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Note: Every 3D printer has undergone printing test before leaving factory. If there are some residues in the extruder
of the equipment or some slight scratches on the build plate, it is normal and will not affect its use.

Dear Flashforge users, thank you for choosing Flashforge products. Thank you for your great support and help for
Flashforge. Please read this guide carefully before use and follow the instructions strictly. The whole Flashforge team
will provide you with superior service. No matter what problems you encounter during use, please contact us according
to the phone number and email address provided at the end of the guide.

In order for you to better experience our products, you can also acquire skills about the equipment operation from the
following sources.

(1) User Guide:

Please unpack the box carefully. Then you can take out the attached documents from the top foam or browse the latest
user guide from the USB disk. This will help you familiarize yourself with the equipment and successfully complete your
first printing.

(2) Official Flashforge Website:

Flashforge Chinese website: www.sz3dp.com

Flashforge English website: www.flashforge.com

You can visit the Flashforge official website to obtain information about related software and hardware, contact
information, equipment operation, equipment maintenance and other related information.

NOTICE

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

WORK ENVIRONMENT SAFETY

*

Keep Creator 3's work table clean and tidy.

Do not operate Creator 3 in the presence of flammable liquids, gases or dust. (The high temperature generated by
equipment operation may react with airborne dust, liquids, and combustible gases and cause fire.)

Keep Creator 3 out of children and untrained persons' reach.

*

ELECTRICAL SAFETY

Make sure to use Creator 3 with a properly grounded outlet. Do not refit Creator 3's plug. (Ungrounded/improperly
grounded/modified plug will inevitably increase the risk of electric leakage.)

Do not expose Creator 3 to damp or hot-sun environment. (Humidity will increase the risk of electric leakage./Expo-
sure to sunlight will accelerate the aging of plastic parts.)

Make sure to only use the power supply provided by Flashforge.

Do not use Creator 3 during an thunderstorm.

Please shut down Creator 3 and unplug it if it is not in use for a long time.

*

*

*

PERSONAL SAFETY

Do not touch the extruder and build plate, etc during printing.

Do not touch the extruder when finishing printing.

Dress properly. Do not wear scarves, masks, gloves, jewelry ornaments or other objects that can easily get caught in
the equipment when operating it.

Do not operate Creator 3 while you are tired or under the influence of drugs, alcohol or medication.

*
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CAUTIONS

Do not leave the running equipment for a long time.

Do not make any modifications to the equipment.

Please keep the distance between the extruder and the build plate for at least 50mm during filament loading
operation. (Too-close distance may cause extruder blockage.)

*

+ Operate the equipment in a well-ventilated environment.

+ Do not use the equipment for illegal activities.

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

+ Do not use the equipment to make any electrical appliances.

+ Do not put the printed model into your mouth.

+ Do not remove the printed models with brute force.

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

ENVIRONMENT REQUIREMENTS

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

EQUIPMENT PLACING REQUIREMENTS

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

COMPATIBLE FILAMENT REQUIREMENTS

+ When using the equipment, please use Flashforge filaments or other filaments provided or specified by Flashforge.
There is a wide variety of filaments on the market with varying quality. Poor quality or incompatible filaments can
easily cause extruder blockage and extruder damage.

FILAMENT STORAGE REQUIREMENTS

+ Do not unpack the filament until it is needed for use. Please store the filament in a dry and dust-free environment
after unpacking.

LEGAL NOTICE

+ Do not copy or print any items prohibited by law.

¢ According to local laws, it is generally illegal to copy or print the following items:

1. Gun

2. Copy works protected by the copyright. Some copyrighted works may be allowed to be partially copied for "fair
use". Multiple copies will be regarded as improper use. Artistic works are equivalent to copyrighted works.

The above list is for reference only and does not include all contents. Flashforge shall not be liable for its complete-
ness or accuracy. If you have questions regarding the legality of copying or printing certain items, please consult the
legal counsel.

*
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LEGAL STATEMENT

The user has no right to make any modification to this user guide.

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

This guide is protected by copyright, and Flashforge reserves the right of final interpretation of this guide.
Flashforge reserves the right to modify the guide due to subsequent equipment upgrades.

*

First Edition (August 2021)
@Copyright 2021 Zhejiang Flashforge 3D Technology Co., Ltd. All Rights Reserved.

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

+ Unplug the Creator 3 before performing any service procedures. Failure to do so may result in personal injury and
equipment damage. Only filaments and components approved by Flashforge can be used, otherwise the warranty
may be invalid.
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1. Introduction

1.1 About Creator 3

1. Touch screen

2. USB stick input

3. Touch screen button
4. Right extruder

Device View

= J 3
o

5. Left extruder

6. Nozzle brush
7. Waste box
8. Build plate

9. Leveling nut
10. Filament cover
11. Filament cover handle

12. Wind guide nose

05

\Q | e
®

13. Nozzle
14. Ethernet Input
15. Power switch

16. Power input



1.2 Accessories

-

EERRS+<

After-sales Service Card

PTFE Tube Unclogging Pin Tool Stamping wrench

GREASE

T T T
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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 0S. 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.
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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.

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

& o

Filament Manual

Preheat Q

Setting

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.

> FLASHFORGE

g

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

Take out waste box, hang it on the hookbeside build plate.
(One waste box on each side)

Hook holes
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3. First Installation

&> FLASHFORGE

& o I

Filament Manual

Preheat G

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

4> FLASHFORGE € FLASHFORGE

Level

I'm homing! Please Wait...

Select the Extruder

Left Extruder Right Extruder

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

> FLASHFORGE

Verifying the distance between nozzle and plate...

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.
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& FLASHFORGE 2 & FLASHFORGE

Congratulations

Turn the nut clockwise 45°

Press the [OK] button to
the next point.

4> FLASHFORGE

Leveling Completed!

Finish

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.

Filament
intake

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

&> FLASHFORGE | > FLASHFORGE

& S

Filament Manual

Preheat Q

& FLASHFORGE &> FLASHFORGE

Load Unload Left Extruder Heating

:[j- Left Extruder ‘ -C}- Left Extruder .
25%

4} Right Extruder ' 4> Right Extruder . 55°C / 220°C

Cancel

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

& FLASHFORGE

Adjust Temperature

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.

&> FLASHFORGE

¥~ Left Extruder Heated

Loading started, push filament vertically into extruder

and press [Done] when you see filament coming
out of the extruder.

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]

> FLASHFORGE > FLASHFORGE

S

Filament

Preheat G

Setting

€ FLASHFORGE 4> FLASHFORGE

Load Unload Left Extruder Heating

:C)— Left Extruder . :D' Left Extruder ‘
25%

{3 Right Extruder . > Right Extruder .
55C / 220C

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

&> FLASHFORGE

¥ Left Extruder Heated

Unloading started, press down on the spring lever and

withdraw filament.

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
completed.
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3.4 Calibration

& FLASHFORGE > FLASHFORGE

& N

Z Calibration

X Calibration
Filament Manual

Y Calibration

G Sensitivity

Setting

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

[Z axis calibration]

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

4 FLASHFORGE

Please Wait...

