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When unpacking, please check the packing list to ensure
that no parts are lost ordamaged. If any, please contact
our after-sales personnelimmediately and we will reissue
them foryouinthe shortesttime.

Please usethe machineinaventilated, dry, clean and flat
environment.

The machine contains high-speed moving parts and high-
temperature parts. Children are not allowed to use the
printer alone.

Partof the accessories are consumable, the warranty time
is different.

Inan emergency, you can turn off the power directly.

Ifthe user's unauthorized modification or disassembly
causes damage to the core components of the machine,
thesituationis not covered by the warranty.

Video, software and otherrelated information are stored in
the TF card, please check.
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Introduction &&& 7

/ . . .

01 Elfilamentrack . 08 Base aluminum profile » 15 E2filamentrun-out detector . 22 Elfilamentrun-out detector
E1RIZE [ PESR B4 E 2B HE T 28 . E 1M AHAG M 28

02 X-axis motor assembly : 09 E2filamentrack : 16 E2 extruder © 23 30Pin cable socket
XahEB A 4A 4 E2K}15 E2 HF N 30PinHE& GO

03 X-axis leftslider 10 Printhead component 17 Filamenttube 24 Screw rod
Xeh A B IR FTENSK BE 225F

04 Auto leveling detector . 11 X-axisrightslider . 18 X-axis aluminum profile . 25 Z-axis motor
B =h VA AL 2R XihE B IR Xaha B . ZHEB A

05 Gantry © 12 Printing Platform © 19 Y-axis limit switch © 26 Y-axis motor
pARES SEhy) FENES Y3 PRI FF X : Yid e H1

06 Y-axis aluminum profile © 13 Touch screen © 20 TFcard and type-B to USB slot © 27 Power cord socket and
Y38 844 : fib 1% 57 : TFEFMUSBIED power switch

07 Powersupply . 14 Large leveling nut . 21 Elextruder "BIIE R SBIRFT X
IR VR3S E1HTHIMN

.




Parameter ig&£#

Print parameters TEN Sk

Printsize FTENR 255*255*245 (mm)
Printaccuracy TENRRE 0.1-0.3mm
Print principle Nl R 32 FDM (Fused deposition molding /AE4 TR AL EL )
Nozzlessize T R~ 0.4mm
Nozzle quantity LU 6= 1
Print speed TENRE 20-150mm/s (Advise 60mm/s i 60mm/s)
Position accuracy IEEE X/Y-0.00625mm, Z -0.00125mm
Filaments support MM PLA. ABS. PETG.TPU - - -
Temp parameters ;ZE S
Printing environment temp ~ FTENIRIERE 8-40°C
Nozzle temp R E 275°C (MAX &2 K)

Power supply EiES%K

AC110/220V 50/60Hz DC24V/360W

Software {4

Slice software PIaENGS Tronxy. Cura. Simplify3D

Input format BRI .stls .obj

Output format BHER .gcode

Connection EEAR TF card, USBtype-Bcable TFf.USBtype-B
Machine parameters #128&%k

Machinesize HEsR~ 670*475*535mm

Package size BERSS 620*500*225mm

Machine weight HBRES ~12kg




Packing List@#&i5¢

-

i 2R

M5*45 screw *4 Filamentrack *2 E2 extruder E2filament run-out
M5*4548 4 *4 %R 2 E285 il detector
E2Bf R 6 0 25
Base Feed tube PElI magnetic steel plate 0.25KG Filaments*2 Power cord
kg PEIBZ I R (Random color) iR
JESFEE 0.25KGHE#1*2 (R &2 B 1)

ol

Cardreaderand TF card Type-Bto USB Cable Tie Allen wrench
FEEBRMTFE B (Random color) HABIRE
L (PENLER &)
/>
Gantry L-shaped Allen wrench Wrench Screwdriver Limit switch (spare part)
yARES LERAARF RF —FBLT) PROIFF X (B )



Working Principle of boat nut fAZUUESH T (F/RIE
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Loosen the boat nut on the filament rack slightly, pay attention not to take down the nut, then put it
into the groove of aluminum profile in parallel direction, and tighten the screw clockwise quickly,

making the boat nut stuckin the groove of aluminum profile at 90 °.

