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NOTICE

SAFETY NOTICE: PLEASE CAREFULLY READ AND STRICTLY FOLLOW
ALL THE SAFETY WARNINGS AND NOTICES BELOW ALL THE TIME.

WORK ENVIRONMENT SAFETY

& Please keep the workspace clean and tidy.

@ Please ensure the equipment operates away from combustible gases, liquids, and
dust. High temperatures generated during operation may react with combustible
gases, liquids, or airborne dust, potentially causing fires.

@ Children and untrained individuals should not operate the equipment alone.

ELECTRICAL SAFETY

@ Please properly ground the equipment. Do not modify the plug. Ungrounded
equipment/improperly grounded equipment/modified plug will inevitably increase
the risk of electric leakage.

@ Avoid exposing the equipmentto damp or direct sunlight environments. Humidity
willincrease the risk of electric leakage. Exposure to sunlight will accelerate the
aging of plastic parts.

¢ Make sure to only use the power cord provided by Flashforge.

@ Donotusethe equipmentduring thunderstorms.

@ Pleaseturn off the equipmentand unplugitifitis notin use foralongtime.

PERSONAL SAFETY

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

& Do nottouch the extruder and build plate after finishing printing to avoid high
temperature burns or mechanical damage.

& Do notwearscarves, masks, gloves, jewelry, or other objects that can easily get
tangled into the equipment while operating it.

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

CAUTIONS

& Keeptheinside of the equipment clean. Do not drop metal objects into the grooves
atthe bottom of the build plate.

& Pleaseclean up filamentdebrisin time. Itis recommended to operate this outside
the equipment.

€ Any modification of the equipment by yourself will void the warranty.

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

@ during filamentloading. Too-close distance may cause nozzle clogs.
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& Please operate the equipmentin a well-ventilated environment.
& Donotusetheequipmentforillegal activities.

& Donotusetheequipmentto make food storage containers.

@ Do notplace printed models into your mouth.

EQUIPMENT ENVIRONMENT REQUIREMENTS

€@ Room temperature: 15-30°C; Humidity: 20%-70%

EQUIPMENT PLACEMENT REQUIREMENTS

@ The equipment must be placed in a dry and well-ventilated environment.
Adistance of at least 60cm must be reserved around the front, back, left and right
sides of the equipment. Recommended storage temperature: 0-40°C

COMPATIBLE FILAMENT REQUIREMENTS

€ When using this equipment, it's recommended to use Flashforge's filaments.
If non-Flashforge filaments are used, there will be certain differences in material
properties, and print parameters may need adjustments.

FILAMENT STORAGE REQUIREMENTS

@ Please store filaments in a dry and dust-free environment after unpacking. Itis
recommended to use the matching filament dry box for storage.

LEGAL STATEMENT

@ Users are not authorized to make any modifications to this User Guide.

@ Flashforge shall not be held responsible for any safety incidents resulting from the
disassembly or modification of the equipment by the customer. No one is allowed to
modify or translate this Guide without Flashforge's permission. This Guide is protected
by copyright, and Flashforge reserves the right of the final interpretation of this Guide.

@ First Edition (April 2023)
Copyright © 2023 Zhejiang Flashforge 3D Technology Co., Ltd. All Rights Reserved.
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Parameter

Extruder Quantity 2

Positioning Accuracy X/Y-axis: 0.01Tmm / Z-axis: 0.0025mm
Build Volume Single extrusion: 330x330x600mm
Dual extrusion: 300x330x600mm

Nozzle Type High-strength nozzle

Maximum Extruder Temperature 350°C

Supported Filament PLA/PETG/ASA/ABS/PC/PA/PLA-CF
PETG-CF/PETG-GF/PA-CF/PA-GF

Slicing Software FlashPrint 5

Connectivity USB/Ethernet/Wi-Fi

Compatible Operating System Win 7/8/10/11; Linux: Support version Ubuntu 20.04

or later; Mac 0S: Support version 10.9 or later.

Smart Touch Screen 7-inch

Net Weight 70kg

Required Space for Installation >1330*1330*1352mm
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1. EQuipment Introduction

1.1 Printer Components

]
/
L

. Top cover

. Extruder

.Screen switch

.USB port
.Frontdoor

. Flexible steel plate
. Platform plate

.Top cover handle

. Air filter

10. Camera

11. Chamber light

12. Filament chamber
13. Hygrometer

14. Desiccant position
15. Heat dissipation holes
16. Power switch

17. Power port

18. Ethernet port

19. Airinlet
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1.2 Unboxing

2. Open the front door. First remove (just
pull out) the two pieces of rectangular
foam below the platform.

1. Open the top carton cover, and remove
the top foam containing the power cord,
user guide, USB flash drive, and after-
sales service card. Take out the whole
outer box from bottom to top and then
move the machine off the wooden base.

3. Then, remove the remaining foam
below the platform, with two layers
in total. The upper layer contains the
tool kit. The lower layer contains the
supplied filament,heat resistant
gloves, and desiccant (for details,
please refer to the packing list).

4. Cut the zip ties securing the
extruder and guide rails with
diagonal pliers. Ensure the
extruder can move freely
after ties are removed.

.

Rectangular
foam

TOOLKIT
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5. Check the flexible steel plate for proper 6. Connect the power cord to the socket
installation within the rear limit. Ensure and the printer. Press the power switch
that the platform is mounted flat without to start the machine.
pressing any foreign objects.

Power Switch

7. Press the screen switch. A solid light 8. Upon the first startup, follow the on-
indicates the touch screen is activated. screen guide to quickly adjust the

printer to the ready-to-print state.

i —

‘j Confirm the language

(354 English BAE

1©

Deutsch Frangais Espafiol

=0l

When the printeris powered on for the first time, you can perform a printing test
following the startup guide to confirm proper functionality.

Startup guide steps: Language selection - Leveling and calibration - Filament loading
- Printer ready for printing - Test file printing - Printing completed.

If you skip any steps in this startup guide, you can still access the corresponding
functions on the screen.