Auto calibrating.

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]

&> FLASHFORGE &> FLASHFORGE

Z Calibration Sensitivity

X Calibration
Left Extruder: 20

Y Calibration
Right Extruder: 20

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.

- If the extruder sensor cannot be adjusted, please turn off it and use the manual calibration mode to calibration.

[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.

& FLASHFORGE 4> FLASHFORGE

X Calibration X Calibration

Next

Heating, Please Wait...
Left Extruder: 58°C/220°C Right Extruder: 58°C/220°C
Build Plate: 58°C/60°C

Recalibration

Skip

Right Extruder is printing the 1st
Reset baseline then left extruder will print
the 1st alignment line.

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.

Q FLASHFORGE 4 FLASHFORGE
X Calibration

X Calibration
Next

Are the lines aligned? Recalibration

Skip

Adjust deviation,

Reset Press [Recalibration]

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

> FLASHFORGE

X Calibration

Are the lines aligned?

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.

4> FLASHFORGE

4> FLASHFORGE

Y Calibration Y Calibration

Next

Heating, Please Wait...
Left Extruder: 58°C/220°C Right Extruder: 58°C/220°C
Build Plate: 58°C/60C

Recalibration

Skip

Right Extruder is printing the 1st
Reset baseline then left extruder will print
the 1st alignment line.

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.

4> FLASHFORGE 4> FLASHFORGE

Y Calibration
Y Calibration
Next

Are the lines aligned? Recalibration

Skip

Adjust deviation,

Reset Press [Recalibration]

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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Creator 3 Manual leveling and calibration method

Steps:

& FLASHFORGE &> FLASHFORGE

Test Extruder Sensor < 4
<+
s 3 v

Filament Manual

10;

Setting Status

Steel brush/Anti oozing plate

320°C High Temp Extruder Mode

Recovery Printing

Manual Leveling—Calibration

1. Turn on the switch of manual leveling and calibration 2. Click [Level].
(at this moment leveling and Z axis calibration are being
manual model).

& FLASHFORGE = & FLASHFORGE =

Click the arrow, and manually move the Z-axis up so it can
touch the nozzle. By using the A4 paper to detect the
distance between the nozzle and the platform;

Counterclockwise screw the nuts to prevent the nozzle
from hitting the platform while moving;

G

Z+ ‘

Next Step Next Step

3. Following the leveling tips, click the arrow manually to 4. Counterclockwise screw the nuts under the platform,
move the platform up, use the A4 paper to detect the click [Next Step] when finish this step.

distance between the platform and nozzle until the

distance is suitable, click [Next Step] when finish this step.

4 FLASHFORGE = & FLASHFORGE

When the nozzle moves to point 1, When the nozzle moves to point 2,

screw the nut clockwise so that the nozzle touches the platform; screw the nut clockwise so that the nozzle touches the platform;

Next Step Previous Step Next Step

5. By using the A4 paper, turn the left nut clockwise until 6. By using the A4 paper, turn the right nut clockwise until
the distance between the platform and nozzles is suitable, the distance between the platform and nozzles is suitable,
click [Next Step] when finish this step. click [Next Step] when finish this step.
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& FLASHFORGE

Manual Leveling Completed! Continue Z-axis calibration?
(Calibrate the difference in the height of the left and right nozzles)

7. Select Continue Z-axis calibration (also accessible
directly from the calibration menu in Settings).

4 FLASHFORGE =
Manually move the Z-axis up so it can touch the extruder. By using the
A4 paper to detect the distance between the nozzle and the platform;

1]

z: 00 |

= 1

"Z+ *

Next Step

9. Use the same method to adjust the distance between
the platform and left nozzle until the distance is suitable,
click [Next Step] when finish this step.

23
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&> FLASHFORGE
Manually move the Z-axis up so it can touch the extruder. By using the
A4 paper to detect the distance between the nozzle and the platform;

gle

24

“Z+ *
Next Step
8. Following the leveling tips, click the arrow manually to
move the platform up, use the A4 paper to detect the
distance between the platform and right nozzle until the
distance is suitable, click [Next Step] when finish this step.
& FLASHFORGE

Calibration Completed!Z—axis deviation value:3.19
Extruder height difference:0.45 If correct,click the OK button

10. Click [OK], Z-axis calibration finished!



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.

4> FLASHFORGE

WiFi
2% FlashForge
u FlashForge-03

=a TP-LINK_ASD7

«a ZIXCV

- Hotspot connection

4> FLASHFORGE

WLAN hotspot

SSID: Creator 3

Password: 123456

WLAN hotspot settings

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.

Wi-Fi [l “Creator3” 2 WPA2 B3,
v
il essssses
Er®n
B{EEW
? my  EENE

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.

24



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

3.6.2 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:

@ () &> FlashPrint - untitled.fpp*

(») start Slicing

ORSE SO @

S

e Creator 3 - 0.4 - Normal Mode

1. Load the model;
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o € FlashPrint - untitled.fpp*

Supports Options 30.00mm

Supports Type W

Overhang Threshold 55°

Pillar Size

Touch Platform Only

Manually

Clear Supports

Back

2. Choose support type, Tap [Supports]>[Supports Options]>[Linear];
3. Auto add supports;

[ JOX ) € Slice
Printer Machine Type Creator 3
Material Right PLA v 1.75mm v
General g Save Configuration
Shells Material Left PVA v 1.75mm v Restore Defaults
Infill Slice Profile Standard v
Supports Right Extruder Temperature 200°C b
Raft Left Extruder Temperature 220°C =
Save As New
Additions Platform Temperature 50°C s
Cooling

Temperature Control List

Advanced Control Module Right Extruder M
Others +

Start Layer End Layer Temperature

4. Tap [Start slice], enter the parameter setting page;
5. Select filament, such as [PLA] [PVA] and click the [Slice].
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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).

@® € FlashPrint - untitled.fop*

Start Slicing

Machine Type » v Normal Mode

Nozzle Size >

Mirror Mode

e Creator 3 - 0.4 - Normal Mode

(] «> FlashPrint - untitled.fpp*

Start Slicing

"%mmw@o@m@@«;o

¢
(-Jr

O @ ELHE

S W

o Creator 3 - 0.4 - Duplicate Mode
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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.

Platform Platform

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.
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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%.
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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 24 Internet connection to connect successfully.

4> FLASHFORGE

Machine Type: FlashForge Creator 3
Firmware Version: 1.0.0 21 VC1.7.8 20190306
Build Volume: 300 x 250 x 200
Usage counter: 100 hours

Extruder Number : 2

Serial Number: CRRRAELS

Registration Code:

Ethernet IP: 10.33.23.180:8899
WiFi IP:

Ethernet MAC: 88:A9:A7:80:2A.5E
WiFi MAC: 14:6B:9C:BC:BE:4B

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 \ | 22 |

Connect Mode: lEthernet 'l[ Commect ]

IP Address (port): 10 . 33 . 23 . 198 : 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 24 hotspot connection to connect successfully.

