5mm or 0.2%
Language Chinese, English, Japanese ~@ccuracy
Molding size  600*600*70mm
: Layer 0.1~0.4mm
thickness
Rated AD1-220V
voltage AD1-110V .
Compatible &, sy N, cdr
format
Power AD1-220V-1500W
AD1-110V-1000W o i
perating .
o temperature 15~30°C
Printing <150mm/s
speed )
sticing FlashAD
Idle speed <200mm/s software
Display size 4.5 inches
Extruder <260°C
temperature
ointng AT Bt ol
Bui ate
tempe?rature <100°C, by 4 areas R not provide glass plate.)
Filament Advertising supplies; Leveling Manual adjustment, 8
Advertising PLA supplies; mode points

Machine size  1070*975*485mm
Resume print  Yes

Packing size 1170*1140*610mm

Net weight 50.2kg USB flash Vs
Gross weight  76kg drive

. . Filament
Extruder gglelfeeedlng, single detection Yes
structure function
N.OZZle 0.6mm Ethernet Yes
diameter
Filament Cloud

1.75mm

diameter platform Yes
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1.2 Accessories

Power cable USB flash drive Mounting bracket Spool holder *2

<mmmr

=i
EEBSE -

Tube connector Grease*3 After-sales Service Card Quick Start Guide

y A

Stamping wrench*3 Allen wrench*3

8mm/13mm 1.2mm/2.5mm/5mm Screw driver Nozzle cleaner
ﬁ O é
M3 hexagon socket M8 hexagon
Scraper screw and washer*4 screw*4 Support bracket*4
if

(Y

1 &,

. F
N2

Textured paper Leveling paper Mounting glass kit PTFE tube*4

s

Nozzle
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1.3 Equipment Installation

1.Mounting support

1.Lift the equipment to the shelf or table before installation; reserve a corner before
installing the support.

3.Shake the equipment by hand to check whether it shakes, and adjust the height of the
supports to make the 3D printer stand smoothly.

2.Install the mounting bracket

B

1.Remove the four M3 screws and the spring
washers; remove the four M8 flat-head

screws and the spring washers; remove the
parts of the tray bracket and install the left ~ 2.Use an Allen key to attach the left and

and right sheet metal brackets onto the right sheet metal brackets to the equipment
equipment. with four M8 screws.
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3.Use an Allen key to secure the 4.Place the two black tray shafts on the left
U-shaped sheet metal bracket to the left and right sheet metal brackets.
and right brackets with 4 M3 screws.

5.The tray rack and the bracket after 6.Connect the 3D printer to the 220V power
assembly are shown in the figure. through the power cord.

7.Press the switch button to start the
equipment.
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1.4 Equipment Settings

After the equipment is installed, you need to perform a series of settings before printing.

1.4.1 Extruder calibration

Before the calibration, it is necessary to confirm whether the motion state of the
equipment is normal.

4§ FLASHFORGE

4§ FLASHFORGE

® =

Filament Home Manual

¢ O O

Settings  Status About

e W X

Build Preheat Tools

1. Click Tools - Home. At this moment, you can check whether the basic status of the
equipmentis normal. The equipment will automatically run to the home position.

4§ FLASHFORGE

2.Click Tools - Settings - Extruder Calibration. When the extruder drops to the
platform, insertthe leveling paper between the nozzle and the platform. Click the
plus and minus signs on the screen to calibrate the distance between the nozzle
and the platform. Click the plus sign to raise the extruder, and click the minus sign
to lower the extruder. The nozzle and the platform are in the proper position if the
movement of the leveling paperis frictional. Click the OK button.

4§ FLASHFORGE

Z Axis motor has been locked,
please move the extruder to leveling

s I

Finish LY

3.After clicking the OK button, the display will show that the Z-axis motoris locked.
Do notclickthe Finish button at this moment. Once this state occurs, level the
platform with the leveling tool. (For details, see the leveling operation video)
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4.The platform has 8 leveling points in total. Manually slide the extruder to the
positions of 8 points as shown in the figure (except for the middle position, which is
the leveling reference point). Insert the leveling paper ateach pointinturn, and
use the stamping wrench atthe bottom nut to adjustthe height of the platform to
make the nozzle justin contact with the platform.

5.Take outthe triangle stamping wrench from the accessory and insertitinto the
bottom leveling point.

Turn the stamping wrench clockwise to lower the platform and increase the
clearance.

Turn the stamping wrench counterclockwise to raise the platform and decrease the
clearance.

4§ FLASHFORGE

Z Axis motor has been locked,
please move the extruder to leveling

Finish

6.Whenthe leveling is complete, click the Finish button on the screen. The extruder
willrise.(For details, see the leveling operation video)
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1.4.2 Installing Filament

Load the filamentinto the spoolholder on the left and right side respectively, pass
the filament holes through the left and right filament detecting switches
respectively, and then thread into the filament feeding motor until the filament
reaches the nozzle.

C Note: Be sure to put the left and right filament into the nozzle, or else there
isarisk of blocking or abnormal extrusion.
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1.4.3 Feeding Filament

¢ FLASHFORGE i ¢ FLASHFORGE
amy
SN Nl
Q’ ts; y Filament =~ Home Manual
s L2 N
Build Preheat Tools o D o

Settings  Status About

4 FLASHFORGE ; 4§ FLASHFORGE

Extruder L

Extruder L Extruder R
Unload

2.After clicking, the extruder will heat up. Do nottouch the lower part of the nozzle
inorderto avoid burns.

The left filament and the right filament need to be fed separately, and the extrusion
length of left and right extruder is about 100 mm.

& Note: When you need to print one color only, also feed the filamentin the
nozzle. You can set to print only one kind of supplies in the software.
If thereis a vacancy in the left and right nozzle, it may cause nozzle
blockage or printing defect.
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1.4.4 Check the flatness of build plate

Method for verifying extruder calibration and platform flatness:
4 FLASHFORGE 4 FLASHFORGE

o =

17MB TIMB
6826MB 7374MB

4 FLASHFORGE 4§ FLASHFORGE
AD1-

Total: 0 hr 4 min
Build Copy

Delete <

1.Click Print - Select File AD1- leaving-check.gx file.
(This stepisonly forinspection and not required)

2.The equipment starts to printthe pattern. If the pattern adheres to the platform
andisn’tloose or uplifted, the platform flatness is good.
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1.4.5 Glass Plane Installation

W Special Note:

1. Since glass plate is easy to break and Flashforge does not sell glass plate, you
can purchase 620*620*5mm glass for printing in local market. When making
super word, some users may need glass curing. Flashforge recommends 5mm
non-tempered glass;

2.Be sure to calibrate the extruder before installing the glass plate to prevent the
nozzle from bumping against the glass.

Calibration method:

According to the glass thickness H, set the Z-axis coordinate to H+1MM; for example,
the glass is 5mm thick, set the Z-axis coordinate value to 6mm.

4§ FLASHFORGE ; 4§ FLASHFORGE

@ H@E
t” “J// Filament ~Home  Manual
e “
Preheat Tools 0 D o

Settings  Status About

4§ FLASHFORGE

Language

Ioration

4 FLASHFORGE ; 4§ FLASHFORGE
dit Z Axis motor has been locked,
please move the extruder to leveling

N |
S

2.When the Z-axis value is set to 6, click “OK” and the Z-axis motor is locked. No other
operations are required. Click Finish directly.
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1.4.6 Glass plate Installation

The glass installation method is as shown below:

Take out the options for glass mounting. If the textured paper on the platform
aluminum plate is damaged before installation, please remove it.