Note: To re-enter the startup guide, clickthe [ (i) Jicon on the left side to go to the
[Information]interface, click [Factory Reset] and select [Yes]. Then, after restarting

the printer, you can access the startup guide again.
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1.3 Packing List

al

Grease x 2

3

Brush

Needle-nose Pliers

Diagonal Pliers

I

B

)

/

Straight Screwdriver

Unclogging Pin Tool

Allen Wrench Set

Elbow Tweezers

¢

Heat Resistant Gloves

Filament x 2

USB Disk

&

<

After-sales
Service Card

>

Flexible Steel

Build Plate

Quick Start Guide Desiccantx 12



2. Introduction to Basic Operation

2.1 Equipment Calibration

Upon the first startup, please follow the on-screen instructions to perform automatic
Z-axis calibration and platform leveling. Then, there is no need for calibration during
regular printing. However, it is recommended to perform Z-axis calibration and platform
leveling after the nozzle or platform is replaced.

Before calibration and leveling, please clean the nozzle and platform to
ensure there are no filamentresidues or foreign objects. Do not move or
collide with the machine during calibration and leveling.

Follow these steps:

1. Upon entering the calibration interface, click the icon to access "Auto Z-axis Calibration".
Click [Start], and it will automatically calibrate the Z-axis gap between the extruder and
platform, as well as the height difference between the left and right nozzles.

Guider 3 Ultra > A Guider 3 Ultra

o o S s

Conecting XY frequency calibration data...

2. After automatic calibration, the printer will automatically save the calibration data.
If there is any abnormal data, it will prompt you to recheck it. After confirming, click
[Recalibration] for another automatic Z-axis calibration.

Guider 3 Ultra > A4 Guider 3 Ultra

H - A [ 1t H -
- PN x Y A} PN

Calibration complete. - Calibration complete.

Left Extruder: -0.24 Left Extruder: -0.24
Right Extruder: 1.927 Right Extruder: 1.927

Z-Offset: 1.37mm

abnormal after calibration for many times
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3. Once Z-axis calibration is completed, click the icon to enter the "Leveling" interface.
Before leveling, you can choose to use the same leveling data for each print or perform
automatic leveling before each print. After confirming, click [Leveling] to enter the leveling
preparation interface. Ensure that the platform is properly installed and both the nozzle

and platform are clean, then click [Start], and it will perform platform leveling automatically.

Guider 3 Ultra S Guider 3 Ultra

o w: w T o o

Leveling data application

en this functio e leveling data will be recorded af
an auxiliary leveling ned and will be applied to printing.

Leveling before each printing

4. After leveling, if the values are normal, the printer will automatically save the leveling
data. If there are any abnormalities, follow the on-screen instructions to recheck it.
After confirming, click [Again] to perform leveling again.

Guider 3 Ultra S Guider 3 Ultra

m Calibrationinterface and filament loading interface are inaccessible
during printing.

5. The resonance compensation has been carried out before the printer leaves the factory
and generally does not require further adjustment. If you spot ringing on a print, you
can perform this operation. Before proceeding, please read the prompts on the
resonance compensation interface to ensure a successful calibration. Click [Start], and
it will automatically begin calibration. Vibration and slight noise during the calibration
process are normal.
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2.2 Network Connection

2.2.1 Wired Network Connection

1. Insert the network cable into the Ethernet port on the back of the printer.

2. Click the [ {3} ]icon to enter the [Network] interface, select [Ethernet], and enable the
Ethernet function.

3. If the [ ] icon appears at the top right corner of the screen, it indicates that the printer
is successfully connected to the network.

2.2.2 Wireless Network Connection

Before connecting to a wireless network, the Wi-Fi function shall be enabled. Otherwise, it
will result in wireless signal receiving failure.

Guider 3 Ultra

A

1. Click the [ '@' ]icon to enter the [Network] interface, and select [Wi-Fi].

2. Click to connect to the corresponding wireless network. If the [?] icon appears at the
top right corner of the screen, it indicates that the printer is successfully connected to
the network.
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2.3 Filament Loading

When loading filament, please pay attention to the left and right

corresponding labels on the extruder, filament guide tube, and
filament chamber.

1. After unpacking the new filament, cut the
bent end with diagonal pliers.

3. Insert the filament extending from the guide
tube into the corresponding filament inlet,

and push it into the filament feeding roller
until you feel some resistance; or press the
filament feeding handle, push it into the

feeding roller and secure it.

Desiccant slot

12

2. Open the filament chamber and
manually pass the filament through
the corresponding filament sensor
until it is visible from the other end
of the filament guide tube. (Note the

label indicating the matching extruder
and hole.)

4. Finally, place the filament into the

filament chamber, and you can put the
desiccant provided with the printer into
the slot. Close the cover. [Note: For
smooth filament rotation, place the
filament corresponding to the left nozzle
in a clockwise direction and counter-
clockwise for the filament corresponding
to the right nozzle.]

R 1y




5. Click the [@ ]icon, enter the [Filament loading] interface, select the corresponding
extruder and material, and then click [Load].

Guider 3 Ultra > A4 Guider 3 Ultra

T LExtruder W RExtruder I RExtruder

Select the filament, and then click [Start].

Cancel

+

L3

B Lbxtruder & RExtruder W Lextruder & RExtruder

Load filament have been finished.

6. Successful filament extrusion from the nozzle indicates successful loading.
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2.4 Test Model Printing

1. Click the [ i] icon on the left to enter the [Printing] interface. Inside the machine, there
are three test models: Test L.gx (left-extruder printing test model), Test R.gx (right-
extruder printing test model), and Test L+R.gx (dual-extruder printing test model).

Text L+R.gx Text R.gx TextL.gx

2. Before printing, please ensure the nozzle corresponding to the test model is loaded
with filament. Select the model file, and then click the [ i ]icon to start printing.

Text Lgx

V ) Lsm
ne R:0.00m

@ oamm

—1 02mm

Please select the Test L.gx model for the printing test as the left extruder is the default
extruder for loading filament during the startup guide. To print the Test R.gx (right-
extruder printing test model) or Test L+R.gx (dual-extruder printing test model), first
load filament for the corresponding extruder before starting the printing test. Please
also perform XY offset calibration of the left and right nozzles before using dual-
extruder printing for the first time, following the steps in Section 4.3 Dual-Extruder
Printing Mode.
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3. Introduction to User Interface

Vil

m The interface layout may change whenever thereis an
upgrade of firmware. The following is only a brief
overview of the functions.