PR T RIZR ERIRREUE S, ERERNTES, AEFITHRABNBEMEENR, IR HiRET RIBL, F15M

BB FI0°REREMBIEN,



Machine Installation =@%%#

Base
[REE

Allen wrench
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1.Remove thetouch screenonthebase
YT IREE LR iR 7

¥

Loosen the two screws here

FAFF It b B 7 514 22

Remove the touch screen
YRR B



Machine Installation =m%#

2.Asshowninthe following figure, adjust the screws and boat nuts pre-installed on the touch screen
T EFRR, AR ETEMER LR LTMEIES

Thetouch screen just taken off Remove screws and boat nuts

MIER T BOARIR R BT IR 2 FIARENE R}

Installit back as showninthe figure Installation completion diagram
MEFRRELEE ZETHTEE
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Machine Installation =m%#

3. Correctly install the touch screen on the base
BHIERTEERE L

Install the touch screenin the place of circlein the figure Putthe boatnutinto the groove
Bz R LR EETERNUE ST sl RSy ONLILE [

Tighten screws Tear off the screen protective film
7 ITRIEL s R R RIPE
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Machine Installation =m%#

M5*45 screw *4
M5*4588 22 *4

L-shaped Allen wrench
LERSNARF

4. Rotate the screw coupling clockwise to raise the x axis above the middle
IR+ HE % 2 4T BX S 2% , SEXE A B ER L |

Back of gantry ZZI JZEE




Machine Installation =m%#

5.Install the gantry to the base p d
R ] q RS T

Installation diagram

Asshowninthe figure, move the machine to the edge of
the table to expose the screw holes at the bottom.

WEFR, BNBEHERFiA%, BHRIERLZL,

Insertthe M5*45 screw into the screw hole from the bottom
EM5* A58 22 MR BRI N IR 227,



Machine Installation =m%#

| WRE——
e

4

Align the screw hole at the bottom of the gantry with the protruding screw
and tightenit by hand
BRI IREEAVIR L3 O HAV R, BFiITE

Asshowninthe figure

WE R

10
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Machine Installation =&

Afterinserting another M5*45 screw, tighten the two screws with awrench
BAS—FM5* 4588 4 5, AR FIT EMAIR &

11



Machine Installation =m%#

Move the otherside of the machine to the edge of the table as shown Inserttwo M5*45 screws and tighten them to complete
MEFT, RN S —NBHE KR Fiis theinstallation of the gantry
BARBMS 4588 2217 %, ST/ R

12



Machine Installation =m%#

13

Filamentrack *2
52

E2 extruder
E25F N

E2 filament run-out
detector

E2UfTiHa N 25

-

Allen wrench
RARAIRF

6. Install filamentrack, E2 extruder and E2 filament run-out detector

RRFIZR, E285F h A AN E 28 40 28

Install the E2 filament rack on the right

* RRANE2RZ

Use a hexagonal wrench to tighten the two screws clockwise
ERRSNAIRTE, A i E PR



Machine Installation =m%#

T e

AR

Installin the position shown in the picture
REREEFHUE

Installthe E1filamentrack onthe left
RELIDELRIS

Use ahexagonalwrench to tighten the two screws clockwise
ERARNBIRTF, N it ERmHE 2L

14



Machine Installation =m%#

Installin the position shown in the picture Installthe E2 extruder
REEEFHNUE REEE2HT

15

Use a hexagonalwrench to tighten the two screws clockwise
ERARNBIRTF, IR T ERAIR L




Machine Installation =m%#

| Install E2 filament run-out detector
X . RIEE 2T RG2S
The filament run-out detector is
S ——— ¢

installed right above the
extruder, and the feeding hole of
the detector is vertically aligned
with the feeding hole of the
extruder.

HRENELEEFENOE L
75, B ET RS M B M s FLEE XY 5T
Fraiestifl.