& FLASHFORGE

Machine Type: FlashForge Creator 3
Firmware Version: 1.0.0 21 VC1.7.8 20190306
Build Volume: 300 x 250 x 200
Usage counter: 100 hours

Extruder Number: 2

Serial Number: ERRELLLLS

Registration Code:

Ethernet IP:

WiFi IP: 10.33.23.180:8899
Ethernet MAC: 88:A9:A7:80:2A.5E
WiFi MAC: 14:6B:9C:BC:BE:4B

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 \ | P |

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

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

o

3.Tap FlashPrint menu bar in turns [print]-[connect machine], choose [Wi-Fi] 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.

+ 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

@ Add Printer The current printer listis empty.

By Home My Printer

X

4> FLASHFORGE

Machine Type:
Firmware Version:
Build Volume:

FlashForge Creator 3
1.0.0 21 VC1.7.8 20190306
300 x 250 x 200

My Printer

Usage counter: 100 hours
Extruder Number: 2

[E) mymodet Serial Number: faialsiaialaiaia

i i : Fokkkkkkk

- Add printer Registration Code

= ol .

=) W Allfields must be filled in Ethernet IP:

WiFi IP: 10.33.23.180:8899
Ethernet MAC: 88:A9:A7:80:2A.5E
WiFi MAC: 14:6B:9C:BC:BE:4B

Name
@ Model Library ‘ ‘

Registration Code

ap e

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

&> FlashCloud &> FlashCloud

f5r Home My Model {35 Uploadmodel 42} Home .
K 01832
My Printer My Printer 30Model
jodel
Model Detail

My Model My Model
E MyJob MyJob
@ ModelLLibrary @ ModelLibrary

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

; Edit model

PrintSettings
Time Remaining

|<—I—> Move | | :Rmalel |K” scale |
0 h O min

-150 150
x: s 0%

-150 150
O — s

oo [ S
P2 m— e ) 21°C/ 0°C 21°C/ 0°C Closed Narmal

L. {

5. Choose the printer to do print job from pull-down
menu. (The printer must be added to my printer)

6. Tap [Start], the printer starts to print.

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°C to avoid PLA deforming; If is nylon, the highest water temperature will not exceed
50°C 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
wastewater, 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
4> FLASHFORGE

WLAN hotspot

SSID: Creator 3

Password: 123456

WLAN hotspot settings

1. Refer to page 24 hotspot connectio
successfully.

n to connect

Z=#1 VPN
Aled
TP-LINK_SSBC

alan

3. The computer successfully connected to WLAN hotspot

within the same LAN.

e

1'1!“
=0

m
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& FLASHFORGE

Machine Type:

Firmware Version:

Build Volume:
Usage counter:

Extruder Number:

Serial Number:

FlashForge Creator 3
1.0.0 21 VC1.7.8 20190306
300 x 250 x 200

100 hours

2

ok Ak kK

Registration Code:

Ethernet IP:
WiFi IP:
Ethernet MAC:
WiFi MAC:

10.33.23.180:8899

14:6B:9C:BC:BE:4B

2. Tap [Tools]-[Setting]-[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.)

MIPG-Streamer
Demo Pages

ressource friendly streaming
application

Home
Static
Stream
Java
Javascript
VideoLAN
Control

Version info:
V0.1 (Okt 22, 2007)

Stream

Display the stream
Hints
This example shows a stream. It works with a few browsers like Firefox for example.

To see a simple example click here. You may have to reload this page by pressing F5
one or more times.

Source snippet

4. 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].



+ WLAN WiFi connecting camera

4> FLASHFORGE 4> FLASHFORGE

Machine Type: FlashForge Creator 3
Firmware Version: 1.0.0 21 VC1.7.8 20190306
Build Volume: 300 x 250 x 200
Usage counter: 100 hours

Extruder Number: 2

Serial Number: gt

Registration Code:

Ethernet IP:

WiFi IP: 10.33.23.180:8899
Ethernet MAC: 88:A9:A7:80:2A.5E
WiFi MAC: 14:6B:9C:BC:BE:4B

WiFi

FlashForge

FlashForge-03

TP-LINK_ASD7

ZXCV

1. Tap [Tool]-[Setting]-[WiFi] in turns on the touch screen, 2. Tap [Tools]-[Setting]-[About],check and record WIFI IP
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).

MIPG-Streamer
DemoPages Stream

ressource friendly streaming

application H
Display the stream
Home
. Hints
Static
This example shows a stream. It works with a few browsers like Firefox for example.
Stream To see a simple example click here. You may have to reload this page by pressing F5

ane or more times.
Jave!

Javascript | Source snippet
VideoLAN
Control

Version info:
V0.1 (Okt 22, 2007)

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
& FLASHFORGE

Language

WiFi

WLan hotspot

FlashCloud

Door Opened Pause

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 > FLASHFORGE

% Home ) " Machine Type: FlashForge Creator 3
My Printer The current printer lstis empty. Firmware Version: 1.0.0 21 VC1.7.8 20190306
K Build Volume: 300 x 250 x 200

Hypinter Usage counter: 100 hours
Extruder Number:

(2 mywode Serial Number :

_ Registration Code:
=] myson ﬁdldpr'mirm , Ethernet IP:
ields must befilled in
WiFi IP:
Name .
@ ModelLibrary Ethernet MAC:

‘ ‘ WiFi MAC: 14:6B:9C:BC:BE:4B

Registration Code

as e |

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

&) FlashcCloud

My Printer Name Registration Code
] - Creator 3 ABCDEF
My Model K
My Job
(0 ModelLibrary

5. Choose your printer to enter printer detail page.

&> FlashCloud

% Home Creator 3 ©® Iidle

My Printer

My Model K
MyJob

@ My Library

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

Attention: The firmware is upgraded from time to time. Please refer to the actual display screen for the interface.

&> FLASHFORGE

Preheat

Tap [Print], choose your model.

& FLASHFORGE

pavilion.gx
Total: 2 hr 35 min

o) i

Copy

1680MB 2345MB 950MB 2048MB

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

pavilion.gx

“ 220°C / 220C Adjust Temperature

259%, 220°C / 220C

100°C / 100C

Remaining time 1 hr 32 min

Left Extruder Print .
Print interface To modify left/right Extruder and baseboard
1.Abort: To abort the print job. temperature:
2.Pause/Resume: To suspend or resume the print job. After temperature has reached target temperature,
3.More: Real-time check or change: filament setting, temperature figure will be underlined in print interface,
lights-off setting, print speed, print schedule, filament choose number box, modify extruder temperature by
usage, print time and Z-axis coordinate tapping ‘-’ ‘+’. Tap [Yes] to save the setting while tap [No] to
4.Left/Right Extruder temperature, build plate cancel the setting.

temperature: Can be modified during printing.

& FLASHFORGE & FLASHFORGE

pavilion.gx
100% Z Axis compensation _—

Filament

259, 4.69 m

Light OFF
2 hr 28 min

Remaining tin Info

10.00 mm

Left Extruder Print .

Tap more buttons during printing
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) Z Axis compensation.

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

&> FLASHFORGE

Adjust Printing Speed

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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& FLASHFORGE

Preheat

Tap [Preheat], enter preheat interface.