5 ey
@ \Qi"\

1. Remove the textured paper from the edge of the original aluminum plate, pass the M4
countersunk screw through the aluminum plate and lock the metal clip under the
aluminum plate with M4 lock nut.

2. Fix the right angle fixing block to the base block behind the aluminum plate with the
M4 cylindrical head screw.

3. Place the glass plate over the aluminum plate and hold it with a metal clip.

4. After the glass plate installation is completed, perform a normal alignment of the
platform surface and the nozzle. It can be printed normally after calibration.
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1.5 Equipment Interface

4§ FLASHFORGE ; 4§ FLASHFORGE

y g ¢ ) =
2 — \ 17MB 77MB
Build Preheat Tools —6826MB__ .ﬂ.

Clickthe Print button and choose the path to read the printfile:
1. Read from the printer's memory card;

2. Readthe printfile from the external USB flash drive;

3. Back: Returnto the previous interface.

4§ FLASHFORGE & 4§ FLASHFORGE

AD1-leveling-n
1 :

AD1-leveling-check.gx

Selectthe printfile in the file list:

1. Print: Start printing;

2. Copy: Copy the files from the USB flash drive to the printer’'s local memory card
(this function is not available when the local memory card is selected);

3. Delete: Delete this print file;

4.Back: Returnto the previousinterface.

5. Green files in the list: The files have been opened.

4§ FLASHFORGE

Cancel: Cancelthis print task;
Pause/Start: Pause/start printing;
Tools: Real-time query or change during printing: bottom plate temperature, print

time, Z-axis coordinate, filament usage, print speed, filament change settings.
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4 FLASHFORGE

Temperature adjust

- JENENIN) -+

Yes

Temperature adjust: When the nozzle temperature inthe pageis underlined, click
to change the nozzle temperature.

4§ FLASHFORGE

Platfo

Printing speed: Can be modified during printing;

Filament: Click the Filament button when you need to change the filamentin the
process of printing (this function is available when printing pauses);

Back: Cancelthe toolcommand and return to the printinterface.

4§ FLASHFORGE

Printing speed adjust

- JEN NN -+

T |

Printing speed adjust:

After starting to print, click the print speed value to modify the single digit, tens
digitand hundreds digit of the print speed value respectively, click Yes to save the
setting; click No to cancel the setting.

The quality of the shellis closely related to the print speed. The shell needs time to
cooldown. If the speed istoo fast and the cooling is insufficient, the shell model will
collapse and affect the quality.
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1.5.2 Preheat Function

§ FLASHFORGE § FLASHFORGE

Extruder

e W X

Build Preheat Tools

Clickthe Preheaticon to enter the heating interface:

1.0n/0Off: Turn on/off the heating function for extruder or platform;
2. Temperature value: Click thisicon to set the temperature;

3. Start: Click the Starticon and the extruder starts to heating up;
4.Back: Returnto the previous interface.

There are four heating zones of buildplate,corresponding devices of bottom plate
1,2,3,4 areshown below (the screenis close to the bottom plate 4) . Default print
zoneis No.1

4§ FLASHFORGE

Heating interface:

1. Actual temperature/target temperature value;
2. Abort: Suspend warm-up;

3. Back: Returnto the previous interface.
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1.5.3 Tools

4§ FLASHFORGE . 4§ FLASHFORGE

® @

2 m % Filament Home Manual
Build Preheat Tools 0 D o

Settings  Status About

Clickthe Tools icon to enter the Tools interface:

1. Filament: Filament load or unload;

2.Home: Return the printer X/Y/Z axis to the mechanical home;
3. Manual: Manually adjust the position of the X/Y/Z axis;

4. Settings: Make related function settings for the printer;

5. Status: View the real-time status of the printer;

6. About: View the version information of the printer;

7. Back: Return to the previous interface.

4 FLASHFORGE

Clickthe manual adjustmenticonto enterthe manual adjustment mode:

1. Y+: The extruder moves in the positive direction of the Y axis, thatis, backward;
2.Y-:The extruder moves inthe negative direction of the Y axis, thatis, forward;

3. X-: The extruder moves in the positive direction of the X axis, thatis, to the left;

4. X+: The extruder moves to the negative direction of the X axis, thatis, to the right;
5

6

7.

.Z+: The platform moves up;
.Z-:The platform moves down;
Back: Returntothe previous interface.
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4 FLASHFORGE i 4 FLASHFORGE

Language English Heat Preservation

Resume Print

Startup S

Filament Check

4 FLASHFORGE

Glass Printing

Mute Printing

Factory Reset

Update

Click the Settings icon to enter the settings interface:

1. Language: set the printer display language;

2. Resume Print: Set whether to continue unfinished file when the printeris lose the
power, it willrecovery print when the power back, the default option is ON;;

3. Flashforge Cloud: Turn off/on the Flashforge Cloud printing function;

4. Extruder calibration: Calibrate the initial distance between the extruder and the
platform;

5. Heat Preservation: The platformis stillin heat preservation after printing, user
cansetthetimeto continue heating.;

6. Z Offset: Extended function of extruder calibration. After leveling, if the extruder
is slightly higher or lower than the platform when printing the shell, please use this
function to fine-tune the gap between the extruder and the platform by inputting
the value directly. Itis notrecommended to adjust if you are unfamiliar with the
equipment.

7. Startup Sound: Turn on/off the boot sound;

8. Filament Check: Turn on/off the Filament Check function;

When this functionis turned on, if no filamentis detected or the filamentis used up,
printing will pause automatically.

9. Glass Printing: After turning on the Glass Printing mode, the platformis no
longer heated by areas. The four areas are heated atthe same time to prevent the
glass from being broken due to uneven heating;

10. Mute Printing:Turn on/off the Mute Printing function;

11. Factory Reset: Restore the factory settings;

12.Update: Upgrade to the latest firmware. If the equipmentis connected to a
wired network, you can click to upgrade online.
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4 FLASHFORGE 4 FLASHFORGE

Language

Language English

Resume Print [ ]
e Clow .

Resume Print

v

Extruder Calibration .
Turn on [Resume Print]

Atthis moment, the uninterrupted printing function is turned on. If the printer s
turned off before the printing completes, the printer continues to printthe
unfinished model when the printeristurned on again.

FlashForge Cloud

Extruder Calibration

Turn off [Resume Print]

At this moment, the uninterrupted printing function is turned off. If the printeris
turned off before the printing completes, the printer will not continue to print the
unfinished model when the printeris turned on again.
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4 FLASHFORGE 4 FLASHFORGE
N
Firr

Build

Language

Resume Print

FlashForge Cloud

Extruder Calibration

Flashforge Cloud connection

1. Turn on/off [Flashforge Cloud]

2. Find theregistration code of the machine on the [Settings]-[About] page.

3. 0pen the Flashforge Cloud (cloud.sz3dp.com), click [Add Printer], enter the
printerregistration code in the pop-up window, and associate the equipment with
the cloud platform. For details on how to connect the Flashforge Cloud, see the next
chapter about printing.

4 FLASHFORGE
Platform2

Status
Click the Status button to view the temperature of current nozzle and the current
coordinate value of the nozzle.