Use a hexagonal wrench to tighten the two screws clockwise
ERARNAIRTF, A T EmHIEL

16



Machine Installation =m%#

7.Insertthe connection line
HNEIRL

r

17



Machine Installation =m%#

8.Insertthefilamenttube
HwAEE

Feed tube
EE

Insertthefilamenttubeinto the printhead until the push fails Insertthe other end of the filament tube into the
BEEBNITED K, 2R S E2 extruder untilit cannot be pushed
RRE S — IR NE25T AL, {30

18



Machine Installation =m%#

PEI magnetic steel plate

19

PE B 1% SN 4R

9. Install the PEI magnetic steel plate

9. REPEIFME IR

11

Tear off the protective film on the
printing platform(hot bed)

AR £ BRI BR

Take out PEI magnetic steel plate
ZHPEIRLYE R

Tear off the sticker on the back
I B RINGLR



Machine Installation =m%#

The sticky side appears after the stickeris torn off

AR EE LB —@

Pressitwith your hand to make the sticker stick
tothe hotbed
AFRE—TEMLAEETRRKL

Align the hot bed and pasteit
NFREKME T &

PEI magnetic stickerinstallation completed

PE IR ME NG AR 2 2E 5E A

20



Machine Structure Inspection And Adjustment V& 4& 0 ES5ET

After theinstallation is completed, move the x-axis and y-axis hot bed. If the pulley is loose or
the movementis not smooth, it can be solved by adjusting the eccentric nut near the pulley.

RESTHE, BEIXHM YRR, IR BB EWM T K, 7 MBS B RO E S H#ITET.

Leftslider
VabizEo

Right slider
HIBR

Print platform bottom

) : ; y ! Pulley on the back of print head
FTENF & e 2 Use wrench to adjust the tightness of eccentric nut STENSL IS 753850

ERRF AR

21



Power Supply Voltage Inspection And Adjustment Method &8s FEiE 5% S %

~ A\l
-@- important EEIRF

Before starting the printer for the first time, you must check
whether the power supply voltage of the printer meets the
local standard. Generally, the default setting is enough. For
adjustment, please refer to the following contents.

F—RITARIRR, AN ERRBERS T A LMITE, —REEF
BUARERIR, FRETUSE U TR,

Turnright, the voltage changes to 110V
FHRKkAEELLOV

22



Print Platform Leveling - Method 1 - Automatic LevelingiTENF 8iAF - 55— - BT

R

‘:':‘ Important EE#T

1.Before thefirst printing, the platform shall be leveled.
F—RITENZ /i, BHITWEEHITEAF,

2.Thismachine has two leveling methods: automatic leveling and
manual leveling, and you can choose one of them for leveling.

B EEFNFHRAFERRATER, EFEP—NEITIRAFEIA,

1. Enter the automatic leveling detection interface
B\ B shiEF1e N R mE

®©® ®

@ l Manual Preheat Filament
Tool Print

System @
Fan Stop Z-Offset
Click "Tool" Click "Level" Select "Auto"
RETH” REFFE EEan”

23



Print Platform Leveling - Method 1 - Automatic LevelingiTENF 8iAF - 55— - BT

2.The system will automatically carry out leveling detection

A% B aE TR

mum nlueq of the measured va

lues are marked upon.

Automatic levelinginterface
BahiEF5RE

Ifthe erroristoo large and the leveling fails,
the platform needs to be adjusted for re detection atthe corresponding position under the platform

ured vdue is las= thzn [
The maximum and minimum values of the measured va
lues are marked upon.

Enterthe "Z offset" interface to
perform Z offset operation
(see next page for details)

HNZRE” R\, #ITZRERIE
(RIESAEE F—5)

Ifthe levelingis successful,
the next step is Z offset

WEML, F—THITZRBIRE

Auto level

| 0.305 0. 262 | 0.475
— I
s too large and leveling fails.

' Please continus.

_the error of the me

m’ed value is 1 than: s 6
The maximm and mlm.mam val\.\e; of the measured va um an: i : of the measured va
lues are marked upon. e marked upon.

Checkthe levelingvalue and adjust the nut

RET A, BATLK, BARTEEHHEN (see page 27 for adjustment method)
EERTHE, BRTA THANAENES

(BEAEFEEE2TR)

24



Z Offset Setting z(w#%i4 &

After the levelingis successful, perform the Z offset operation
WTERING, #ITZRIBIEE

Preheat Filament Level

Fan Z-Offset
Click "Tool" Clickon"Z Offset"
AE TR * SR

At thistime, the print head will move to the middle position above the
hot bed,Next, we need to manually lower the print head toAbout
0.1mm away from the hot bed (About A4 paper thickness).
IEBSFTENR 2B Th BRI LA RiEfuE, T—%,
BNEEFhRBITENL TREEIEFHRKRL0. 1 mmAAIREE),

25



Z Offset Setting z(w#%i4 &

Z Offset

Z Offset

Select the distance you need to move,
itisrecommended to start from "1mm"

Afterthe adjustmentis complete,

PERBISHIEE, BN Imm’ F i = : click the " [l " icon

@ Nozzlerises ~ iﬁ%%ﬁi)ﬁ,ﬁi“ " EtRENA]
M B You can put a piece of A4 paperonthe platform,

@ Nozzle down adjust the nozzle to just touch the paper,Push the
Uﬁoug-[fﬁéo paper backand forth and feel aslight resistance.

