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FLASHFORGE

Creator 3 / £RIR3

Quick Start Guide
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y QLU 1. Hot! Avoid touching the heating nozzle and heating build plate in
operation.

2. Moving parts in printer may cause injury. Do not wear gloves or other
sources of entanglement in operation.
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This guide is only applicable to FLASHFORGE Creator 3 3D printer
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Unpacking

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

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

5. Unrip tapes on four corners of the printer, 6. Remove tapes on the top, open head cover.
take bubble pack down.
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9. Open the front door and take out the front foam which should contain two filament
spools and two waste boxes.

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

O | I

Setting

y

il u:fg:"

12.Tap [Z-] to partially elevate the build plate]13. Remove bottom foam pieces.

14. Now you've unpacked your Creator 3.
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Getting to Know Your Creator 3

=
=
\

= =
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1. Touch Screen 2. USB Stick Input 3. Touch Screen Buttom 4. Right Extruder
5. Left Extruder 6. Anti-oozing Plate 7. Waste Box 8. Build Plate

9. Leveling Nut 10. Filament Cartridge Cover 11. Cartridge Cover Handle

12. Nozzle 13. Turbofan Baffle 14. Network Input 15. Power Switch

16. Power Input
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Kit Contents

< mERE
LEREL

‘ ‘ After-sales Service ‘

%

‘ Waste Box ‘ ‘ Power Cable ‘ Metal Scraper ‘ ‘ USB Stick ‘
‘ Screwdriver ‘ ‘ PTFE Tube ‘ ‘Unclogging Pin Tool‘ ‘ Wrench

o

Allen Wrench

Grease

Solic Glue
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Leveling Build Platform

How to change language

Language English [
WIFI English
WLan hotspot

Door Opened Pause

Door Opened Detector Deutsch

How to use the leveling nuts

=S =D
Rotate the nut clockwise
Raise the build plate to reduce the distance between the nozzle and build plate.

=Y =)

Rotate the nut anticlockwise
Lower the build plate to increase the distance between the nozzle and build plate.
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Filament Home (\ELIE]

Setting Status

1. Tap[Tools], tap[Level]to level the build plate.

I'm homing! Please wait... Select the extruder

[ Left Extruder ][ Right Extruder]

2. Wait for the extruder and the build plate moving, after moving completed, choose to
use which extruder to level the build plate: left or right.

Please wait...Initializing Verifying the distance between nozzle
and plate...

3. After leveling extruder confirmed,extruder will move to the first point to verify the
distance between nozzle and build plate. If verify completed, extruder will move to
the second point to verify the distance.

Wait Wait

Turn the nut counterclockwise 90° Turn the nut clockwise 45°

=
(o )=

4. If the distance is not appropriate, please follow the prompts to adjust again till you
see [OK] button. Repeat steps 4 to level the second and third points. Then tap [Finish]
to exit.




Install Waste Box And Nozzle Brush

Ve

1. Take out waste box, hang it on the hook

beside build plate. (One waste box on
each side)

2. Please make sure the nozzle touch
the anti-oozing plate properly when
installed. It is ok to adjust the distance
between the nozzle and plate manually.
It is normal to see the scratches on the

surface of the plate after printing for
several times.
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Install Filament

1. Open the filament cover.

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

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

6. Insert filament guidetube into filament 7. Put the spool of filament on the spool
intake to fix. holder, close the filament cover.



Load Filament

Manual

1. Tap[Tools], [Filament] to enter the filament interface.

Left Extruder is Heating... Right Extruder is Heating...
L} LeftExtruder L} Letexruder @) @ @
'r:l- Right Extruder i Right Extruder @
69°C /220°C 69°C /220°C

2. Flip the switch after corresponding 3. Tap[Begin], the extruder will start heating.
extruder to load corresponding extruder.

Q Left Extruder Heated Q Right Extruder Heated

Loading started, push filament vertically
into extruder and press [Done] when you
see filament come out of the extruder

4. Once heated, filament will be drawn through the extruder. Continue extruding until the
extruder provides a steady flow of filament. Tap [Done], go back. Tap leftwards arrow to
go back to the home screen.

Attetion: If extruder can not unload in a long time, please check if you have inserted
filament into the bottom of extruder.



Calibration

Please operate under the guidance of customer service for the first calibration.

S

Filament

Door Opened Remind Z Calibration
Startup Sound X Calibration
Left Filament Check Y Calibration

Right Filament Check

Tap [Tools], tap [Setting], tap [calibration] in setting page.

Z Calibration

Please level before Z-axis calibration.
Please refer to the 06 page for leveling

Please wait...
Auto calibration.

1. Tap [Z-axis calibration] and wait for Z-axis calibration of extruder and build plate.
Do not interrupt during the calibration process.