Vil

3.1 Main Interface

Main interface when the printerisidle

Guider 3 Ultra E

Main interface
Guider 3 Ultra

Printing interface
330 x 330 x 600mm

Settings interface
Guider 3 Ultra

Filamentinterface 25.4-2.1.6

Calibration interface : , SNMPNC0000001

Information interface

Guider 3 Ultra 8= 4 EE
Details ra § Details.
m  LPLA
@ Rivone

00

20mm/s 2 20mm/s

0%
zl oomm zl @ ooomm
Remaining: Oh5min

~

8= .

Details

Remaining: 1h 26m




Filament loading status @ Adjust the speed of the left-nozzle
L modelcooling fan

Number of layers
@ Adjustthe speed of the right-nozzle
R

Real-time extruder moving speed model cooling fan

40
<
N

; Adjust the speed of the auxiliary
Infill percentage model cooling fan
Adjust the printing efficienc .
bprercentgge 9 4 Filter fan switch

Zf Adjust the Z-axis distance between
=4 theextruderand platform

3.2 Printing Interface

Click the [ _i_] icon on the leftto enter the printing interface.

Guider 3 Ultra 8=

o 5 @ 2

a

TextLgx

Clickthe modelto be printed. In the pop-up box, click the [ ‘ Jiconto start printing.

B [Local]Listof local modelfiles 2] [Alphabetic order] Sort by the first letter

[USB] List of model files on the of the file name
USB flash drive @l [Time order] Sort by the file modification
time
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3.3 Settings Interface

Click the [ {E} Jicononthe leftto enter the settings interface.

Guider 3 Ultra

A

- Position(mm) X:200 Y:200 Z:500
P 3
10 50

@

Loaded

Loaded

Topicons from lefttoright are:

[Move] Extruder; Platform; Chamber Preheating; Fan Settings;
Manual XYZ-axis Movement; Chamber Light Switch;
[Network] Wireless Network, Wired Network, Hotspot;

[Cloud Platform] Connectto FlashCloud or Polar Cloud;

©WhH® K

[Camera] Enable the camera and time-lapse video; View videos and photos.

Icons in the settings interface

‘Eﬁ%oc Left nozzle temperature setting Filter fan switch
"ﬁl%c Right nozzle temperature setting Q Chamber light switch
Aioc Platform temperature setting C) Auto shutdown switch

@ Left-nozzle filament loading status &g Left-nozzle filament detection switch
(@ Right-nozzle filament loading status g@ Right-nozzle filament detection switch
@ Return the extruder/platform to its

original position
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3.4 Filament Interface

Click the [ @ ]Jicon onthe leftto enter the filamentinterface.

During filamentloading and unloading, users can choose the filament based on
their needs. If the required filamentis not listed in the interface, users can customize

itand settherequired temperature for loading. To change filament, you can follow
the promptsinthe nozzle cleaning interface for guidance.

Guider 3 Ultra

A -

The filamentinterface includes:
‘I’Filamentloading £
+ . .

- Filament unloading
'i' Filament changing guide

4 RExtruder

e filament, and then click [Start].

Settemperature

220°C

PLA-CF

PETG-CF

PAHT

Clickthe [ * Jicon onthe leftto
enter the leveling and calibration
interface.
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Extruder calibration and platform leveling can be carried out here. Top icons

from lefttoright are:

[Auto Z-axis Calibration] Automatically calibrate the extruder's Z-axis travel

and the height difference between the leftand right nozzles;

[Auto Leveling] Automatic platform leveling;

[XY Offset] Calibrate the XY offset of the left and right nozzles;

[Expert Mode] Manually adjust the XYZ offset of the right extruder relative to

the left extruder;

j#¥i{[Resonance Compensation] Conduct resonance measurements and perform
automatic shaping corrections.

3.6 Information Interface

Clickthe [ @] icononthe leftto enter the information interface.

& o e

Guider 3 Ultra

Update

536m
Copy logs

License

=N
| | I 234 hours
Name
10.33.23.222
Language
l 00:09:5B:EC:EE:F2
- L www flashforge.com Factory Reset
T ]

]

Guider 3 Ultra

& [Update] Firmware upgrade; You can upgrade the firmware to the latest
version whenitis connected to a wireless network.

& [Copy logs] Copy logs to a USB flash drive.

& [Name] Modify the printer name.

& [Language] Setthe printer language.

@ [Factory Reset] Restore all system settings to factory defaults.
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4. Model Printing

Method 1: Find the FlashPrint software package on the USB flash drive and install the
version that matches your system.

Method 2: Download the latest slicing software from the official English website at
www.flashforge.com.

3D Printing Process:

Obtain the modelfile (in stl/obj/stp format) - Import the file into the slicing software

-Sliceit- Prepare the 3D printer for printing - Transfer the file to the printer for

printing

Note: You can find slicing software instructions in the software after installation.

4.2 Single-Extruder Printing Mode

In the single-extruder printing mode, the left extruder is defined as
the primary extruder by default. This is because the left extruder is
fixed, while the right extruder is for raising and lowering. Models
printed with the left extruder tend to have better performance than
theright extruder. Before printing, please ensure that filament has
been loaded and can be extruded properly. Refer to Section 2.3 for
guidanceif needed.

After opening the slicing software, select your printer type atthe lower left corner.
Then, importthe modelinto the slicing software. You can make modifications to the
model such as moving, rotating, or scaling it. Once the layoutis set, click the [ __Q_>__]
icon, selectthe supporttype, and click [Auto Supports]. Return to the main interface,
click [Start Slicing], select the corresponding printing material, and click [Slice] to
generate the sliced file.