@ Distance to move with one click Rl —SKAALRTE T & L, 10508 A 2 2 R 4 it B 4K 3K ,
SE—RIETHEES A S B SKRE R 2 B A A B H o

26



Print Platform Leveling - Operation After Auto Leveling Fails iTEN T 43T - B LK EHIR(E

After the automatic leveling fails, refer to the following example and use the leveling nut to level the printing platform
BaRFERME, BEUTHEF, ERBFIESFHTEITENES

Auto level

Adjust the heat bed so that the error of the meas
ured value is less than: 0.6
The maximum and minimum values of the measured va

lues are marked upon.

Leveling failed values

BPRMEHE

( ) ( )
[888] [0:305] [0352] [075] @ 53

| 0.054 | | 0.097 | | 0.140 | | 0.296 |

* Printing platform
TENFE S

|-0.200| |-0.088| | 0.037 | [ 0.254

|—0.262| |—0.286| |-0.076| |0.282| g@ @
. J \ J

Thevalue corresponds to the 16 points on the platform, According to the value, adjust the
Seewhere the highestand lowestvalues are corresponding nut under the platform
HEX NP2 LEY16D 5, RIBHIE, BETA FTAWRNES

97 TERSSRMAKENLE



Print Platform Leveling - Operation After Auto Leveling Fails iTEN T 43T - B LK EHIR(E

r

Counterclockwise Clockuise L@ ) @J @3

A

Ifthevalueistoo large, rotate the nut counterclockwise; ?ﬂﬁﬁk’ L b kel 35 H
If the valueistoo small, turn the nut clockwise. %&{Eﬂd\,]llﬁﬂrjﬁﬁﬁ%ﬁo .
When 16 points have errors, 4 values are adjusted by 1 nut. 16T RHHNIRERN, AT HERLITESHETHE.

Adjust B TIEa T DETSU

ured value is less than: 0.6

The maximum and minimum values of the measured va
lues are marked upon.

After adjusting the nut, Leveling successful
conduct automatic leveling again TR
BETRE, BHITREHEF

28



Print Platform Leveling - Method 2 - Manual Leveling {TENE 8iAF - 55 = - FohiAFE

Before manual leveling, set the Z offset first.
(please referto page 25 and 26 for Z offset setting operation)

FoETZE, BEHAITIREZE. ZRBZERFIEEE$E25.2600)

Manual leveling operation
Fahif FHIRIE

Manual Preheat Filament Level

O, @
N
Fan Stop Z-Offset Back
Click "Tool" Click "Level" Select "Manual"
mRE‘TH” =& BAE =i “Fah”

29



Print Platform Leveling - Method 2 - Manual Leveling {TENTE 8T - 55— - FhiATE

a under the
platform to e e e the extru
sion head and the

Click the four points ABCD in turn, the print head will move to the corresponding position,
and then adjustthe leveling screw below the corresponding point, so that the distance
between the nozzle and the platformisabout 0.1mm.

(about the thickness of A4 paper)

R R HABCDIE AN =, FTENA B ohEIXT N AL B, AR BETH I N R T ANBTIZES, ERESTE
MEEELR0.1mmAEH,
(B HALEEE)

Observe the distance between the nozzle and the A4 paper, and adjust the leveling
nutunderthe platform.

MEEIESAARNER, BT TETHANETES,

@ Turn the nut counterclockwise to lower the heatbed

WA IEAR IR, AT FRARHRAR

@ Turn the nut clockwise to raise the heated bed

Bt hEd% 42 &, AT A SRR

You can put a piece of A4 paper on the platform, adjust the nozzle to just touch the paper,
Pushthe paperbackand forth and feel a slight resistance.
(Adjust other pointsin this way)

B —KAARTE T & L, 15050 8 B 2 I 47 it 248 3K, B /S HEB AL oK BE R 2RI R HFE I B AT
(FZL SR FAREMIR)

30



Load And Unload Filaments E# 9 ENR

Note when using 2-in-1 print head
FERAZETE KRR EIR

L
~

-

7': Important EZiEw

El—>r. <—E2 : E1—».