& FLASHFORGE

Left Extruder Build Plate Right Extruder

220< 100<

205¢
o

Preheat interface:

1. Turn on/off: turn on left/right build plate preheating
function, turn off left/right build plate preheating
function.

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

1

+' temperature value to set
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5.2 Preheat

& FLASHFORGE

Left Extruder Build Plate Right Extruder

v 75% 25%

220C / 220C 75C /100C 55C / 220C

Extruder/build plate heating interface:
1. Actual temperature value;

2. Target temperature value;

3. Stop: stop to preheat;



5.3 Tools

& FLASHFORGE

Preheat

Tap [Tools] to enter tools setting interface.

4> FLASHFORGE

S

Filament

10;

Setting

Tools interface

1. Filament change: loading/unloading operation;

2. Leveling: level build plate;

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

4. Manual adjusting: Manual adjust the position of
X/Y/Z-axis;

5. Setting: Related functions setting;

6. State: Check printer real-time state;

7. About: Check printer version information;

&> FLASHFORGE

Left Extruder Heating

25%

55°C / 220°C

Cancel

Loading/Unloading operating interface:

a. Actual temperature value;

b. Target temperature value;

c. Abort, to cancel preheating;

d. Completion: Operating by interface instructions;
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4 FLASHFORGE

Load Unload

:C]- Left Extruder . :C} Left Extruder .

> Right Extruder . > Right Extruder ‘

[Tools]-[Filament]

L

]
2
3
4
5
6

oading/unloading interface:

. Loading interface;

. Unloading interface;

. Left extruder loading button;

. Right extruder loading button;

. Left extruder unloading button;

. Right extruder unloading button;

7. Start: Tap[start], loading/unloading starts.

4> FLASHFORGE

¥~ Left Extruder Heated

Loading started, push filament vertically into extruder

and press [Done] when you see filament coming

out of the extruder.




4> FLASHFORGE 4> FLASHFORGE

S

Filament

{3

Setting

Turn the nut clockwise 45°

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

& FLASHFORGE

3

Filament Manual

10

Setting

& FLASHFORGE

I'm homing! Please Wait...

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

& FLASHFORGE

o

Filament

& FLASHFORGE

Y+

10

Setting

[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+;

7.4 The build plate descends;

8.2} The build plate elevates.
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& FLASHFORGE &> FLASHFORGE

Language Door Opened Remind
WiFi Startup Sound
WLan hotspot Left Filament Check
FlashCloud Right Filament Check
Door Opened Pause Calibration
& FLASHFORGE €& FLASHFORGE
Light Bar Control Test Extruder Sensor
Factory Reset Steel brush/Anti oozing plate
Update 320°C High Temp Extruder Mode
Platform Heat Preservation Recovery Printing

Z Calibration Expert Mode Manual Leveling—Calibration

[Tools]-[Setting]
Tap [Setting] to enter setting interface
. Language: To set the display language;
. Wi-Fi: To turn on/off the Wi-Fi;
. WLAN hotspot: To turn on/off the WLAN hotspot;
. FlashCloud: turn off/on Cloud connection;
. Door Opened Pause: To turn on/off the Door Opened Pause;
. Door Opened Remind: To turn on/off the Door Opened Remind;
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;
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. Z Calibration Expert Mode;
16. Test Extruder Sensor: The detection function of extruder sensor is able to detect whether the sensor is abnormal;
17. Steel Brush /Anti oozing plate: Support two type plate. Anti oozing plate is a lastest version, the brush have been
canceled.
18. 320°C High Temp Extruder Mode;
19. Recovery Printing;
20. Manual Leveling-Calibration.

o~ W N =

~
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4> FLASHFORGE 4> FLASHFORGE

512355578

Language
WiFi English
WLan hotspot HAE

Deutsch

FlashCloud

Door Opened Pause Frangais

[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.

& FLASHFORGE & FLASHFORGE

Language
WiFi FlashForge
WLan hotspot FlashForge—03
FlashCloud TP-LINK_ASD7

Door Opened Pause ZXCV

[Setting]-[WiFi]

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

1. Remote file transfer and print. For details, see page 30 network transfer print.

2. Remote control device print state,for details, see page 35 WiFi connection camera.

> FLASHFORGE & FLASHFORGE

Language WLAN hotspot

WiFi
SSID: Creator 3

WLan hotspot Password: 123456

FlashCloud

WLAN hotspot settings
Door Opened Pause

[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 31 hotspot connection print.

2. Remote control device print state, for details, see page 34 WLAN hotspot connection camera.
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&> FLASHFORGE 4> FLASHFORGE

Language Language

WiFi WiFi

WLan hotspot WLan hotspot

FlashCloud Cloud Connection

Door Opened Pause Door Opened Pause

[Setting]-[FlashCloud] [Setting]-[Door Opened Pause]
Via FlashCloud, users breaks network restrictions: After this function is turned on, print will stop when door is
1. Remote file transfer and print, for details, see page 31 opened during printing.

Flash Cloud print.
2. Remote control device print state, for details, see
page 35 FlashCloud connection camera.

4> FLASHFORGE 4> FLASHFORGE

Door Opened Remind

Door Opened Remind

Startup Sound

The door is opened. Do not touch the

Left Filament Check extruder and build plate with your bare
hands.

Right Filament Check

Calibration

[Setting]-[Door Opened Remind]
After this function is turned on, Door opened note will pop out when door is opened during printing.

4> FLASHFORGE € FLASHFORGE

Door Opened Remind Door Opened Remind
Startup Sound Startup Sound

Left Filament Check Left Filament Check

Right Filament Check Right Filament Check

Calibration Calibration

[Setting]-[Startup Sound] [Setting]-[Left/Rignt Filament Check]

Tap to turn on/off the sound when restart the printer. 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.
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4> FLASHFORGE 4 FLASHFORGE

Door Opened Remind Z Calibration

Startup Sound X Calibration
Left Filament Check Y Calibration
Right Filament Check

Sensitivity

Calibration

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

4> FLASHFORGE 4> FLASHFORGE

Light Bar Control Light Bar Control

Factory Reset Flash light
Update
Ambient light

Platform Heat Preservation

Z Calibration Expert Mode

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

4> FLASHFORGE

Light Bar Control

Factory Reset

Update

Platform Heat Preservation

Z Calibration Expert Mode

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

4> FLASHFORGE 4> FLASHFORGE

Light Bar Control Update

Update completed!
It's the latest version

Factory Reset

Update

v

Platform Heat Preservation

Z Calibration Expert Mode

[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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4> FLASHFORGE 4> FLASHFORGE

Light Bar Control Platform Heat Preservation
Factory Reset
Update

Platform Heat Preservation

Z Calibration Expert Mode

[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.

& FLASHFORGE > FLASHFORGE

Test Extruder Sensor

Steel brush/Anti oozing plate P ,j

320°C High Temp Extruder Mode
Left Extruder Right Extruder

Recovery Printing

Manual Leveling—Calibration

& FLASHFORGE & FLASHFORGE

Please give a pressure to the nozzle by remove tool so
that the extruder sensor can be triggered.
The extruder sensor is triggered

[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.