- o x

]

B 88 <@

L]
Y
8

> Mt
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4.3 Dual-Extruder Printing Mode

Forthe first dual-extruder printing, please perform XY offset calibration
of the leftand right nozzles to align the right nozzle with the left one.
Before calibrating, load filaments into both the left and right extruders
and ensure they can extrude filament properly (refer to Section 2.3).
During dual-extruder printing, it's recommended to use the left extruder
for printing the model and the right extruder for printing the support
structures, as explained inthe [Note]in Section 4.2.

1. Enter the leveling and calibration interface and click the [s¥ ] icon to access the
[XY Offset] interface. After clicking [Start], the printer will automatically heat up,
and when itreaches the targettemperature, both left and right nozzles will print
atestlineinthe XY direction.

2. After printing is completed, measure the deviation distance between the two lines
inthe same direction using aruler. Compare the printed test lines with the on-
screen examples. Adjustthe right nozzle's XY offset following the instructions.

Guider 3 Ultra

'

w

Please measure the offset distance between
the line segments printed by the left and right
extruders, and adjust the right extruder based
on the diagram on the right.

Click [Verify] to check if it is suitable after the
adjustment is completed.

Finish

3. After adjusting is completed, click [Verify] to printthe test lines again. If there is
stillany deviation, please repeatthe above Step 2. When the actual printed lines
are like the figure below, itindicates that the XY offset values of the left and right
nozzles are within a reasonable range. Click [Finish] to save the data.
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4.0nce the XY offset calibration is completed, you can start dual-extruder printing.

5.0pen FlashPrint, load the model, clickthe[ i\ ]icon, and then select the
supporttype.

6. Click [Auto Supports].

pilr size 10mm

Jatform Only

Bk

7. Click the [U] icon, left-clickthe support, press "Ctrl+A" to select all supports,
and then right-click to choose a specific extruder for printing supports. Once
selected, click [Back].

Overhang Thveshold 207

pillr size 1.0mm

Touch Plttorm Only
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8. Click [Start Slicing] to enter the parameter configuration page.

 sice X
rr
" 113
st i
O
e s
e
s
e
Cooling
a
o . ®
otne iy
o tompen g
=
© 3 0 -t

9. Choose the material configuration (for example, use the right extruder to print
PLA model and the left extruder to print PVA supports).
10. Click [Slice] to generate the sliced file.

When printing with dual extruders, it's recommended to add walls or
awiping tower to clear any filament oozing from the idle nozzle.
For further printing configurations, you can click [Help] and select
[Help Contents] to learn more.

4.4 File Transfer via Network

1. After connecting to the network, open FlashPrint. Clickthe icon at the lower left
corner, select[Machine Type], select [Guider 3 Ultra], and then click [Print] -
[Connect Machine].

4> Connect Machine X

P Address Automatic Scan

2.Inthe pop-up box, select the connection
method: enter the printer's IP address or use
automatic scanning. The IP address can be
viewed inthe information interface of the
printer. Once entered, click[Connect Machine].
If the connection is successful, the [Multi-
Machine Control] interface will pop up,
allowing you to check the printer's connection
status.

1P Address (port):
192 . 168 . 3 . 198 : 8899

Connect Machine
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3. After slicing is completed, click [Send To Printer]. The printer will begin
preheating, and then automatically start printing after itis ready.

Note: The printer and the computer must be connected to the same network.
Otherwise, connection will fail.

@
oY
8
&

4.5 File Transfer via USB

1. The printer supports printing via USB. Save the sliced file (*.g/*.gx/*.gcode
format) to a USB flash drive.
2.Insertthe USB flash drive into the printer's USB port.

T 1

I

3. Access the [Printing] interface, click the [ Jiconto enterthe USB drive file
interface, and select the corresponding file for printing.
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Printing via FlashCloud

4.6 Cloud Printing

1. Openthe FlashCloud website and register an account. After email activation,
you can loginanduse. FlashCloud: https://cloud.sz3dp.com

&> FlashCloud Ed ®V
£} Home My Printer The current printer is empty. Please add a printer.
My Printer Name Register code Type State
(2) mymodet JRT—
Add Printer
My Job Allfields must be filled in
Name
(0 modetLibrary Regisraton code

2. Click [My Printer] - [Add Printer].
Onthe Add Printer page, enter the registration code (cloud registration code) and
name the printer. After clicking [OK], the information will appear on the printer's
FlashCloud interface.

&> FlashCloud & ®v
&) Home My Printer The current printer is empty. Please add a printer.
My Printer Register code Type State
D)y Model m Guider 3 Ultra ABCDEF Guider 3 Ultra e ldle

E[ My Job
@ Model Library
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3. Select a model from the Model Library or upload your own model (STL file), and
then click [Print] to access the model editing interface.

&> FlashCloud @v

£} Home

User

2023.3.2
My Printer

3D Model

2 mymodet Model Detail
My Job
@ Model Library

4.The drop-down menu for the printer name allows you to select the printer for
performing this printjob. (The printer must be added to My Printer).

#®> Flashcloud ®-
£ Home

« Flashforge w Edit model Print para
My Printer
| !> Move | |: Rnbatel |¢" Scale |
My Model
My Job X -150 150 o

@ Model Library
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5. Finally, click [Start], and the selected printer will automatically start the printjob.

®» FlashCloud B ®)-

£ Home

My Printer

[2) mymodet
My Job
@ Model Library

« Flashforge w

Time Remaining

0h O min

T <o 0 8

21°C/0°C 21°C/0°C Closed Nomal

) EorT EEETN

Printing via Polar Cloud

1. Openthe Polar Cloud website and register an account.
Polar Cloud: https://polar3d.com

POL[\'{é: Explore Connect Design Make Help

Member since 03/18 | 0 cloud prints and counting

Community

Polar Cloud Update - Basic Print Settings
Dean Morris published on May 23, 2018

b | Polar Cloud Release Notes, March 2018
- =+ dnewman published on Mar 30, 2018

shop a @

UPLOAD

Cloud Stats
121 129,523 370,629
countries members prints

Recent Community Objects

2. After loggingin, click the icon atthe top right corner, click [Settings], and find

the PIN Codeinthe page.