Ensure E1feedingand E2 returning before each printing, asshownin the leftfigure, otherwise it will lead to blocking.
BRATENRII R HRRELE L E2R K, (I E BT, BN &S BUER,

31



Load And Unload Filaments E# 9 ENR

N

-": Important EE2R

When using dual filament, it is necessary to pay attention to withdraw the existing 2R WFEMT, BETE, EEITELRNMENFEMEL, F
filamentin the print head first, and then feed the filament on the other side; BB —MBIEAHEN;

Feeding the filament on the other side without ejecting the filament may cause the  ynx38 Wi 43012 N\ S —MIBYEEM , ATEES S FITENSL 230
print head to block. R

Please see the next page for details. AR E T—F.

Referto the picture below to distinguish E1 and E2 filaments
SETHER, ROEIFME2FEM

(EZ filamentrun-out detector
| E2uiRiems

E2 filament
E2 §#£47
( E2 extruder }

L E2 £

Elfilament
E1 %M

Elfilamentrun-out detectoh
ELiRHRME

[ Elextruder W

E1 BT )

32



Load And Unload Filaments E# 9 ENR

1.

33

Install the E1 filament
REE1FEM

-
Insertitinto the filament detector first, then press the elastic buckle of the extruder by hand to push the filamentinto the extruder.
(Just push the filamentinto the extruder, without pushingit to the print head)
ST BTRHE M2 E N, BB FIRESTH AR 0, KAEM AT H.
L (REBHEMBENGHALENE, RHEBHEMMESIFTENLAL)




Load And Unload Filaments E# 9 ENR

2. Installthe E2 filament
REE2FEM

L . - " '
PR p e ¢ EA G

(Just push the filamentinto the extruder, without pushingit to the print head)

Jo MEREHS T ESHE N, BB A FHREST AL 895 40, FFEM N BT o
(RERFEMENSTHANE T, RRGFEMHEETED K A)

Insertitinto the filament detector first, then press the elastic buckle of the extruder by hand to push the filamentinto the extruder.

34



Load And Unload Filaments iE#B92EEFER

3. Preheatnozzle

\\\\\

mém

Manual Preheat Filament Level

®E @O

Stop Z-Offset Back

Click "Filament"

RE TR e

Click" w/0 "tostarthea
i N 7 107

ting

Wait for the temperature to rise to 200

S RERF F200 MR s

@ (E1-/E2-):indicates retracting filaments

@ (E1+/E2+):indicates feeding filaments
(E1+/E2+) B HiEM

35



Load And Unload Filaments E# 9 ENR

4. Extrude and retract E1filament
FrH B HE 1324+

CLLLLLLLL LKL

Until E1 filament flows out of the nozzle
SIS HTHE 1R

After preheating the nozzle,
click"E1 +"tosend E1 filament
ARG, =& “E1+"ENELFEM

Wait for E1 filament to be sent to the print head
EREVFEMBIENITENL

Click "E1-"toretract E1filament
M “El-"IBHELEM

Click the Stop icon to stop retracting
REYS "B, FIEEH

Elfilamentcan be pulled out from the print head,
anditdoesnotneedto be pulled out from the filament tube

E1FEMIB HFTENKEIR, AR HHKARLE 36



Load And Unload Filaments E# 9 ENR

5. Extrude and retract E2 filament
FrH B HE25EH

Until E2 filament flows out of the nozzle
SIS HE25E M

After preheating the nozzle,
click"E2 +" tosend E2 filament

FRABIEE, M “E2+" X NE2FEHM

Wait for E2 filament to be sent to the print head
EREE2REMBIENFTED L

Click "E2-"to retract E2 filament
| “E2-"IRHE2FEM

Click the Stop icon to stop retracting
RE I B, FLIERE

E2 filament can be pulled out from the print head,
anditdoesnotneedto be pulled out from the filament tube

37 E2FEMR HFTENSKEN L, AR H AR E



Print Test fTENNis

Note when using 2-in-1 print head
FERAZETE KRR EIR

L
~

-

7'3 Important EZiEw

El—>r. <—E2 : E1—».