X Calibration

Check if the lines printed by 2 extruders aligned on X-axis to judge if the extruders
on the same X-axis.

X Calibration

O
Next

|

)

Recalibration

Skip

|

Right Extruder is printing the 1st
Reset (0] ¢ baseline then left extruder will print
the 1st alignment line.

1. Tap [X-axis calibration] and wait for extruders heating up. After heating up till target
temperature, 2 lines will be printed in sequence. Check if the 2 lines are aligned after
printing. Meanwhile, the pop-up window will appear.

X Calibration

O
Next

——

)

Recalibration

- J

Skip

——

Adjust deviation,
Reset t OK J Press [Recalibration]

2. If the 2 lines are totally aligned, Tap [Yes], X-axis calibration is done. If the 2 lines are not
totally aligned, Tap [No]. Adjust position of extruders according to actual situation. After
that, clean the filament on build plate and Tap [Recalibration]. Repeat step 2 till the 2 lines
are totally aligned. 13




Y Calibration

Check if the lines printed by 2 extruders aligned on Y-axis to judge if the extruders
on the same Y-axis.

Y Calibration

)
Next

|

)

Recalibration

Skip

|

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

1. Tap [Y-axis calibration] and wait for extruders heating up. After heating up till target
temperature, 2 lines will be printed in sequence. Check if the 2 lines are aligned after
printing. Meanwhile, the pop-up window will appear.

Y Calibration
e ] -

Next —
= 0

)

Recalibration

- J

Skip

——

Adjust deviation,
Reset t OK J Press [Recalibration]

2. If the 2 lines are totally aligned, Tap [Yes], Y-axis calibration is done. If the 2 lines are not
totally aligned, Tap [No]. Adjust position of extruders according to actual situation.
After that, clean the filament on build plate and Tap [Recalibration]. Repeat step 2 till the
2 lines are totally aligned. 14




Before the first printing, please complete the leveling, loading and calibration correctly
under the guidance of the quick start guide.

Preheat 2.7Mb 6834MDb

1. Tap [Build]. 2. Tap [Local memory] to choose print files.

PG
Total: 1 hr 48 min

3. Choose the preset print file [PG.gx]. 4. Tap [Build].

3 30c
f;r'l- 30°C

< 30C

1hrd48min  Time left

CER

5. The printer starts to heat up and will start printing after heating completed.




Unload Filament Please follow steps below if you need to unload filament in
daily use.

3

Preheat

Setting

1. Tap[Tools], [Filament] to enter the filament interface.

Left Extruder is Heating... Right Extruder is Heating...

LT LeftExtruder @ LT LeftExtruder @ @
'r:" Right Extruder @ 'r:" Right Extruder
69°C/220°C 69°C /220°C

Cancel

2. Tap the unload switch after corresponding 3. Tap[Begin], the extruder will start heating.
extruder to unload corresponding extruder. ~ The printer will start unloading filament
after heating completed.

Withdraw
Filt?ment Push filament
Guidetube down through

for 3 seconds

4. Pull filament guide tube out of filament 5. Press spring presser and push filament
intake, leave filament 10cm to pull filament down through for 3 seconds, then pull out
easily. vertically quickly.
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1. SR 2. UEHED 3. IR X 4. AEL .
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M. 2B8FLF 12, BE 13. SR 14, AKMIEO 15 BiEFX

16. BiRZ&EO
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Language English fafkeRsz

WIFI English

WLan hotspot BAE

Door Opened Pause

Door Opened Detector Deutsch

1. FERME R EROR A h[Tools]. [Setting]. [Language], #EHF[fEAP],
2. EERERME, RE —RE, EEFHEFE. TRFZE, LRN%
THR—TRAFRINER.

WETES I R R BTN S

=B &=
JI5G B 1 E A5 AR B
TENEA L, BESFEEZENEET/N

Q%JG%J’)

H IS AEAE IR
fIMNFEETE, BESTaZENEEERX
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1. FEpER EROXREITR]. [EFIFRET.

EHEEE , EEHF..

2. EEAMITNFEFILEMNE, ERERMNELEITEE,

iz,
BAHIEEN. .. TEERGIERSIE SFERIER. .

4 EFE_MNE=TRFROEBWIELED, WREETITHNTEAZEANEBAEE, HRE
R@FELORRMERBTHENNERE, E2NMAERBIEEYEREOK], #ITE=NMETE
REEE, BHRERSRFLORTERHTENNERE, EEDMEERARMRE, BEER.
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RERNESBHEER

1 BRHENE, BRESEETHNEARN
BHERLE. (EEaRNS—TRHER)

2. TFEHBTIRLIR S EENER , BHR
LR AT S PG 4R EE ., S8
RESEEIITEN, PrifZ2iREm it ILRAIE
FUR,
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RIRFEM

1 §THLEE,

3. 3% AAEEMESING, BRESIRNTTBREET,
RECMFEME, BRENHAOHYE, RREMNEME, SRR HLE,
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4 FBEBEMENRLD, HIFEMN 5. BT BELAT A M4 ER, BEMER
S4EZFH, BAEL, BEITTEREREA. Wi
HEIR,

6. RS LEMAELHLILPETE, T RERLABEEELBEL, SE4EE,
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1. RE[TH]. BREFNHLEBLRE.