Location

Biography

Website URL

http://www.example.com/profile

Email

+ADD Email
PIN Code *
XXXX
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3. After connecting Guider 3 Ultra to the network, enter the cloud platform interface
(click the Settings icon -> Cloud Platform icon). Turn on the Polar Cloud switch
(itshould display green). Enter the account and PIN code, and then click [Save].

4.0ncethe connectionis completed, you canview the printer'sinformation on the
home page of Polar Cloud.

5. Click [Explore]inthe top menu bar, and then select [Objects] from the drop-down
list.

POLI\?& Explore cmnmiMdﬁ Help  shop n "f

Member since

0 Gumiculum

B News
C I Printers

6. Click [MY OBJECTS], and then click [UPLOAD] to upload a model.

PO[A?G Explore Connect Design Make Help  Shop 0 £

MY OBJECTS OBJECTS SHARED WITH ME COMMUNITY OBJECTS

22 AllMy Objects ¥ What object are you looking for? M

7.Drag and drop the modelfile to be uploaded into the box area or click the box area
toselecta modelforupload. Then, click[UPLOAD].

POLA‘@ Explore Connect Design Make Help Shop Ja '(?
UPLOAD FILES X

UPLOAD

Roa

Drag and drop or click to choose a file
allowed file type: dwg, dxf, hex, obj, pdf, scad, skp, stl, svg, txt, xisx, xml
allowed file size: 128 mb

GLOSE GLEAR UPLOAD
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8. Click [PRINT].

POLAR é: Explore Connect Design Make Help Shop

D

Printer FFO00575 - PRINT

PLAGEMENT PRIN

52000

%  bigheartpinshort_4off.stl

oPTIoNS

9. Click [START], and the printer will begin downloading the cloud task and start
printing once the download is completed.

POLI\?(S: Explore Connect Design Make Help Shop

FFDO0575 ™

Serial Number: FFO00575
Status: READY TO PRINT

3 jobs queued

“ Nuka_cola_-_keychai £
n ﬂ

EEY
‘)\ tenguch@notmail.
. L com
~

slicing completed

¢

Jeb 11 hours g0 Slicing completed

00:00

Nuka_cola_-_keychai }

n
£ 15 9j
tenguch@hotmail
W com

Job 2| 2 hours ago
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Camera Connection

1. Turn on the camera switch. Click the ['@'] icon, access the [Camera]interface, and
enable both [Camera] and [Video] functions.

Guider 3 Ultra

A

2. Whenthe printeris connected to FlashPrint, you can watch real-time videos via
FlashPrint's [Multi-Machine Control]. The camera function is also availablein
FlashCloud and Polar Cloud.

4.8 Model Removal After Printing

When removing a model from the build plate, please wait for it to cool down. Check
the temperatureicon on the top status bar of the screen: agreeniconindicates

the platformis below 50°C, safe for operating this. Consider using gloves when
removing the model and be cautious of the high temperature.

After printing is completed, loosen the
two front latches on the platform plate by
turning them counterclockwise. Remove the
entire platform plate and bend itto remove
the model.

30



To install the platform plate back, follow these steps:

1. Puttherear end of the flexible steel plate against the positioning blocks on the
leftand right edges of the platform; Make sure toinsertitinto the inside of the
slots.

2. Close the latches until the flexible steel plate is securely fixed.
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5. Maintenance

LIS S

m The interface layout may change whenever there is
an upgrade of firmware. The following is only a brief
overview of the functions.

Vil

5.1 Extruder Maintenance

5.1.1 Nozzle Assembly Replacement

Before operating it, please first unload the
filament and then disconnect the power.

Buckle of the
nozzle assembly

1. Openthe front cover
of the extruder.

2.Toggle the buckle of the
nozzle assembly and
remove the nozzle
assembly.

3. Installthe new nozzle
assembly and secure
it by fastening the
buckle of the nozzle
assembly.

5.1.2 Clogged Nozzle Cleaning

Method 1: Preheat the nozzle to the temperature of the used filament, remove
the filament guide tube, press the handle, pull out the filament, and
insertthe unclogging pintoolinto the nozzle to extruder filamentinside.
Method 2: If Method 1 doesn't work, refer to the nozzle assembly replacement
method to replace the nozzle assembly.
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If filamentis stuck and cannot be removed from the extrusion box, you can
disassemble the extrusion box and remove the filament.

Here are the steps:

Cutthe zip ties on the extrusion box. Remove the two screws on the magnetic
holder and the four screws that fix the extrusion box. Pull the extrusion box out
(if necessary, remove the hot end as well by unscrewing the handle). Once the
stuck filamentinside the extrusion box is removed, reinstall the extrusion box
(see the diagram below for extrusion box components). When installing the
extrusion box, you can first remove the nozzle assembly, align the bearing with
the extrusion box base, press the handle to insert the handle pivot shaftinto the
corresponding hole, and finally tighten the extrusion box fixing screws. Reinstall
the magnetic holder, tighten the screws, and secure the wiring harness with new
zip ties. .

Magnetic holder

Filament feeding roller Bearing
Handle

Handle pivot shaft

Handle spring

Motor reduction

gear
Handle spring seat

Filament feeding
roller pivot shaft

33



5.2 Platform Flatness Calibration

Users typically do not need to perform this operation. When various calibrations or
automatic leveling compensation are ineffective, it may be that the previously

installed platform flatness has been destroyed. In this case, initial platform leveling
is required.

Note You can contact Flashforge's customer support for remote calibration
assistance.
Please operate as follows: There are four leveling points in total.

Please proceed with caution or consult a professional engineer for
guidance.

—_

. Adjustthe platform height for the appropriate viewing position.

.Ensure thatthe strain gauge wires atthe bottom of the platform are not pressed

too tight.

3. Tighten the M5 screws next to the four set screws (during tightening, make sure
to tighten both sides simultaneously; do nottighten one side completely before
tightening the other).

4. Ensure thatthe distance between the flexible steel plate sticker surface and the

profile surfaceis 16mm (by manually turning the four set screws at the bottom),

ensuring consistency at all four corners.