& FLASHFORGE € FLASHFORGE

Test Extruder Sensor

Steel Brush Anti oozing plate
Steel brush/Anti oozing plate

320°C High Temp Extruder Mode

Recovery Printing

Manual Leveling—Calibration

[Setting]-[Steel Brush/Anti oozing plate]

support two type plate.

Steel brush : Extruder moving at Y direction;

Anti oozing plate: A section of filament will be soit out in advance to avoid the oozinng. The anti-oozing plate is a new
aption, suggest to use it.

Please note: Anti oozing plate is the lastest version, the brush have been canceled.
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4 FLASHFORGE 4> FLASHFORGE

o0

Filament Manual

0;

Setting Status

[Tools]-[Status]

Check left/right extruder temperature, platform temperature, filament loaded/unloaded, door opened pause and

cooling fan details and extruder XYZ coordinates positions.

4> FLASHFORGE

& N

Filament W ERTE

4> FLASHFORGE

Machine Type:
Firmware Version:
Build Volume:
Usage counter:
Extruder Number:

Serial Number:
Registration Code:
Ethernet IP:

WiFi IP:

Ethernet MAC:
WiFi MAC:

0;

Setting

[Tools]-[About]

FlashForge Creator 3
1.0.0 21 VC1.7.8 20190306
300 x 250 x 200

100 hours

2

Kk kdkkk

10.33.23.180:8899
88:A9:A7:80:2A.5E
14:6B:9C:BC:BE:4B

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

6.1 Log Copy

4> FLASHFORGE

1680MB 2345MB 950MB

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.

find log files.

2048MB

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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T.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

4.Send log files to Flashforge customer service.

6.2 Maintenance and Service

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

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

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

Note: Due to the replacement of different filament, there will be a small amount of impurities left in the extruder,
which will cause the extruder blockage. As this can be solved by just unclogging it, this is not a quality problem. If
our user encounters this problem when using the equipment, please contact our after-sales department, and
complete the unclogging work under the guidance of the after-sales personnel.

After-sales Service Tel: +86-400-886-6023
E-mail: support@flashforge.com

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

Note: Please provide the product serial number which is the barcode at the back of the printer before contacting our

after-sales department.

S/N: FFAD******

FCC Warning

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, and (2) this device must accept any interference received, including interference
that may cause undesired operation.

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

NOTE: 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 interfer-
ence 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.

Radiation Exposure Statement

This equipment complies with FCC radiation exposure limits set forth for an uncontrolled environment. This equipment
should be installed and operated with minimum distance 20cm between the radiator and your body.
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FEmEE, BYARERNFHNER, RERSIERDFHN.

BfRCreator SIRAMEARIMBERS, HIVEREINIEITEIN LEMFlashforge #%t, FFE Flashforge MFHIE R EITNIL,
HIEFlashPrintth B RAMNEE S, THRERETEIRE,

PVA/ PASEH HOTZ 1
PVAEM BT 2/KEEN, S8ENEKE, EMRKSREK, BSITHNEK, THNEEEPVARMREETIEED. PA/PVAE
EHEERHTIREMH.

4.1.2 {TENRE

AREGREYR, SHMHBTERRNIRE.
WMREAFlashPrint/EEEE, FEEET EBNBELAMBNERT, XEREFENERIRE.

EMSHNERY

FRAEMREN A EEARER, RIERSIRINEVERERER, WS THRARERERFNITHRE.,
- F-EEBNE, MAE—BEHL2FHTE—EMRHK;

- 3TED PLA /MER! (HHFIRES T25°C) FERE4ASCHRIRIBE;

- 3TED PLA KRR (HHFIREMT10°C) ERE70°CHRIRIBE;

- EFPVAZIER, BINZIEEREREEL0%,

X3 FCreator SXFFHIAMAEMY, EFIGITNR, FEMETNFER OR—EFENR (ERERAEPNRE) . XFTTHERITED
HaREFHEETONEaR L.



4.2 FHI8$TED

ERITEDRT, BERBBHESI TERBERATE., #LN%E

- AERITHE
RRREMBRFER HTE0] -RERER, ERELFHEREATRANITEXM, EFZAXNITNNXYE, FFXME
s

- US4TED
WRREMEFRER (0] -UEER, EEFELFEHEUVEAITENX M, EBEZAANITNNNG, EXGHEFHRRERNE
*A.

- PBEWITED
MEEBITENTETCERBARZERTRZELNKER, HAERTRENEBRER—TBERA.
1. B2R (74] AMBEETE, ERRIN.

> FLASHFORGE

BEES: FlashForge Creator 3

[B] {5 Rl S - 1.0.0 21 VC1.7.8 20190306
AIFTEN{RIR : 300 x 250 x 200
Z3H{E: 100 /)\Be

PS8 2

iﬁ = ]‘;yu% o Kok kkk

ERRES :

IAKMIP: 10.33.23.180:8899

WiFi IP:

IMKMMAC: 88:A9:A7:80:2A.5E

WiFi MAC: 14:6B:9C:BC:BE:4B

2, EERERRRE [TR] - [XF] , SEFHERREUARIPHIE: 10.33.23180 (REUESE, LIAHIRE APl 7
#E) o

& =E e

it LA - [ |
IF . 3800 10 X 23 180 ;. A9

3. EBM EKRREFlashPrintse gz [$TE0] - [EENER] . ERENTHNEOP, &F [DUAR] &%, A
10.33.23.180:8080 (/RBURESE, DAARMIREREIPHINEFAE) |
EEMIE, EFlashPintRANE TRERES (=) BiF.
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- FRRIEIRITED
1. B2R (74] RARERSE, EREY.

&> FLASHFORGE

RERS: FlashForge Creator 3

E R A : 1.0.0 21 VC1.7.8 20190306
BIFTENARA - 300 x 250 x 200
RitER:

i)
2
*kkkkkkk
ERRES :
AP :
WiFi IP: 10.33.23.180:8899
AKMMAC: 88:A9:A7:80:2A.5E
WiFi MAC: 14:6B:9C:BC:BE:4B

& mmv it
st (wi-Fi x]

F-80: 10 . 3 . 23 180 : B39 .

3. EHINLRR SEFlashPrinti @ [$TE] - DEENSE] , EREOTREOD, %528 (WF] &8, BA
10.33.23.180:8080 (/R MtEE, DIAHIIRENAYIPHbiE )
EERINE, EFlashPrintRENA TR S RERE E#F.

- REB=ITE

1. FIAWIFI AL, EEMLE;

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

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

iigE)
B
mt=
R
SiCEB E

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

€ FLASHFORGE

oAz e .
& BR BOATE er— PO BEES: FlashForge Creator 3
HHTEA o HRTAANS, WA B AR - 1.0.0 21 VC1.7.8 20190306
- K AIFTENATR: 300 x 250 x 200
- RiHER: 100 /)\BF
2 PS5 H 2
REMWE BEES: Fekkkedokd
N SEARES : Fokk Kk
=| BOES ARINATENHL /\ :
= FETRELARS PAKRIP:
. WiFi IP: 10.33.23.180:8899
@ men [ IAARFMAC: 88:A9:A7:80:2A.5E
s WiFi MAC: 14:6B:9C:BC:BE:4B

Q@ EWFHz [RWITEN] RERE URMITEDN] EATEONSRIERBD (RETAERSF, BE [(TR] - [XTF] &8

EME) .