About

Display the basicinformation of the equipment. The details of the information are
subjectto the actualdisplay.

You canview the firmware version; the print size; the cumulative print duration.
EthernetIP address: When connecting to the Internet cable, the Ethernet IP address
and Ethernet MAC address will be displayed here.

Note: When applying for after-sales service, please present the serial numberin
[About] to the after-sales engineer.

& Note: The firmware is updated regularly, and the interfaces may differ.
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2.1 Printing Software

FlashAD software is used on Flashforge AD1 machine. It has three functions, i.e.
generating 3D models, exporting contour lines and generating slice files, and is
used to produce Ad words.

Steps for the production of Ad words:

1. Generate a 3D model;

2. Exportthe contour line;

3. Generate aslice file of the 3D model and printthe model;

4. Cutthe acrylicsheet according to the contour line;

5. Assemble the model and acrylic sheet.

When printing with the AD1 light-emitting shell 3D printer, itis necessary to use the
luminous character slice software to produce the character shell file, and convert
the character shell or graphic designfile into a file identifiable by the 3D printer.

2.1.1 Obtaining Software

To getthe software:

Copy the FlashAD software from the provided USB flash drive or download the
latest version of the software from www.sz3dp.com.

Openthe FlashAD software, clickthe Login button in the upper right corner, click to
register a cloud account, and redirectto the cloud platform page to register, or
directly loginto https://cloud.sz3dp.com to register a Flashforge cloud account.

Login

User Login

User name | User@email.com

Password

I
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2.2 Obtaining the Shell File

FlashAD can directly generate text and the software has textinput function; after
clicking, inputthe desired textin the dialog box and select the desired font.

Hereis an example of generating text with software.

- Exportvector design drawing in cdr format from software such as CorelDRAW, and
importthe file into FlashAD.

- Click the text button, enterthe word “B"” , and customize the fontand size.

(the font size is more intuitive for cdr file)

Text input
| Text | | Import
Text: | B
Unit: mm Font: | Yuanti v
WIA ® Size: | 360 .| Pitch: 0%
L
L | 80 W20
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2.3.1 Typesetting

2.3 Software Settings

o ) (o)

Unit: mm
[ . \p—
L
L| 80 W 20

Top [H]
ol
ofl

[

Bottom u

an:gm:u
=0 | &0 :
&I
)

10° X 08 = [Jlinversion

[ Outline ]

/\ Note:

WIA. Display the size of the shell, and drag to
change the size.

Top/Bottom: Different types of characters appear
after setting.

-

‘ Setthe color of the shell layer. If only one color
is set, the defaultis to print with the filamentin the
right tray.

-E_ The defaultis 0.8mm; this parameter does not
need to be set.

[

e The thickness of the printed shell. The default
is1mm. The higher the value, the thicker the shellis.
=8| Theoverall height of the printed shell. The
defaultis 20mm. The higher the value, the higher the
shellis. The maximum height supported is 70mm.
e It meas the epitaxial distance of top side.It
meas arc word, user can setthe round size, the x
represents the vertical distance of bottom side(same
astopside)
/A, Thetiltangle of the printed shell during
straightedge print. If the font size is small, the tilt
angle should be setsmall, or lese it will be easy to
fail. X represents the the vertical distance from the
bottom.

I
Q It meas arcword, user can setthe round size,
the x represents the vertical distance of bottom

After a series of required settings, click the
Generate 3D Model button and the text will be
converted from 2D to 3D.

1. When Reverse and Mirror are selected at the same time, the modelis inverted.
2. When the shellis setto the lower straight edge and the upper oblique bevel,
click the Invert and Mirror button, and the set step will be invalid.

3. When adding the bottom width and setting inverted mirror, the bottom
widened portion of the shell model will be displayed on the upper surface of the

shell after printing.
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Tilt effect Mirror and invert effect Straight edge + bevel
effect after X value is set

2.3.2 Glyph Settings

Select Step for the top surface to set the height from the step to the top surface and
the width required for the step.

Top [H] 30 2 x/os =
ahp|
ofl
[l
Botom O [L]
oll
0
o] Top step effect

Select Close for the top surface, and the top of the shell will be closed.
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Top closure effect



Select Chamfer for the top surface, and the curvature of the top surface will form a
chamfer. The chamfer size is customized.
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oLl Top chamfering effect

Select Close for the bottom surface, and the bottom of the shell will be closed.
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o
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O

Bottom closure effect

Select Widen for the bottom surface, the bottom will have an outer edge, which
depends on the setting.

Recommended extension is Tmm, which will facilitate the adhesion of the shell to
the platform.
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Bottom widening effect
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Select Bracket for the bottom surface and there will be a bracket between the shells,
which is conducive to the shell adhesion.
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Bottom bracket effect

Select Step for the bottom surface to set the height from the step to the bottom
surface and the width required for the step.
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Bottom step effect
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2.3.3 Text Color Layering Settings

“ Click this button to set the color of the shell layer.
30.0mm
200 =

Color setting

Represent:

Monochrome printing
Two-color printing

Two-color interlacing
Two-color cycle interlacing
Two-color free cycle interlacing

-

R |51 G| 128 B|255

[ oK ] [ Cancel

Take the three-layer color separation printing as an example: set the first layer to orange
(indicating that the first layer is printed with the right extruder; orange here is only used
to distinguish the left and right extruder, and does not necessarily represent the true
color). If the total height is set to 30, the lower color can be set in the box. The number in
the middle color box is the height of the first color separation plus the second color
separation; the top color is the same as the color of the first color separation; the left and
right extruder can be switched by clicking the color block.

For example: the total height of the model is 30mm, the first color separation setting is
6mm, and the second color separation setting is 20mm, indicating that the first color
separation height is 6mm, the second color separation height is 14mm, and the third
color separation height is 10mm;

Other layering principles are similar.

34



Text color layering effect

2.3.4 Moving, Rotation and Zooming Settings

Select the Move button, an arrow appears
on the word, click the arrow or drag the
text directly to appropriate position.
Select the platform area, corresponding
to the bottom plates 1, 2, 3 and 4. The
default position is area No. 3 of the
bottom plate, which saves time for
platform heating when printing in single
words.

Select the Zoom button to change the font
size; click the arrow to zoom by one
direction and click the block to zoom as a
whole.



2.3.5 Contour Line Settings

Use FlashAD software to generate 3D text model:

Click “Outline” to pop up the “Outline” window. The 3D model is divided into four
types of contour lines: top interior, top exterior, bottom interior and bottom exterior. In
order to achieve different requirements, the scaling factor of the contour line can be set

(value range: -5%~5%, two decimal places). Complete the settings and click “OK” to
save the contour line.

Qutline
Up Outline :  (J Inner Outer
[ Outline ]
Down Outline :  (JJ Inner Outer

WL Scale Ratio : | 0.5 %

Click “Outline” : The file of the engraving panel will be exported. This file can be
imported into the laser engraver to engrave the panel.

C For the production of contour lines and acrylic sheets, the problems that
may be encountered and their solutions are exemplified here.
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I Specific description of exporting contour line

= When creating a model with a “step” , itis recommended that the height of the step is
slightly larger than the thickness of the acrylic sheet to prevent shedding.

For example, if the thickness of the acrylic sheet is 2mm, set the step to 3.0mmX1.6mm,
as shown in the figure.