N

Locking screw

Locking screw

After placing the platform plate and setting the T6mm distance, adjust the platform
flatness by turning the four screws in the middle. Once the flatness is adjusted, lock
itin place by tightening the locking screws nextto the middle set screws. While
tightening the locking screws, make sure to turn both sides simultaneously and
avoid tightening one side before the other.
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Fortheinitial placement of the platform

plate, you can use avernier caliperor16mm
equal-height blocks to confirm the distance
between the platform sticker and the profile
atthe four corners.
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6. Q&A

Q1: Is calibration required after nozzle replacement?
Yes.

VAL 24242421111l

Q2: Whattodoif the extruder moves but doesn't extrude filament
atthe beginning of printing after clicking the model for printing?

1. Observe the filament guide tube to check if filament has entered the nozzle.
If not, please click [Load] until fillament comes out.
2. Checkifthe nozzleis clogged. If so, please refer to Section 5.1.2 for the solution.

Vil

Q3: Whattodoifthe nozzle positionis too high (far from the
platform) or too low (hitting the platform) during printing?
How to level it?

Please referto Section 2.1 Equipment Calibration for the solution.

V2224272712777 2474

Q4: Can filaments from other brands be used?

Yes. You can use filaments from other brands, but certain parameter
adjustments are required due to slight temperature differences in different
filaments.

VAL 24242421111l

Q5: Can the printer shut down automatically after printing is
completed?

Yes. This function can be enabled in the [Settings] interface.

Vil

Q6: Isitsafe to print with ABS material?

ABS canrelease toxic gases during heating. It isrecommended to use the HEPA
air filter during or after printing. If conditions permit, consider printing in a
well-ventilated area. Itisrecommended to print non-toxic materials such as
PLA in children's activity places.

Vil

Q7: Whatto do if the printed model warps or doesn't adhere well?

Method 1: Increasing the platform temperature can improve the adhesion between
the platform and the model.

Method 2: Adding a raft during model slicing can alleviate the issue.

Method 3: Apply glue.

Method 4: If the distance between the nozzle and platformis too large, reduce it
accordingly using the extruder calibration in the expert mode or the
leveling and calibration function.

Method 5: Check if the platform is level. The leveling and calibration function can
be used. Itisrecommended to complete the full auto-leveling process.
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Q8:Isitnecessaryto add a raft when printing models?

Not necessarily. Adding a raft results in more filament extrusion and higher
printsuccess rate. With a heated build plate, itenhances the adhesion
between the model and the platform, which makes the model adhere to the
platform well during printing, and also increases the print success rate.

VAL 24242421111l

Q9: Whatto do if print files can not be found and the screen
displays only folders after inserting the USB flash drive?
The USB flash drive formatis incorrect. The printer supports the FAT32 file
system. Please formatthe USB flash drive to FAT32.

SIS S

Q10: What to do with the Wi-Fi connection failure?

1. Please check if the Wi-Fi name contains special characters. If so, modify it
and try again.
2.Please checkifthe password contains special characters. If so, modify it
and try again.
V2722727272727 7 27222 22222l

Q11: Firmware update precaution.

Do not power off the printer or disconnect from the network during firmware
download or update to prevent update failures.

Vil

Q12: Why isthe boot screen white?

If the startup sound can be heard, please replace the screen or cable. If not,
please contact our after-sales personnel.

Vil

Q13:Isthe battery used for the hygrometer in the filament chamber
supplied? Whatis the battery model?

The battery needs to be purchased by yourself.
Model: LR44, 1.5V

Size: 11.6*5.1mm

Compatible model: AG13/A76/L1154
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7. Help and Support

Flashforge's professional after-sales service personnel and salesmen are on standby
foryou atanytime and areready to help you with any problem you may have with the
printer. If the issues or questions are not covered in this User Guide, you can seek for
solutions on our official website or contact us by phone.

There are instructions and solutions to common issues that can be found on our official
website. Many questions are answered at Flashforge's English official website -
www.flashforge.com.

Flashforge's after-sales service team can be reached by phone from 8:00 AM to
5:00 PM, from Monday to Saturday. In case you contact us during off-duty time, your
inquiry will be answered the next working day immediately. We apologize for any
inconvenience this may cause.

VAL 24242421111l

m Changing different filaments may leave minor impurities in the nozzle,
leading to clogs. As this can be solved by just unclogging it, it's not
owing to a quality issue. If you encounter this problem during use,
please contact customer support and follow their guidance for
unclogging.

V22242241242 4 iiiiiie
After-sales Service Tel: 400-886-6023
E-mail: support@flashforge.com

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

m Please provide the product serial number which can be found on the
barcode atthe back of the printer when contacting customer support.

S/N: FFAD*****
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RESH

ELHE 2

ENFEE X/Y#i: 0.01Tmm Z3H#: 0.0025mm

TTENR~ B3k 330x330x600mm; ¥XIESL 300%x330x600mMm

A S EIRIEE

RaBELBE 350°C
TEEMER PLA/PETG/ASA/ABS/PC/PA/PLA-CF

PETG- CF/PETG GF/PA-CF/PA-GF

ﬂ]H‘i’Xﬁ: FlashPrlnt 5

?TEITJ-L‘EETJ"Q Uﬁ/l«,{;&lﬂ/Wl Fi

%eﬂ‘]b&fﬁ?% Win7/8/10/11, Linux 3% Ubuntu 20.04 &LAJ:R&ZIS,
Mac os X4 10.9 RUAEARAR

BEMTRRR 73

REFE 70kg

EHMZEER >1330*1330*1352mm
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2. EBMHMRNEED, EESXERIPIHO—EFEAN ':j‘]:m ————
FTENHLBYIPHEHE B B Eh43 . IPHEIE O] AFENL SR E91S S
BERETE. MATHATEER, EERMEERY
[ZNEFHRE, TEETONEERS.
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3. B A RMERG[REETEN]., TENFRHTRASESETE, EETHEED
FHAITED.