&> FlashCloud

&> FlashCloud

4, ERBEFEPEE—MER, FELEACHERXY (STLXH) , /& ($TH0] , BAEEESRKRERE,

*Creator3

+Creator 3

@ 'R RUER &S rremm @ #n user
K 201832
ROITEA BT sofTaE
s
SO E zoa=
s BWES
N e D axs

REER TS
[ wn ] [Towe | [ an] RAREE
0 h O min

150 150

P
0%

150 150
I e I e Y

o o O ®
= Y
‘ ’ aec/C 21C/0°C ET) EE

3

5. FEITEMNEBROTRFER D, TJDUERFEHTARITEME 6. REREFE, REPHITENSBNFBITRRITENER
SHFTENL,  (FTENHLZBORINH B BT EIA) E.

H: HTFREEE, —STHHH—
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4.3 BIRIEY

2L ERFNIEMTNTES LBRERR, EIRENSANE, MTODNTFEBRERN, RAETIRITBNSSUERZYT
RESBARES.
Hiv: BIRERER, BAERITNEE. THEEPHINRESSBERLUZER.

- HEENSAD
EITHNT A LEEITOMIAERRMN, RFLITONFEERTEE BTN, BEMNEINREARSE, TUMTNFEERELE
METATEN A Mo

- ERFT
REEEBERAWEEITENFEARLE, TTMERFIIRTTONMRR. REFFISITONFEEFT, MEERESEMIEN, HAD
TR EE,

WEFRE, TMTENGEREITNTEAR, BAFIEERMTONEER LT,

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

BRa#EE, MoEStETEE, MRERTPVA, BRITHEERMEEIRNKPLUSH#EPVA, XETTUERZ MR TRE,

4.4 ZRZIEMH

FEAPVAAZEMHNERTE—SEELHIE, ERPVASZEMH, X LUEIEPVARR T KPS,

1. BERREKD

BHBPVARBREMNKS, TILEPVAZRIZAR, AR AT LT SRS :

- ERRALKITLURMERNETE, WREMMHEEPLA, BHAKNESEENBI35C, MUBEPLAZE ., IRERE, B
#Big50°C, BABTLE#AKE.

- ERHH /RS BUKT] EE MR BRI, ZKRMES, PVARRGER,

EREBRTEKPREN0, ZETUMBHFERABANNE, BIEERKEKD, XHETTLILPVARS 5 A%

2. AKXk
£ PVA TER2BRE, AAPEREURREIRE PVA,

3, RTER
UBRBEZEE TR, IEaLEBNREHTHRINIELE.

4, BEXEE
HFPVATIEMIERE, ALEEREZRERK, YERKEBHMRKCERBEEN, RKTBIRKEBEHL. LEZERKE, B
K307, UERHKEDSRIPVA, BRKIEE.

KANESATRASMIE, AITRSEMBENE. HEZNERHKATRIRERR.
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4.5 B LiEE

EEREGLA, BREUTRELABNET.

i — i = = P

- WLAN#RIEEBGRL

& FLASHFORGE & FLASHFORGE

WLANF 52 RERS: FlashForge Creator 3

B4R A : 1.0.0 21 VC1.7.8 20190306
BIFTENRED 300 x 250 x 200
RitER: 100 7)\Et

: Creator 3 IESLENE 2
iﬁ%ﬁ;ﬁu% 2 Sokokkokdok

: 123456 TR
BAKRIP:
WiFi IP: 10.33.23.180:8899
AKRMAC: 88:A9:A7:80:2A.5E

WLANF IR E WiFi MAC: 14:6B:9C:BC:BE:4B

1. BEHR [74] WHRREESX, EERY, 2, KirmEiiER [TA] - [RE] - [XF] , THHER
IREFWIFi IPH#3E: 10.33.23.180 (GREIRAESE, PIARMIRE
BYIP3t AR o Y )

MIPG-Streamer

- DemoPages Stream

p—— 5 y
*ﬁ?’tu 'I,lll'Fl N . ressource lnendlyasr::lg:ﬁ )
Display the stream
N Home
Aled ; Static | Hints
.é_’.' This example shows a stream. It works with a few browsers like Firefox for example.
— Stream To see a simple example click here. You may have to reload this page by pressing FS
one or more times.
b . iy Java
TR ~ _ ,
Javasaipt | Source snippet
VideoLAN

TP-LINK_55BC gz i

alan 1'11“ B oo
EEQ

1

3. HRRINEER—BEHMABIWLANKS 4. FTFRNIMEEE, MINFEET4E#EHE10.33.23.180:8080 (7RAIMR
#2E, DAMIREEBIPHIE ) , mE [Stream] BIT]E
ECreator 3RBELE@.

e AR, F. FRBMARESFTH [Stream] HE
RE—HH.
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- WLAN R EZBEL

& FLASHFORGE € FLASHFORGE

WLANR 4 RERS: FlashForge Creator 3
B FHR A - 1.0.0 21 VC1.7.8 20190306
B FTENRFR: 300 x 250 x 200
%% FlashForge BIHER: 100 VB
TRSLHE 2
FlashForge—-03 BEFIS: o
¢ SERE:
AP :
TP_LINK ASD7 WiFi IP: 10.33.23.180:8899
- IAKRIMAC : 88:A9:A7:80:2A.5E
WiFi MAC: 14:6B:9C:BC:BE:4B
-2 ZXCV
1. EREMERNERAKASTE [TR] - [RE] - 2. aERERERRE [TA] - RE] - [XF] , T8HL
[WLANRZ] , FFEWLANFS TR F SR, FIREWIFI IPHEaE: 10.33.23.180 (RAURHESE, DAMIR

EREYIP At Fo X )

MIPG-Streamer

Demo Pages Stream

ressource friendly streaming -
application Display the stream
Home

Static | Hints

This example shows a stream. It works with a few browsers like Firefox for example.
Stream To see a simple example click here. You may have to reload this page by pressing F5

one or more times.
Jave!

Javascript | Source snippet

VideoLAN
Control e
Version info: .4

=/

—
|

3. FTFRNISERE, MNFFRI{ENMINET0.33.23.180:8080 (AMESE, LIARHIREREIPHINENAE) , KT [Stream] BITTER
Creator 3NBALEMH.

E: ERRK. FH. FRBKENKEI[/ITH [Stream] HNER2—HH.