Top |}{| 30 2 x[16 *

o

[ B (|

= Some characters have a small contour gap. After generating a 3D model, there may be
coincidence and closure, and the exported contour lines may have crossover and
interruption, as shown in the figure:

- When there is chamfering effect, the contour line outside the top surface does not exist;
when the top surface is closed, the contour line of the top surface does not exist; when
the bottom surface is closed, the contour line of the bottom surface does not exist.
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I Specific description of cutting acrylic sheet

The contour line is exported in plt format and opened or imported in the relevant
software to check if it is complete and correct. Contour lines are typically imported from
CorelDRAW. In addition, there are many types of cutters on the market. In order to ensure
the accuracy, it is recommended to use a laser cutter to cut the contour lines. There are
many types of laser cutters, and the commonly used flame cutter is introduced here.

= Since the temperature of the flame cutter is not uniform, the surface of the acrylic sheet
will have a higher temperature and a higher shrinkage, and the cut surface will be
inclined. In order to make the acrylic sheet easier to assemble into a 3D model, first
mirror the contour line horizontally before cutting.

- When the 3D model is printed, there is a thickening of filaments at the corners. In order
to increase the matching degree between the model and the contour line, the FlashAD is
set to have a rounded corner of 0.8mm when the contour line is exported. If the cutter is
not accurate enough, it may be considered a right angle. At this moment, the corners of
the acrylic sheet can be trimmed, and the rounded corners of the contour line can be
modified in the CorelDRAW according to the precision of the cutter, as shown in the
figure:

| L

As described above, the contour lines have crossover, interruption and small gap, and
disconnection occurs during cutting, which is unavoidable.

- If itis not a laser cutter, consider the compensation of the tool radius when cutting. For

example, if the tool diameter is 4mm, the contour line should have 2mm radius compen-
sation outward or inward during cutting.
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I Acrylic sheet assembly

When assembling, put the model in the bottom and the acrylic sheet on the top, align the
edges and corners, press as a whole to avoiding falling and light transmittance, and then
apply glue for reinforcement.

Instructions:

 There are different levels of filament accumulation and deformation at the corners and
bends, especially for models with a large degree of curvature and a tilting effect. You
need to press hard or polish the acrylic, or modify the contour line, as shown in the
figure:

- As mentioned above, the model has overlap, the contour line and the acrylic sheet
have interruption, and need to be assembled separately. The effect is as shown in the
figure, and the interrupted part will not transmit light.
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I Contour line initial calibration

There are many parameters of the cutter. Different parameters and different precision will
produce different errors; different supplies have different shrinkage rates, and the model

will also produce errors when printing. Therefore, please calibrate the contour line before
use.

Calibration method:

1. Open FlashAD, “A” , font: stxingka, width: 253mm, chamfer: height 5mm, generate
the model, and export the contour line of the top interior; “B” , font: Yuanti, length:
212mm, step: 3.0mmX1 .6mm, tilt: 10, generate the model, and export the contour line
of the top interior.

2. Print the model separately, cut the acrylic sheet along the contour line, assemble the
acrylic sheet, and adjust the scaling ratio of the contour line according to the matching
degree. If the acrylic sheet is too large, increase the scaling ratio, e.g. from -0.5% to
-0.8%; on the contrary, reduce the scaling ratio, e.g. from -0.5% to -0.2%, until the acrylic
snaps into the model and there is no falling or light transmittance.
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2.3.6 Adding Printer Settings

Click Printand the page will go to the printinterface.

Add printer

“ y Mame : | My Finder

Register Code :  ASDFGH

Fiaiml  iotn Py

Click Add Printer to associate the equipment to FlashAD and the cloud platform.
Find the registration code on the About page and enteritin the dialog box. Enter
the equipment name, which can be customized. Click OK to associate the
equipment. If no network cable is plugged, the equipment will display offline
status. If the network cable is plugged, the equipmentis online. When online, the
setfile can be sent directly to the printer for printing.
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Add Printer

Name Fila(m) Jobs  Prog

® Flash AD1 0 3 25%
@ Inventor Il 0 2

Creator 3 0 5

Job Name : F More Job

Time : 1h 15 min Pause

O 220°C/220°C
<= 100°C / 100°C Cancel

Create Job

¥ Shell placement
instructions:

The shell is placed on the
bottom plate 3 by default.
The placement area is
3-4-1-2; you can move the
shell position.

2.3.7 Shell Placement Mode Setting

The shellis broken up and printed in one
stroke. For example, the character “i” willbe
automatically divided into 2 shell parts. When
this mode is selected, the surface of the model
issmoother and has noseams, which is more

beautiful. This mode isrecommended for

printing simple shell shape (circle shell).

Printthe word as a whole; it prints the entire
shellfirst before printing the next. When this
optionis selected, a blue highlight mark will
appear onthe bottom surface; the printing
orderis character by character. This print
mode allows removing and producing the
printed shells first.

The shellis printed in one piece and won't be
splitinto several parts. This mode has higher
productivity when printing, but seams are
created on the surface of the shell.

The shell will be printed in layers. It first prints
the first layer of the first shell, then the first
layer of the second shell, and the first layer of
the third shell. The shell will be printed by
layersinturn. This mode requires all the shells
to be printed before the shells can be
removed.
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2.3.8 Model List Description

The modellist allows printing the current shell or not; click to check or cancel;
when unchecked, the modelis hidden and will not be printed.

Model List ( 4) O
F
A O
B O
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2.3.9 Generating Print Task

Clickto generate a printtask and a pop-up window will appear.

Print Setup Print Setup
Printer Name :  Flash AD1 Printer Name :  Flash AD1
File Name : | F File Name : | F
Print Quality : Low High Print Quality : Low High
Print Material : | A-PLA v Print Material : | A-PLA v
Platform Temp : | 55 ° ExtruderTemp: | 220 : Platform Temp : | 55 ° ExtruderTemp: | 220
PlatformGrid: (J A O%R OBE Density: 05 PlatformGrid: (J A O%R OBE Density: 05
Path Slice Cooling Fan V Shape Edge Path Slice Cooling Fan V Shape Edge
[ Advanced J [Restore DefaultsJ [ Advanced J [Restore DefaultsJ
General Retraction  Switch Color Other
. . Extrusion Ratio : %
Standard print settings a rusion Ratio 100
Print Speed : 120 mm/s
Travel Speed : 200 mmys
Zuplift : 025 mm
First Layer Extrusion : 100 %
First Layer Speed : 30 mmy/s

Advanced mode settings »

File Name: The file name can be changed for subsequent differentiation.

Print Quality: Select low, standard or high; the lower the quality, the faster the
printing speed is; the higher the quality, the slower the printing speed is. Itis
recommended to select the standard mode.

Print Material: When selecting A-PETG, the default temperature of the bottom
plate and the nozzle is 95°C and 230°C; when printing supplies are A-PLA, the
defaulttemperature of the bottom plate and the nozzle is 50°C and 220°C; itcan
also be changed according to the actualsituation; for the shell settings
corresponding to the parameter settings, referto 2.3.10 Print Shell Size and the
corresponding parameter setting method of the shell wall thickness.

Platform Grid: Help the bottom plate to adhere. When special patternis needed,
this option can be added, butthe printing time willincrease. Generally, itis not
recommended. This function can also be used to connect disperse shells. When the
shellis removed, it will not be separated. It can also be used to make embedding
characters. The embedding will prevent the split shell from offsetting. If itis used
for connection, setthe density to be smaller.
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A Form atriangular structure; % Form a hexagonal structure; ¥22 Form a
wave shape structure;
Density: Indicate the density of the texture.