R TEHLERN NG BREERNMEBRER —TNED, STUEZERRID,

D BEE NG SEW TAD BHH)

4.5 X% USBIRE

1. REHELURITE, B FHOXMH (*.g/*.gx/*.gcodefBH) REZEURE,
2. BUERBANIREUSBEO,

T 1

=

_\\

3LHATENRE, EMER EREER BHANURXHRE, EEX XA TTTE],
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4.6 =3THD

N =FTE]

1LITARSE=ME, TMKS, E3mENERs, NUZREA,
N$Z: https://cloud.sz3dp.com

&> FlashCloud

& &m BasTEN PO EEIIN g TEnis | EITEDN

HEOHTEN TEDHLEHR ’ S

o SEITEDHL

FrEFRBLARS

FTEDNBTR

RIS \ |

EMS

& mas | |

2. RE [HOITEIN] - RINFTEDML],
ERMITEONREES EMS[ZEMB], ATONENET, fEHRER,
EITENBNNE=RE.
& FlashCloud
& 'R HEITEIN @ FINITENHL HFFTEN AR, ERIMITEDAL
HEIFTEDH - EMS B3]
iR I ‘ Guider 3 Ultra XXXXXX Guider 3 Ultra
HNES
oy mEE




3. EBBEREE—MEE, HEEACHEEXH (STLXH) , REfTHHEANERES
WIERE.

& FlashCloud = ®v

& BR
. User
2023.3.3

SR 3DITEIER
D nomz R
EELE
& mEE

176D

4. FEATENNB RO TREE D, TTRUEREBRTRRITEES BTN, (FTENALL RN
B FTEN)

BR =] - Flashf o
& R tashforge v RERE  THER
B ResTamn [+ sa] [Swe] [ &%
RO
150 150
) 1 £ e— ] —
= nwEs X °
@ WEE -150 150
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5. REREFE, HEPHNITENS BT RATRRITENRE,
& FlashCloud [Ed ®v
& BR

HEFTENHL

* Flashforge w

FIREE

2) BvHE 0 h 0 min
REES 0%
& maE

o <o 0O s

21°C/0°C 21°C/0°C ¥ IE%

m)) TN NGEEN

Polar=3TEp

1. TFPolar=Mik, FMKS. Polarz: https//Polar 3d.com \
POLAR e Explore Connect Design Make Help Shop Jal P
Member since 03/18 | 0 cloud prints and counting
Community Cloud Stats
o 121 129,523 370,629
countries members prints
'% Polar Cloud Update - Basic Print Settings
Dean Morris published on May 23, 2018

Recent Community Objects

- 5 Polar Cloud Release Notes, March 2018
L =+ dnewman published on Mar 30, 2018

2.BRE, REALALEENR, RE[Settings], ERE TAKIIPIN Code—#, BRE
HFHMEPING,

Location

Biography

Website URL
http://www.example.com/profile

Email

+ADD Email
PIN Code *
XXXX

65




3.%Guider3Ultral2EM%EE, HAZFERH (RERE->TFE) , fTHPolarzFx
(POlar=fTHERXEERAZRE) . ETHNKSHPINBEZRSBEANZE FMPolars
HESHNKSS5ZHEEBENPING, RERE.

4. EERHRE, EPolarzMItERMITUERITENNER.

5. EMIEE R EFNEBER P RE[Explore], EFETHRIIFZRDRH[Objects].

POLI\?& Explore cmnmiMdﬁ Help  shop n "f
Member since &5 Obkots

0 Gumiculum

B News
C | Printers

6. mIE[MY OBJECTS], AERE[UPLOAD] LIEHEEL,

PO[A?G Explore Connect Design Make Help  Shop 0 £

MY OBJECTS OBJEGTS SHARED WITH ME GOMMUNITY OBJEGTS

I AlMyObjects ¥ What object are you looking for? M

7TRBELANBENMHEREERE KR EEREXEEER LERE, RERE[UPLOAD]
L&,

POLA‘@ Explore Connect Design Make Help Shop Ja '(?
UPLOAD FILES X

UPLOAD

Roa

Drag and drop or click to choose a file
allowed file type: dwg, dxf, hex, obj, pdf, scad, skp, stl, svg, txt, xisx, xml
allowed file size: 128 mb

GLOSE GLEAR UPLOAD
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8. mE[PRINT],

POLAR é: Explore Connect Design Make Help Shop

Printer FFODD575

PLAGEMENT

%  bigheartpinshort_4off.stl

9. RE[START], TENNABTES TH, THRMSHIAITED,

Explore Connect Design Make Help Shop

POLAR &

FFO00575 ™

Serial Number: FF000575
Status: READY TO PRINT

00:00

3 jobs queued

Nuka_cola_-_keychai ;
“ n
{

®

Slicing completed

Nuka_cola_-_keychai §
n

0

®

slicing completed

‘{ fen‘u:ucgﬁ @hotmail, ‘{ tenguch@hotmail
@ 8 @
L com # com

Job 1|3 hours ago Job 2|2 hours ago
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GGODEJOS  BULDPLATE GomMM ANDS MANAGE

0.0%

00:00

FILAMENT USAGE
0.00m

bigheartpinshort_4off

b )
e

slicing completed

tenguch@hotmail,
W =

Job 3| a few seconds ago



4.7 BRAERESE

LIRS X, EREE L ATER {oF (RE] #ARSXIRE, KBNS

TNEESTFH .
o % | @ | 8] @
i e @©
O @ wm @
o] A mx
* | Dlws
®

2. 1% & 5FlashPrintiE & F o] LAfEFlashPrint -[SHEH P BRI INWMEE. ENES
FMPolarmth o] fEABKLAIINEE,

4.8 fTENR R BB IR

- MITEDES EBIRREN, BEIRRESHTARNEBEE. KNUEERRE

=l FHRSEEEEGRBATARE, RERRETTEAREGTS0C, AT
ReBE. BREENUMEAREFE, INSHERRETE.

TENEME, KBFEEaRETER2 D 8iHn
FHEHESERS, REENFAR,
REARINEMITRTRE,
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RTHEBEEHRFARRERE, BEOT:

1. ERUERREHMETEERDENENMR, TREB/AREAN,
2. B EPHNEEEEERERR.
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hi&E: ¢
B . ZHI
LIS S

ey ZEGSAEMFHR, VIRERUIE
takaeall ToREHE AN, UWTFRAMERAN.