- RBRERBERS

& FLASHFORGE

WLANN &

WLANF =

Tk

FITEE

1. TAWIFISHEANL, EENL;
2, EEREKRRRE [IR] - [IRE] , {TAZEERX,
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15
=63
mpelizas)
B R
SiL B EB

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

&) Flashcloud

> FLASHFORGE

REES: FlashForge Creator 3
fay &m HEFTENHL ® mum UFTITERLAZE, HHEMITEN BIERR A : 1.0.0 21 VC1.7.8 20190306
- AIFTEN{RIR : 300 x 250 x 200
Ao 2iHER: 100 WS
T3Sk £5 & 2
@ RHRE Lﬁ%ﬁﬂ‘% Hokkokdokkk
FHMFTEIA LRS- ek
RNES FEFRNLANS IXKRIP:
R WiFi IP: 10.33.23.180:8899
&) nms ‘ ‘ AARIMAC: 88:A9:A7:80:2A.5E
e WiFi MAC: 14:6B:9C:BC:BE:4B
—

4, ENFET [HWFTEN] RERE URNITEN] EATEINSRMEME (REFTAZERET, BE [(IR] - [XTF] &F
D) .

&> FlashCloud
2
Gux | mmman
P TEONEHR S
- Creator3 ABCDEF
B K
RIES
X wee

5. REFTEINL, BEANITEDHLIFBIT,

&) Flashcloud

% R Creator 3 ° =R

BHITON
(D noun
RIES
) mes

6. REFTLAIEMENBGRLER , BERLFBIE.

E: BREITENEERERENSE, ZEENELTIARE, FETONLTFERLNETARST.

85



5. iliERFN B

AR B AEHAR, REEULRERREAE.

5.1 §TED

> FLASHFORGE

S
A

RE [TEN] |, EEHEITEMMRE

& FLASHFORGE

pavilion.gx
B8l 2 h 35 min

2 X

1680MB 2345MB 950MB 2048MB

IR AT EN S BB 2 XX R P IE R T EN S
1. MITENHLAIIZ 6 R opisBL; 1 $TED: FRERHTED;
2, WHMRUSIZERFT NS 2. G#l: BURDESIHEFIRTENL A FME <

(EERARMFERITENLINEERTA) ;
3. MBR: MIBRICITEN ST
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> FLASHFORGE 4> FLASHFORGE

pavilion.gx
220°C / 220C BERT
259, 220°C / 220C
100°C / 100°C
FIRET[E] 1 hr 32 min
EISKTED [ ] 1] s
FIRFTENRE ERE/ARLRENRIREE
1. Bk BUEMRFITENTAE; BSLRERT ENEEE, R THEE, REELRELHE,
2. BiE/FE: ST/ FRITE; ERHFE, BERE -7 "+ BRIREBRLEELE,

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

& FLASHFORGE & FLASHFORGE

pavilion.gx
100%

2%
250 4.69 m
ES9)
2 hr 28 min

FIRA HHER

10.00 mm

I SLITED [ |

HEERPREESRE
O EAHER: BLRE. XXTIRE. ITEFAGE (FTERE. LZR{EHRE. TENEYE. ZHALR)
1. % ITEPRFEBRLN T S ER4IRE
(E=ITEEZNEETIA) ;
2. XST: TENE R L@ AR TRE LT AR X AT
3. #AER:

a. TEERE: TEOEREP o R EFTERESE;

b, 2RERE: SEITHERLKERSE (B XK) ;

c. TENEYE: EEITENETE);

d. ZHAIR: BEZHMIR;

e. ZHIME: BXE—EITMAIRMUE;

f. BE: BCEES®S, RETHNRE;

& FLASHFORGE

FTEMEEIE T

BRATENRE
FHRITENR, REITHRERE, EPHFE, BU¥RE “-" "+" ERRETNRENE, [RERFRFREE REEHHE
RE.
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& FLASHFORGE

S
p 4

RE [FR] , BATARE.

4> FLASHFORGE

ISk IS =]

220< 100<

MARRE

1. F/IXR: TREAEL/MAFEE TR, XEBEABL/
MFAFEATARIIEE;

2, BEHE: AEEREHERNEN -
EiRE;

3. R REFRER, BLEMATAEFRTR;

"+ ATHATRAGE

88

4 FLASHFORGE

AWk mAFES Ak

v 75% 25%

220C / 220C 75C /100C 55C / 220C

a1

B/ MAFENRABETE
1. EFRREME;

2. BiREEE;

3. Flk: TTEETR;



& FLASHFORGE

p 4

R [TR] , #FATRRERE.

& FLASHFORGE 4> FLASHFORGE

et By

D sk o S rms

o Ak o o Ak

IRREETE [IR] - [##]

1. g HITH/RALRE,; e/ REFBETE
2, B{E: BHITNEE; 1. HLERME;

3. B FETEINX/Y/ZHEIRTMER 2. BLEE;

4. FHET: FMEHX/Y/ZHOUE; 3, EBSLHZRX;
5. RE: SHTEDHUHITHXININEERE 4, ABELHLTX;
6. RE&: BEITEHNPZIRE; 5. ABSLBAFX;
7. XF: EETONNERERS; 6. ABLBRLAX;

7. FHE: REFHRER, HLFRLFES,

& FLASHFORGE & FLASHFORGE

FEIRSK IEFENNFR v EBEKINASER

25% Fiame, HUNEEEN, BEAELELRTHE

BRI

55C / 220C

BH

B/ REHTRARTE
a. EREEE;

b. BiREEHE;

c. BUH: TIBUHTR;

d. Fem: RRAEIRLBERE,
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4> FLASHFORGE 4> FLASHFORGE

RS EHT IR 46

[IR] - [AF]
ZRULIETR, FRITEFANETRER (BEFETHRITINFERAFRE, B2RE [63] W) . MEREERERER, &4
HAEREES,

& FLASHFORGE 4> FLASHFORGE

EEDT, FHE..

[I&] - [EF]
BRIGER, IEELAMITNEaREERVE,

> FLASHFORGE 4> FLASHFORGE

[TR] - [FaiFT]
REFHAFER, HAFHETEL

1. Y+: BSLEYHIER @R, BAE;
2. Y- BSLEYHR BB, BEET;
3.8 EBSLEXMESBBSE, BEE;
4 B8 EmkaExEmipags, Nag;
5. 08 ABKEXHESBBE, BEE;
6.B8 AmLEXEmasags, Baa
7.4 Fam[L®;

8.l ¥FEamTEm;;
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& FLASHFORGE &> FLASHFORGE

& TR
WLANBI 45 FNEE
WLANH LRGN
AL
(Y:3
4> FLASHFORGE € FLASHFORGE
KT I3 Sk e AR
RE W RE SR /B L2 1R
FHR BIR320CHERN
MAFERE B B EEFT

ZHREERER FahiETFRME

[I&] - [RE]

RHEREEMR, BANRERE

. BE: REFTENERES;

. WLANRSS: X/ FEME&EE;

. WLANAR: XH/FBWIiFiRR;

. RET: XA/ FBETEETHITENINEE;
. FFEE: XA/ ABHRIIERE;

. FFIHRER: X/ FABFIREE;

. FNESE: TR/ XANEFNES;
. ELFZHN: FTH/ XEAELRENIN
. BEZEN: FTH/XEAALRENIN
RO WZ X. YEHAARRARE;