Path Slice: The software selects path as the default slice mode to have better print
quality.

V Shape Edge: When this option is selected, a V-shaped edge will be printed on the
outer edge of the shellto increase the adhesion to the platform. When printing a
shell larger than 200mm, itis recommended to check this setting to increase the
print success rate and prevent printing failures due to the shell failing to adhere to

the platform. —~—~—~—

Advanced: Advanced mode provides more parameters for user settings.

General Retraction  Switch Color Other
Layer Height : mm
Extrusion Ratio : 100 %
Print Speed : 120 mm/s
Travel Speed : 200 mmy/s
Z Uplift : 0.25 mm
First Layer Extrusion : 100 %
First Layer Speed : 30 mm/s

Layer Height:You can customize the speed and layer height. The higher the layer
height, the clearer the layers are and the shorter the printing time is; itis
recommended to setthe layer heightto 0.25-0.3mm.

Extrusion Ratio: The larger the filament output, the more filaments are spit out
fromthe nozzle, and the formed shell will become thicker; the recommended
starting speed is slow;

Print Speed: Itisrecommended to print at a speed of 40-50mm/s; different shell
settings are described on the next page.

Travel Speed: The speed at which the equipmentis running when no modelis
being printed.

Z Uplift: The height that Z-axis lifts during idle running.

First Layer Extrusion: The increasein the filament outputin the first layer
facilitates the adhesion of the first layer to the platform.

First Layer Speed: Itisrecommended to set the print speed of the first layer to
10-20mm/s; if the first layer speed is too fast, the filament material can’'t adhere to
the platform and cause print failure easily.
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General Retraction  Switch color Other

Retraction Speed : 60 mmys
Retraction Length : 5 mm
Compensate Speed : 255 mmy's
Compensate Length : 025 mm

Retraction Speed: The speed of the filament pulled back to the nozzle when the
extruder is lifted; increasing the pullback speed will reduce wiredrawing.

Retraction Length: The length of the filament pulled back to the nozzle when the
extruder is lifted; increasing the pullback length will reduce wiredrawing. Setting a
large pullback length will resultin filament shortage.

Compensate Speed: it meansfeeding filament speed after retraction. It should be
lower than retraction speed.

Compensate Length: The compensate lengthisto preventthe situation that
lacking of the filament on the word shellif the retraction length is too large (no
need to setthisitem if the abnormalsituation does not exist)

General Retraction  Switch color Other General Retraction  Switch color Other
Color Change Mode : (®) spin Wall Color Change Mode : Spin (®) wall
Speed : 60 % Speed : 60 %
Extrusion Length : 300 mm Extrusion Length : 300 mm
Extruder Uplift hight : 5 mm Shift Position X : 298 mm
Extruder Shift Distance : 10 mm Shift Position Y : 268 mm

Switch color: Select color change wall, input the coordinates, or use the default
setting; when changing colors, the color change wall will be printed before
printing the second color; itincreases the adhesion of materials between different
colors. The color change length isrecommended to be greater than 300mm.

Speed (Color change deceleration): The ratio of the printing speed of the first layer
tothe normal printing speed when the two colors are switched. The speed
reduction is beneficial to the adhesion between materials.

Extrusion Length: Before the two colors are switched, setthe length of the
pre-spinning. When the setting value is 0, the spinning stops when the coloris
changed; when the setting value is 40, the other color will first spit out 40mm of
filamentwhen the coloris changed (this function prevents poor adhesion of
suppliesduring color change and color layer cracks)

Extruder Uplift hight: the hight of the extruder remove away from model.
Extruder Shift Distance: the distance of the extruder remove away from model.

Shift Position X/ Shift Position Y: Wall position X and Y coordinate values.
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General Retraction  Switch color Other

Combine Area Threshold : 160 mm?
Start Speed : 100 %
Start Distance : 100 mm
Suspention Deceleration : 80 %

XY Acc : 2000 mmy/s?
Z-axis Speed : 0.25 mmys
Z-axis Acc : 200 mmy/s?

Combine Area Threshold: When larger shell and smaller shell are printed at the
same time, higher speed will resultin insufficient cooling of the small shell and
affectthe shell quality. Setting this value means that when the path of the shellis
lessthanthevalue, the equipment automatically reduces the print speed to ensure
the print quality of the small shell.

Start Speed: Inthe integrated printing mode, too fast starting speed easily causes
filament shortage at the starting point. Therefore, setting a slow starting speed is
beneficial to ensure the quality of the shell. The value of this setting is a percentage
of the normal print speed.

Start Distance: Adaptthe length of start speed.

Suspension Deceleration: The speed at which the steps are printed. The slower the
speed, the better the adhesion of the stepsis. Itisrecommended to set the value to
30-50%. The suspension speed is calculated as the percentage multiplied by the
printing speed. Itis notrecommended to exceed 30mm/s.

XY Acc: The accelerationof XY moving.
Z-axis Speed: The speed at which the Z-axis is lifted.

Z-axis Acc: The accelerationof Z moving.

Itisrecommended to use the default value, and you can also fine-tune the
parameters as needed.

After setting, click OK to generate a slice file. If the equipmentis bound and
connected to the network, the file can be directly transferred to the printer. You can
also save the fileto a USB flash drive and print it through the USB flash drive.
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2.3.10 Print Shell Size and Shell Wall Thickness Parameter Settings

Print shell size Print speed Print temperature (Ad PLA)
<15cm 30-40 mm/s 210-220°C

15-20 cm 40-50 mm/s 215-220°C

20-30 cm 50-55mm/s 215-220°C

30-40cm 55-60 mm/s 220°C

50-60 cm 60-70 mm/s 220-225°C

Note: When the size of the print shell is small, it is recommended to use a lower print
speed so that the shell has better cooling effect and the surface texture is smoother.

Setting method (nozzle diameter and

Shell wall thickness wall thickness)

Nozzle diameter: 0.6
0.6 mm Wall thickness: 0.6
Extrusion ratio: 100%

Nozzle diameter: 0.8
0.8 mm Wall thickness: 0.8
Extrusion ratio: 100%

Nozzle diameter: 0.8
Tmm Wall thickness: 0.8
Extrusion ratio: 125%

Nozzle diameter: 0.6

Wall thickness: 1.2

Extrusion ratio: 100% (the path will print
two circles)

1.2 mm

Nozzle diameter: 0.8
2mm Wall thickness: 2
Extrusion ratio: 125%

Remark: The wall thickness of the shell is related to the set nozzle diameter, wall
thickness setting and the filament output of nozzle. The default setting is
0.8/0.8/125%; that is, a wall thickness about 1Tmm;

The relationship is: shell wall thickness = nozzle diameter * filament output * (set wall
thickness/nozzle diameter)

If the shell wall thickness is 1, the nozzle diameter is 0.6mm and the wall thickness is
Tmm, it will print two circles, so the printing time will be lengthened; when the
nozzle diameter is set to 0.8, the wall thickness set to 0.8 and the filament output set
to 125%, it only prints one circle.
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As described above, the actual thickness is slightly different from the theoretical
calculation. The following data are measured values for reference:

(1) 0.6 mm: setnozzle: 0.6, thickness: 0.6, flowrate: 100%, Wallthickness
istoothin, wedon'trecommended, suggestsetflowrate: 120%, printthickness

is0.7mm
(2) 0.8 mm: setnozzle: 0.6, thickness: 0.6, flowrate: 140%

(3) Tmm: setnozzle: 0.6, thickness: 0.6, flowrate: 160%
(4) 1.2mm: setnozzle: 0.6, thickness: 0.6, flowrate: 200% orsetnozzle:

0.8, thickness: 0.8, flowrate: 150%
(5) 1.5mm: setnozzle: 0.6, thickness: 1.2, flowrate: 100% (printtwo

circles) ; orsetnozzle: 1, thickness: 1, flowrate: 150% (printone circle)

(6) 1.8mm: setnozzle: 0.6, thickness: 1.2, flowrate: 120% (printtwo circles)
(7) 2.4mm: setnozzle: 0.8, thickness: 1.6, flowrate: 130% (printtwo
circles) ; orsetnozzle: 0.6, thickness: 1.8, flowrate: 120% (printthree

circles)

2.3.11 Slice File Transfer Settings

Print Slicing X

File Name: Fg

Print Time: 0.25h
25;\

Print Material: 243 m

Slicing now,please wait...

The print slice window pops up. After the slicing is completed, it can be sent to the
printer and exported to the USB flash drive.
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4 FLASHFORGE . 4 FLASHFORGE

Copy File

Please wait...

4§ FLASHFORGE ; 4§ FLASHFORGE

AD1-Flashforge.g

a Sl AD1-new.g

T
17MB TIMB
6826MB 7374MB _ AD1-leveling-nut.gx

AD1-leveling-ct

Insertthe USB flash drive into the equipment, click the file in the USB flash drive,
clickthe Copy button, copy the GFZ file into the memory, and then return to the file
inthe memory for printing. After copying to memory, the file suffix is .g, which can
be recognized by the device and printed.

Job Mame : F

Time : 1h 15 min
{F 220°C/ 220°C
=2 100°C / 100°C

Create Job

Inthe taskinterface, you can check whether the printeris busy. If itis not busy, you
cansend a file and printit directly. If the current printeris busy, the new file will be
added to the task list. After the current shellis printed, you can continue to click
print.

The interface displays the name of the task, the remaining printtime, the nozzle
and bottom plate temperature, and more tasks for viewing the task list.

Pause: Pause current print task

Cancel: Cancelcurrent printtask

* Special Note:

FlashAD function is updated regularly. The equipment guide will not be updated
inrealtime. The software update is accompanied by instructions. The latest
FlashAD software can be obtained from the official website (www.sz3dp.com).
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3 Maintenance and Support

3.1 Copy Log

4 FLASHFORGE

o &

17MB 77IMB
6326MB 7374MB

1.Insertthe USB flash drive and the iconwill appearinthe upperright corner
of the touch screen.

2. Click the icon 3 times consecutively, and the icon willjitter, indicating that
the log has been copied to the USB flash drive; unplug the USB flash drive.

3.Insertthe USB flash drive into your computer and open the USB flash drive folder
tofind the logfile.

4. Please sendthe log file and equipment serial number to Flashforge Customer
Service.
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3.2 Maintenance and Overhaul

Problem

Cause

Corrective measures

Model can't adhere
to the platform

The platform is not
flat, or the extruder
calibration value is
deviated

Please follow the instructions to calibrate
the extruder and level the platform; other
simple methods: attach blue tape for
compensation in position with large gap.
Increasing the filament output of the first
layer can increase adhesion.

Supplies can't be
properly extruded

Check if the
extruder is clogged

Warm up the extruder and manually push
the filament to check if it can be extruded.
If not, press the black tab of the air pipe
connector, take out the filament guide
pipe, and use the needle cleaner to get
through the nozzle.

The extruder can't
return to the
original position

1. The limit switch
line is faulty;

2. Running is
obstructed

Check the status of the limit switch and
whether the equipment collides with the
limit switch when it is running moves. If
not, check whether there is no obstacle.
Confirm whether the limit switch function
is disabled. If yes, please contact
after-sales service.

The screen is black
and there is no
response

1. The power may
not be powered on;
2. Screen failure

If the power supply is normal, but the
screen has no response when the power is
turned on, turn off the equipment power.
Use a screwdriver to disassemble the
screen box, carefully pull out the screen,
re-plug the screen cable, and then turn on
the power and check if the screen is lit. If
the screen still does not light up, please
contact after-sales service.

Bulging filament
under the heating
part of the extruder

The copper nozzle
is not screwed into
the position, which
leads to the
filament leakage

First heat and clear the residual filament
and then reassemble the copper nozzle.

You can contact the after-sales service to
request the operation video and operate

according to the video.

Noise is very high
when printing

Printing speed is
too fast

Reduce the printing speed or reduce the
acceleration parameters.

The x/y axis can’t
move

The drive chip is
damaged or the
motor cable is
damaged

Please contact the after-sales staff.
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3.3 Daily Maintenance

1. When the equipment isn’t used, please close the top cover and close the front door to
avoid dust. If it won't be used for a long time, it is recommended to put it in the original
packaging.

2. Regularly apply lubricant to the moving parts (general grease). If the equipment is
used frequently, apply lubricant (grease) at least once every two weeks. If it isn't used for
a long time, apply lubricant (grease) at least every 4 months.

3. At the end of each print, please clean the contour lines and other debris on the
platform in time to avoid affecting the quality of the model printed next time.

4. Print stickers are consumables. When the adhesion of the printing platform sticker is
reduced or damaged, please replace the printed sticker in time to avoid affecting the
printing effect.

5. When the equipment is used for the first time or the printing supplies are replaced,
only use official consumables of Flashforge until the extruded supplies are the same

color as the loaded supplies.

6. If the equipment isn’t used, pay attention to avoid dust.
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3.4 Help and Support

The professional after-sales and sales team of Flashforge is always on call. We are
willing to solve any problems you may have while using AD1. If you can’t find a solution
to your problem in this guide, you can visit our official website, or contact us by phone or
QQ.

In our official website, you can find the descriptions and solutions of some common
problems. You can find the operation video of the corresponding product in the video
bar. Many of your problems can be resolved here: http://sz3dp.com.

You can contact after-sales team of Flashforge to solve the problems by phone and QQ
every Monday to Saturday from 8:00 a.m. to 5:00 p.m. If you contact us during non-work-
ing hours, we will respond to you and resolve your problems as soon as possible during
the working hours. We are sorry for any inconvenience.

Note: A small amount of impurities will remain in the nozzle when different filaments
are replaced and cause nozzle clogging. It is not a quality problem and is not within
the 400-hour life span. If you have this problem, please contact the after-sales service
or local dealer, and complete the dredging work under the guidance of after-sales
service personnel.