Vil

5.1 BESL 43P

5.1.1 D% 4 14 5 R

ERER

1T A#H R MBS,

2 R EREAMGRD, B
ELEA A,

3. RN REAGRE X,
MREEAKRD,

5.1.2 BELiEsLE

FaiE— BARESL, BEAMAZEMEAMBEE, KHS4E, RERF, KbE2H,
RBEHHANRE NI HTRE,

FEZ: AEHREXY, SETREAHRESTIERBEEAN,
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MBRZBRHFHIMAE, TRUFEFHIEHZY,

BRUEWT: BEFHE LT, SHKRSELNERMRLANEEF HENMMRL
7T, #MHHFHSERERITARGBEFERIE—ERT). BFHEEEN
THBRLEEEMREFHS(TEAFHERHTRRE), IRTRFUSH, o
USREREAG, BRASTERHSERBREEFERFERBANEIL,

RETFLFHEEERZ, ENRXLRHSWUKREEHFIT LRE, RERF
B H G &R E E AT,

FHBETRL <

R

BALRRE
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52 FEaFHERME

AP—REFHTIERE, YREFEELIENREXEBNAFIMEERNEER, TR
FERENTEECZIRR, BNFEHTVNENTFERAT,

YL LEruURRNSREERAR, BTTRNBRE.

BIEMT: RIHATRMEIN,
WSBHERRYE, RTRRELIRITES.

1L BIENTESERBISENNTNVE;

2 REFERBNEREREELR;

3. RN RLZANMS B4 (FELIRPFENLRNHE, BORLITFREEITS—R);
A REREMREATINEMEZENESAI6MMBEFIFESEONTRLZ), NMHH—H.

BREFERURMRIFEI6MmMESR/E,
BEFPENMRLKBAREETLEE, &
FEERERE, HEPIRLENHE

BLRHE, THRBLIRILARY

BEF, ROTRBTREBITS .
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AR RRET16mmE

REOMTALNTEEWRATBEMENES,

FARYIRKRE,
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BINE: Q&A

1: ERBEEERERERENG?
VAL 24242421111l

: REHTENARR, BiLiEn), BITHN—HEMEEHLEAN?
1. MBSLE, BMANLHETEEAERL, 5%, EEAEHLIRE, BEELHMEL
ot ;

QEEMARTEL, B2, BRARBEES1.2,
SIS LSS S S/ /S
Q3: {THNANBEESFEeEMUERSIEEFSIHTE[REFS]

BAD? WEIFFE?

BRAREE21-RERE.
SIS S S S
Q4: TLAFERAHEMthMmERZE05?

TEREMSELY, EATARMBSHEEREXS, SELASSHARRE.

VAL 24242421111l

Q5: FmiTEIEM/ETTABEHHRANIG?
I, ERE]RE DI FZIEER T,
SILIIILIIIIIILLS LSS SIS LIS ILL SIS S ILL SIS LSS LSS LSS I IS LIS SIS SIS IS SIS 1SS 7

Q6: ITENABSHHER205?
ABSTEMME R T EBRETIE, BIUTHNRITOEREHEPAR ST BB
B MEHLY, BWEREBRERFRDFRE TN, JLEEDHFEITOPLALS
LZEE

VAL 24242421111l

Q7: TEERREBDXAMAFRAREAN?

AR EMPARETERERLEE, BRTEMFESEROKMS.

FER2: R K BRI EAR 0T BRI R

BRI REREK,

R4 BESTANEBRITA, THMENDR, ERELREEREXLEHLR
ETH BT AR

RS WAFARTRE. TEABTRENLE, BURTRSRRNANAETL,
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Q8: FTENEE Y& 51 IR 152
F—E. THERNHLZERS, TORNRRS. EERMANEET, HE5T
BROKEHIIEIEN, EEEITENGERFOMMETS L, RERAEEMITOMRNE,

VI L2222 222 2202202000l 2 22 2l A
Q9: BAUBERAIITEXY, REERZANXHYXEAN?

UBKRARER, REIISFATIEOGRS, BBURIEUAMFATIIER.,
SIS S
Q10: Wi-FiEEREEAM?

1LIEREWI-FIZREESBRKTH, NRE, BERXZEBREHR;
2. ERERBREEIFRATH, URE, BERZEBRER,

Sl S S S S S SSSS
. ~, =
Q11: EHEHIREm,

BREETHNEFE G ETBIN, BLEFEK.,
SISl
Q12: AHAFNEEBRE?

MERINFNGE, SERBEAEHSE,; TUBERREFAR,

Sl S S S S S SSSS
Q13: EVMREEIHEANBEEERERE? RSS2

BMWEECWE, BSLR44, 1.5V, RT11.6*5.1mm,
#ABE: AGI3/A76/L1154,
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BEtE: BEM5%EE

NFEBUNEERSARRUSABEAESFT, FEREAECRRELEALR DB NIE
fAEE, MRELTENAFAFRPRBER, ETLUEANRMNNETS RNIERERBEOBRRTT
Z®, HEBELBIFERRRAL.

EERMNNEMD TR — L8 LaBAMIRBEMERS %, BNFS TR0 AERER RS
XEAMiEwww.sz3dp.comBE| R,

O UER—BAANLEF8: 008 FTH5:00 B BIERKRNEFESHN, AEBREEA, MR
BETHRHERRRN, RESETTIILFENE-—NESERER., BERRE, RNASEK.

VAL 24242421111l

_—— AFERFANLE, SHLBARBEERLDERELESE, REGHNT,
M FETREIE. EHPERANGEZNYE, EREER, HESENEST
ERBEIE.

Vil

ERRESHLL: 400-886-6023

#i% : support@flashforge.com

AT I SEMERXWIEK18S

Rn: BRREREN, BRUFRFIS, RITONEHMNRESE

S/N: FFAD*****
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Follow us

Zhejiang Flashforge 3D Technology Co., Ltd.
Address: N0.518 XianYuan Road, Jinhua City, Zhejiang Province, China
Service Hotline: +86 579 82273989

support@flashforge.com