. KT $TF/ XA BAIKTE;
REHTIRE: BEW NS,
. AR MEBEHIMEE;

. IMHRFEEFRE: TR FENLETRE;
. ZHREERER;

0o NOYUL A~ WN =

PN
A
PN
A

[SYauuaYay

- m a0
U b W N = O

16, BisLIERREERANM: WNESLERBEETRE;

17. WRI/Fhis2iR: aERRIREREEANR B RLR, F: SFRIGSSEUEMA.
18, BiR320°CHER;

19, BREBERST;

N
o

< FHBEERE,
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4> FLASHFORGE 4> FLASHFORGE

[ 3h4
WLANR £& English
WLANF S BA:E
nIEHE Deutsch

F1ER=R Frangais

[i£E] - [B=

REBESER, BABSRERE

1. FREEEME: EPEENESIEMIRSRIEES G,
2, Bl BE L/ TRES;

& FLASHFORGE & FLASHFORGE

WLANM £&

=

WLANRK 4§ =~ FlashForge

WLANFR = FlashForge—03

miERE TP-LINK_ASD7

Fi1ER= wa ZXCV

[i€E] - [WLANMZ]

FIFFWLANIDBE, 1RETTLUERR BT LM, ISLH:

@ EIEBHIEERMITE, BENE, 2R [79] TMEEHITE,

Q ERMERIEEITIHRE, BANA, 20 [84] IWLANMEIEERBERL,

4> FLASHFORGE 4> FLASHFORGE

BE
WLANR 45

WLAN#H 51

TER

FiER

[{RE] - [WLANFR]

FTFWLANFARIIRE, SCTUREM BMAFARmIERE, TJSMl:

@ ZIEBHNXHERAITEN, BAENE, S0 [80] TUAREEITH,

@ IERERRETONRS, BAENE, 21 [83] RWLANARREEREL,
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&> FLASHFORGE > 4> FLASHFORGE

WLANRIZ WLANRIZ&
WLANFA WLAN#H 51
TiEE TEE
HFITER FiER
[&E]) - [miEE] [&E] - [FiIEE]
BE=ERE, JUSRERENERRE, oJSTH: FE "FIVEE" ek, mREHTONERS, FEEI, T
@ EEBHXMAERMNITE, BANE, 20 [80] TNz  KE=.
1TED,
Q ZRBREITERE, BENE, 81 [84] WRBERE
ARG,

&> FLASHFORGE &> FLASHFORGE

7428
FHIREE
FNEE

ITEHTH, RIERFAEEAR
AR e
BARIEN

R

[RE] - [FilRE]
FE "FFIRER" IRE, EIREITMIERD, FEE], MERKHIURTE.

4> FLASHFORGE 4> FLASHFORGE
FFIiREE FFIiREE
FNES FNES
LR TR
AL ALBHN
Bk (3
[i&E] - [FNEE [&E] - [£/ AL ]
BT S X LA S1REETIRE I THEXMARLBHENINGE, WINEERRE, &M

AR PR, BERENE, ERBERERIEREM, BX
MizThge, IEEITH,
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4> FLASHFORGE < FLASHFORGE

FI11REE ZHIR

FHEE X
LR YHIRAE
A LR

i

[RE] - [&R#]
RESAZHBIE, YHRBEMXHERE, BARE, B3R [69] .

4> FLASHFORGE 4> FLASHFORGE

KT 2125

RE T IRE BRBAKT %
FHf
RIS

MAFERIE

ZHREE RIER

[RE] - [XTHEH]
BAILFRHXARE / BX%, EPIANSERTMREENTZERITET.

4> FLASHFORGE
KT
IREHIRE
R
ATFERE

ZHEEE IR

[€E] - [REHRE]
FREZMEE, RERSIRER ] BRIRARE,

> FLASHFORGE 4> FLASHFORGE

KT
RE T IRE

R

ATFERE

ZHEEE IR

[RE] - [FR]

KTRIEH

FHk

FHR5ER!
HRIE R EFARA

A%

EREEERIBEMENBERT, BR [FR] , ERVIREEFAREYE, RETUBNEHEKHEY. FARTHE, E

BiRE.
AR REARERED, FEYIMMEFENME, BRITNEK,
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& FLASHFORGE > FLASHFORGE

KT R A2 MR ERIE
RE M IRE
TR

MAFERIE

ZHREERERN

[i&E] - [MATFERE]
JREFAREBENKI-100%, SHTNERE, FARSREHMRENMK, BOE - MEELTEONNINER K,

> FLASHFORGE > FLASHFORGE
5% kA% RERF AR
PR/ 221R o 5 E .

AL Ak

SiB320CHER
[igzE52)
FHATRR
4’ FLASHFORGE - &> FLASHFORGE

ERATDAFEERIE—ENES,
(S IR E R AR

B

[RE] - [BEsLfRRREM ]
EAELERBOVNEITRVERBEERE, NAERE, FEBERBNRBERBRER,;, BNATEME, NiRBER
FRERIF,

HNEIRAES

> FLASHFORGE > FLASHFORGE

PN e
PR
R/ 1

5i8320CHE

Wy BB 84T

FrpFTRE

RE] - [NR/BrigiR]

RESIF AR PR R E

a. MY 73 E R ;

b. B2k, BHMHIEREGL, BERNERE, N2, ARENRERH BEZKE.
i RFIRIREEIUENE
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& FLASHFORGE 4 FLASHFORGE

[IR] - [KS]

BEL/ABSLEE. MATARE, 28%N. FEEFE. NBRERE/ABX, ¥, ZHYRNVE,

& FLASHFORGE 4 FLASHFORGE

BEUS:

[EfHhRAS -
RIFTENRFR:
RiT(ER:

WSk

REFIS:
FERRES :
IAKMIP:
WiFi IP:
IAAFIMAC:
WiFi MAC:

[I&] - [XTF]
ETREENER, FEREBMUREZFERAE, HPZFLEMD. LLARIP. WiFi IPEE [XT] $EE.
W : ERHEERRSH, B8 [XT] PRREFRIISRELERTIEM,
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FlashForge Creator 3
1.0.0 21 VC1.7.8 20190306
300 x 250 x 200

100 /B

2

Fokkkokdokok

10.33.23.180:8899
88:A9:A7:80:2A.5E
14:6B:9C:BC:BE:4B




4> FLASHFORGE

2

1680MB

2345MB 950MB

ELREEPD.

FEMRBEIER ST A MIESTEN S

o

BBV IR EN Z AR & R L

FTENEEREY, FEATAUIRMPEEBINE L,
BFEM 2 LRBCEEFT LA

REVRITEN T —3,

FTENFEM TIEHTH

U 3L T % BB RAL,

EREEBIR M ED, BEREEAER
REAER.

A W N =

2048MB

6.2 P 5i8E

LS|
RELURKBSLHRBTH A BB T AIE
HTED.

DJRERITENFARIFF, SELEBER

o

REUREKE THEFENGS,

REE SREEIETRRMN, REFERNRE
T ZMFTENE AN R/NEER, HiE
%‘3;{ ENBYRIERIE, BEFETITNTES
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