After-sales service hotline: 400-886-6023

After-sales e-mail: flashforge@flashforge.zohodesk.com / support@flashforge.zo-
hodesk.com

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

* When contacting the after-sales service, please provide the serial number of the
machine, that is, the barcode of the equipment and the firmware version number, so
that the service personnel can check the problem*

4§ FLASHFORGE

3ulld Volur
S/N *kk%k L 16X

: FFGB**
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AEREXTFTREDKRIEMRE, BABNFED. BRESHRAAN, BRTBATEX. REH
INREREXE, HRERBAREE, HHSERBERT, ARE[/BAREE, KESL
FREERS., EERTH, REFOXGTERLEETENITEN,
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2.3.7 FRERERRE

B (1)

(<]

(<] < ]

AR TERHL =¥a

FTEDHLETR HEm) 55 HE

® & 0 3

® Inventor Il

Creator 3

ESEF - IENN

FISAIE : 1 h 15 min
O 220°C/ 220°C
< 100°C / 100°C

LERLFTENES

W FERERER:

FREAKE T RIR3MAME,
RERENREA3-4-1-2;
APOBTEMmFRuE.

FRBAITE, FROE, BR—2ETE, 4
WRNFSWEBARRADFRE D, EBFZER
TR0, BEXEMEXT, BEREREERE, &
MER. FENFEER (BRFR) 2ER
ZARITED,

BFITH, RENFHRBTRBEITN, THNRE
MEREBIONT—NFEER, HEFXNIER
i, RESHRERSRRSE, TONEEIRFEA
ITNRE—NFREDE, FRITNDE-_ANFE
B, ZITENET O] LUK SE4T EN ST AR B9 F 55 SE BR
THIE,

FR—FAITH, F2F—PZHESHILEBD.
ZRAITDNHEFRRRS, EFRRARTE
A,

FREREITN, RITNE—NFRNE—E,
BHE_NFZFRNE—E, BIDE=ANFR
NE—E. KREEZRINEFREMITHRTR.

ZIORA TR FRMITNTR A BERTF
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2.3.8 HEBIZIRIREA

RERAUEREA T FRATENHERTH, RETERERE, HADEN, RERR, B
REWITED

BEF (4)
i 0

(<

91



2.3.9 ERITNESIRE

REEMITHES, BSHABE.

FTEMRR FTENRE
HIEBSER:  EHADT HMEBER:  SEHADI
THETR | PIEAO THERR: | DGO
TEER: | 8 TERE: | (EE e
FTEMAEL: | TTEPLA ~ FTEDRTEL: | TTEPLA ~
MR | 55 © WekEEE: |20 | IR : | 55 T BeKEE: | 220
EERE: OA O O @m: os mERE: OA O8R O =: os
BEERA RHRE VR BB AR VAR

[El#R

= -
IRRATENRE & . e
FTEDIHAE 120 mm/s
S 200 mm/s
ZHET : 0.25 mm
EEHER 100 %
R 30 mmy/s
SRRLRE » Tz HUH

XHBW: TERXMHE, MEREKS.

ITENEE: tERE/E/S, RERE, TNREMR, REMS, THNREHIE, BME
BIER,

STENRR: iR SN B, RRAESLRE RIS CHI230°C; FTENFEM BRI &PLAK,
FARFIUE SR EBAS0°CA1220°C; B AlRELRERBTEY, SHRENUTSREFE
BE2310DEEXNURTEEEN WESMIRE S
RRRAE: BHEROKN, BERDSHLKE, TEMESEER, TOEEEREN, —&
BRTARNEE, ZPWECTATFARTSRNES, PERTHRIAE, BTUATFH
BRT, BEREAMBNIERLES, ERATEE, TRBRERENN—L,

FR= ARG 0E; X0 BRABEROENE; B KRR RS0,
BE: RRUBNEEEE.,
BEERA: RERNSETHERNER, BEERNTDES,

VEA: ERVEADNSEFZRIIIDEITN—BVERNS, BAXS5FEEHIMKT,; HITEXF
200mm MFEFNENEIIRE A E, BEXBNIRFITENRINE, FHIEHRTFEREREEMKTEIFE
ABLEHITHEK, VvV Vv
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B SRBAARTESHNSHEAFRE.

Bn: BFUBEEXERESES. Enldn, BE5EZEESH,; ITHNNKEE,; BIRER
50.25-0.3mm,

H2E: HL8HX, RETENLZRES, AENFRSTE, EREERNAIEE,
FTENEE : BIN—RITENRA40-50mm/sHEEITE, WNARAFREE, ET—RETES
FMEEIGREE,

SEFEE: RITOEREN, RESTHEE.

ZHETH: SENZBBRANSE.,

BEHLZE: ERUZENEMNEANTE—BMITTESE.

BEZEE: F—E{HNERE, BIRE10-20mm/s, F—ERES AR, LB TEMME
FEL, BHITHNEXK,

EHEE: RRELBAN, 2R RBEELNERE, IENEHEESHFROLAXR,
EHKE: RRELBAN, ZRNRBEELNKE, EMEHKEGHNTFRONLAR, &
ERAEMKE, aSBRZ,

WMZEE: BHENMME, BRMNREENR, IMEERNREERIE,

WMERE: WHNEHENLHNNMEEE, BATHLEFRRYZ (EXREFRLWKMUTTUARIE
&) .

BEEN: EREEE, TERAANGREELR, LRIANRE,;, REN, BEHHNEZNEE
BIESEITHREE, RAEBITNEZNRE; DUEMARRE Z MK, REeKER
WAKF300mm,

BRERE: FARMHASTRN, NROFEF—ENITNRESEMITORENLE, RE
BESHFMHEMNNE,

BRERKE: ROMET®RE, REMLLHNKE, SREHEAON, HENALLZ,; HiRE
HIERA0H, NBIREENS — M HERKSELEIOmm 2R (ZINBER LGB NFEM
MM ARE, FiReEAFRNER)

BRESE: ERLFSRACGSEHTHLNTE.

BRERES: EREEHLER, RERBEE, HLNELBFAITINER, BAEZARE
BiRBIES.

BREBUEX/Y: EERSEEEXNFERNFETIGEN, RLEBENIRENX/Y LARITENERE,
BEER: SRAFFTNRNFZEARITINRERSHNEE, S8B/NFHZRANARS, =i
FHREE, REZEXRTIAFRETNERNTZEN, REENEREITNRE, DHBENF
EHTENRE,

BRAEE: E—AXTHNNERT, EREEARSZERERLREZ, ALEERENES
RE, BATRIEIFEZRE. ZRENEAENITNRENE AL,

BRIEH: MREERRER, WNEZHNBEKE.

BEEE: {THNEMNNERE, REBREENTEMBMKE, EIRE30-50% E, 2EF&
ENHEAX AT ERUITERE, RENEIZ30mm/s,

XYNEE: XY BHZEHINRE, MEEREHES, REHIE,

ZHEE: ZHBFNERE,

ZENNDEE: ZHSHMEE, MEREREES, REMSE,

BUUREIMETE, EFTRMREESHERBITSHMNA.
REZTHR/RTWING, SERTAXMY, ERECHEAEN, XHTEREHETNN. H

ERXMHEFH/IIVE, BIUEITED,
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23.10 TEIFRAXMARFREEN NS HIZE

fTENFFRRM FTENiREE FTENRE (J"&PLA)
<15cm 30-40 mm/s 210-220°C

15-20 cm 40-50 mm/s 215-220°C

20-30 cm 50-55 mm/s 215-220°C

30-40 cm 55-60 mm/s 220°C

50-60 cm 60-70 mm/s 220-225°C

ik STHFRAONENY, BERRBNTNEE, MEFFEEFNIANNR; RE
LEEEHIE

FREE REAE (REERSERE)