FEBESKIEENNFA. .. BBEKIEENRA. .

69°C / 220°C 69°C/220°C

2. R[], RENNESLEEMNFXERE 3. ERERMERTFR], EPRESLFEMRA,
KIEFZBSLR BRI THALRM?E,

@ FEELIEGER @ EEISE

FHAL | BRARESBA , FRIBSLELRSTH

iR (e

4. MABMEREEFIAHL, SEINEMBISHLN AT[TMR]IRE E—FHE,

RIREEF L EIZERE,
ER: BESLKHEREYZ, EREREEMNE S ERSEMEABLRE,
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BXERRENRE, BEZRES TRE.

FH R Zighiiee
FNES X2t
P22 2 x o] YagEE

AL

—_

ARRRE[TR] [RE], AREREDHRIIH[GREEE,

ZHROEZ AT, BERBTAE., BETESREISR,

BHEE..
ESLFIF SIEEREZ S

1. AEARR(ZEEOE], SHELNTazZMmRE, RELRD, REDH,
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BN BEEXHA TN ELREES, AN BSLER—FXH L,

XHR )

T—%

EMBOE

RBEBSLITEN RN K4

[ s ] HIESLITEN RE S

1. RERERFXERE], FHERPEINE; MRRIERRE, RPOBESMKRITE—REX.
TR, REMFLREES, BN, MEREHBIAED.

XA
T—#

BRI

[ iz ] BTREE, RE[EMRERE

2. EMFLATEES, RE[R], XHRERK, EMRLRERTLES, RE[E] RE\EXK
BRRARELME, BERERGE, BEBITNFEE LOEY, HRE[EFRE), EELRSE,
EEXTHNRRELAREESR.




BELENRANBELEYRARITNNELREES, MM ELER—FRYHE,

YD)
T—%

EMBOE

B BUESLITE RS
E AR LITEN X 7L <

1. RE[YHEE], FERPEEINE. MERIBREE, WPBEMRRITH—RE%.
TENSEEE, REMFLAREES, BNMEREHHAED.

VIR
2

1+
0
-

BRI

[ e ] ERRER, SE[EFREIRE

2. EMELRARELER, RE[HE], REIMELARELMNE, BEERE, BEITHNFES
LHEY, HArEERRE, EELRSR, EEHINARELAREES.




EVRFTED

BERITENRT, BAERBNESI TERMTRETE, #LMRHE.

FTEREIY

1. STENFEA BB RITEIN E L ZITEF;
2. TENFFIARIHREM REEN, RETEINFE;
3. BN TR B O ERM, HiL R
8, WRLE—RITENNEMEZR LY,
4. {EFAABSHEMITENRY, EXLETRE, XAFID;
{ERPLAEMITENSY, BBRIRE, FEI];
5. TENFHARNE B BRSLEM BT ET S,
6. RAITEREEEAETHIER TER3DITEIN,;

2.7Mb 6834Mb

2. RE[REFEEANITENE R IR R E. 3. TR XHPG.0x],

PG
BAiE: 1 hr 48 min 5 30cC

.
£} 30°C
‘-; < 30°C

1hr48 min  Fli&

Qe

4. RE[FTEN]. 5. FTENHVFFIRANER, MNFRSEREFFIRTTEN,
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BLRE EREGERT, NREEEREN, BIURTHSBBME,

FEVRSKIEAERAY .. AMESKTEAEDAY .
69°C/220°C 69°C /220°C
2. RERZ], REMNESLEENAXEE 3. ERTWEREFFE], EPHBSLFFRMA,
REFZBELE B HATRELRRIE, MATMEFIRRE,

B THRE

4. RHSLE, 5. B THLER, BEME TREDERE
ZEHIRW,
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Scan QRto Get More
After-Sales Support

HE_#BREESERXS
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HIINGE =N ZXEIRLE

Zhejiang Flashforge 3D Technology Co., Ltd.

EREL : support@ff3dp.com After-Sales Service: support@ff3dp.com

Tel: +86 579 82273989 Web: www.flashforge.com Add: 2/F, No.518, Xianyuan Road, Jinhua, Zhejiang, China
HBiE : 4008866023 EAMY : www.sz3dp.com it : #RTRESLHERES18S