HREER: 0.6
0.6 mm BEZ: 0.6
REHZS: 100%

IREER: 0.8
0.8 mm B2 0.8
REHZE: 100%

REBER: 0.8
1 mm B2 0.8
BELZE: 125%

REER: 0.6
1.2 mm BEE: 1.2
BREHZE: 100% (BREBITNHE)

REER: 0.8
2 mm BEZ: 2
WEHZE: 125%

i FREESEENREERUREEREURRENHELEF X, ZIFSHIAER
0.8/0.8/125%MIS#1&E; BILY1mm MEE;

BENNNXEN: ZEEE-IREER*"HLE* (REEE/HIEER)
YUREITHNFHEERNT, BHEER0.6mm, BEEITmmETTENRSAITENRE, EULITENe
BESME; HRERERR0.8, BEiRE0.8, HLEIRE125%, RITH—BE.,
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MEERAEICHE, IREEGRRE, NTHIEAINE, #eE:

(1) 0.6EXE2%: 0.6, 0.6552, 100%H4E, BERAZHINIL, BINHELE120%,
SRR 7HIEEE,

(2) 0.8%2E5%#1: 0.61%K, 0.6552, 130%140%LI LS

3) 1.0BES%: 0.6, 0.682F, 160%MHLE

4) 1.2828E8#: 0.61%, 0.685]F, 200%HIH%=; 0.81KLE, 0.8% %, 150% M+«

— i~ ~

5) 1.5EE8%: 0.6IEM, 1.285F, 100%HH4Ls (BE, ES/NER); 1.0,
1.0BE2, 150%0HLE(BE, EBEAEKER)

(6) 1.8 ES%: 0.6L%H, 1.28E, 120%MHELE (BE)

(7) 2.485E2%1: 0.81EE, 1.6822, 130%MHL4E (KE) ; 0.60%, 1.88F,
120048 (=8, E&/MER, ENMEIRER)

2.3.11 A X ERIRE

FTEDN A x
SR iAg
FIEDRIE] : 0.0 /i
8] M 25%\
FIEDBAEL : 0.0 3%
EEHH | AHE..

BHATERED, MRRME, TREETNNURSHF XHEEUE,
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‘ FLASHFORGE . . FLASHFORGE

‘ FLASHFORGE . . FLASHFORGE

miEg

n;ﬂ_ H g

17MB 77MB
6326MB 7374MB

s O J

AD1-leveling-nut.gx

AD1-leveling-ch

EREPHAUE, REUEDTHIXY, RESHRE, BFPZXHEHIAEFED, BRER
TAFROXERTITEN., SHFAFEENXHERRN.gTHRIREIRS], T,

{ESEH - (DS BEES
FIKEND : 1 h 15 min
i

F 220°C/ 220°C

EESAATUEFTMITNNAZR SR, STMARICRE, BERAEXHETERITH,
BTN ELCRRS, FOXEESHEARESIIRP, HAI— N FRITONTM/ET4E
RETEL,

ZAEPERNESHER, FRITDENE, BLNEREE, ESESETEESIE.

BF: GEURITHNES

BUH : BUBZRIITENMES

W BIBE:
FlashADR# e —ERAMENR, ZRFRBPBASTHENR, REERHESFTERR
B9; SAEEM (www.sz3dp.com) FKEEHBFlashADIR#:,
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B=E BIPS5F

4 FLASHFORGE

3.1 ENBE

=

IOy
17MB
6826MB

77MB
7374MB

LEAUR, FERENMERS A2 HT
7.

2.pEaE I BT, BfRaks—T,
BEEECENS USRS, HEUR,
SABUSIEA G, FTRUST SRR 0gY
.

4 BB RS RE RIS R ANEER.

2 BIESMIEEET

3.2 P 51848
A BE MEREIE
. | ERAEBORERLSTANRERG, F
FHERIETE | hargh o | SBFSELRE; REHEE: TUER
) BERSETIME, BREANSEEEE
EHTAME, BN — 260 L B T U kR
By
BESLHTIR, FHEDLNETTUGEL
EMEEIHRFY | SBERLEFEE | BRE; BRT, RESSELNIEBH,
S LE, EREs TRTELHTRREL
g,
s | BERMFXNORS, BEEHNETHIEE
ELEEEREG | CRPRAEEE | pens e kmiaEE E BN X REY

PR, WINRAUAXINERERR., EEBEK
RERRS.

REERF, [ATRE
0] i

1.E8iROJRER L EB;
2. REWE

BNERTFERNBER TERNEE—EL
WAL, WESEITIREMER, FERBLIERE
B, NORERBRERERESES, B
LHREERBAERR. EHNRENATE
REBERRERRS.

EELMAEHET I E

BN BLUR AT

FELMABERBOLY, HEMREREE
W, SIUBREERSRINEEZNRENM,

REHBEN B, SHIWE | mrmenmasaees.
THHEEEA | JOREIR BETEEE, DREMESHEH,
XIYBEEE TSR/ | BRRERAR,

SRR,




3.3 BHREAFSHF

1LAEAERREHNE, BELME, XA, BRREEK. KERERE, BERR €
EHF.

2. EHISREEME DR (BB . ERNEE, EOSRRARN—RERE (88) ;
KPAERE, E084TARM—RE BH (B8) .

3.BRITHER, BRBEITNTES LNRBEAMEMRY, BRFNTRITHNNERERS,
AFTENGERIERER, HITONFEMEMEN TR, HERR, BREEBRITEOME, MURZINT
MR,

5. BRERRENERITHREMG, BEANGEENEN, BEIREFEEMSENEMGE—
.

6.REFERITE, BHERERL.

3.4 #5374

RNEZIVHNEERHEERAMNERAERSS. BINEERBABCBRIEEERADIERZTEBEN
ETiaE, MRETENEEFFRPREBRQANSGE, BOTLUFRRIEE 5 WiGE RER
Bk, HABHLOILUED BIERQQBEREA].

ERMNNEMNS, EolLURE—LLE NG ARMEES L. ENME P ol EIX R~ & EiR
ERSR, BB 2 RBRER O] ATESX RS 2IMER . http://sz3dp.com,

O EEE—FE /N8 L48:00 ~F45:00 T/ ERIE T BIEM QQKEE RN 58 & F HIBA
NERRDR, MEEEFLENREREREN, RNSEIENRE—NESEESNRER, BR
mEnRE, EERAE, BMNASEH.

#: ATERFEANLY, SFELERRRBEELDEMRLIEE, REGHT, FETRER
B, FEA0MESEHEEN, EAPEARFEZOEERASERYMEHE, HESENE
STRRRELE.

EE5REHR%: 400-886-6023

E£/5tp% : flashforge@flashforge.zohodesk.com / support@flashforge.zohodesk.com
E£5ERQQ: 2850862986 / 2850863000 / 2853382161

3DEIFEQQEE: 149550566 / 206773820

AT HIESETERBEXIFERES18S

*BRAREEN, FRENSNFIE, CRRRENFEBUREM4RETS, UEESHERE *
-

S/N

: FFG B******
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Scan QRto Get More
After-Sales Support

P "SR EESE RS

QSIHSIIKI?EEEHEIHEBEZ‘EI

FLASHFORGE CORPORATION

EE%E%: support@flashforge.com After-Sales Service: support@flashforge.com

F3i% : 400 886 6023 EHMiL : www.sz3dp.com bl : T ESLEHIRER518S
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