Ensure E1feedingand E2 returning before each printing, asshownin the leftfigure, otherwise it will lead to blocking.
BRATENRII R HRRELE L E2R K, (I E BT, BN &S BUER,



Print Test fTENNis

1. When inserting the TF card into the card slot of the desktop, make 1. ETFREANZEFIEHN, BEEEEH L, A2R N
N sure that the metal surface is facing up, and do not use too much  jz 7Z# R TFEel TR -EIEA R ;
force, which may cause the risk of damaging the TF card or the card

slot of the motherboard,; 2VMRBEEFFEWTFR EHAE, IEEBNEE, £/ FAT32
2. 1f the contents on the TF card cannot be read, please restart the BAEER;
machine, format with FAT32 and try again; S ATEMEBE MR AN TITEE;

A BETEMBIEREETFRIRERT, FEETFRPR

4. Save the data to be printed in the root directory of the TF card. Do N e o = A . .
not save other folders or files in the TF card. It is better to name the EEMX#%IX{#’ AR BHTFHE G-CODE XfF

G- CODE file name with a number.

3.The printeris compatible with other TF cards of the same size;

stallation In

ﬁ Cura Slicing Software
. CH340G USB Drive

Click "print" Click to enter the folder Select atwo-color model folder
HEAR FTEN mEBAX ML (orother folder)
RN EAEE S (S E A %)

TRONDCY Printing FRONXY Prin
Two-color traffic sign. geo Two-color traffic sign.geo

@ 655 ¥:133.0 Z:0.1

_0_28/50 *23/0 v,,

=

@ 0:0 B 0:44 @ 0

ONONG

Start printing After confirming that the file is suffixed with. gcode, Selectone of thefiles
FFIaFTED clickthe "[@"icon IR E h— AN
39 BAX#ERE, 2E - B EtF

Two-color Tai Chi. gcode




Print Test fTENNis

Possible situations and solutions when extruding filament

Bt HFEA Y 7T BB HH LAY IE R DA R R AR B 707

Nozzle Filament
1 e vl

|

The distance between the hot bed and the nozzle is
too close, you need to adjust the Z compensation,
press the arrow 1 in the figure to compensate the
difference.

RS IR B K, FEIFEZAME, REDRF K 1M

Two-color traffic sign. gec

@ 655
H=i Pmno T—
Woau Do
» =
Page displayed when printing
FTENHRBITIE

@ o0

Nozzle Filament
e 1
T e
}

1§

The distance between the hot bed and the nozzle is
too far, you need to adjust the Z compensation, press
the arrow 2 in the figure to compensate the
difference.

PRSI I, TR ZAME, RE R 2MMEEE,

Real time adjustment page
KBS IETI DIE

N:)ZuZle Filament
L o+
}
——

Proper nozzle height
Good extrusion and adhesion
SIENEESERIFOSTHAKME D

Hot bed temperature, printing speed, nozzle temperature
can be adjusted in real time

A UKW AKEBE. FTENEE. BEEE 40



Slice Software Installation Steps 1/ = &R E

1. Install "Ultimaker_Cura-amd64"on the computer, double-click to install the software,
and follow the prompts to complete the installation steps;
ERM ERE“Ultimaker_Cura-amd64” , WERERH, KRRIETTERLELS R,

2.Add aprinter;
ARINFTENML;

Network enabled printers

Extruder 1

Local printers

Ge
0.4

Configure setting visibility...

Add Printer...

Manage Printers...

OSettings —> ePrinter —» eAddPrinter...

®E FTEDM HBATEN
How to change the language of slicing software N
PR RE A ERIES (3 preferences
General
Eile Edit View Settings Extensions [HiE{= =015 Settings General

H - Confi Cura... Printers
Ultimaker Cura s e ARE | > Materials
Profiles
ko @ Generic PLA @ Ge
I

Language: English

oY X¥-2 PRO 2E #2

: Theme: M timaker

J
Preferences —» Configure Cura... After selecting the desired language,
RIFIZE EZ&ECura restart the software

ERGFEENESE, RERIAGAA

41



Slice Software Installation Steps 1/ = &R E

(G Add Printer

Add a printer

Add a networked printer

Add a non-networked printer

~ _Custom

@ Custom FFF printer
) Smoothie Custom Printer

Manufacturer Custom

I Custom FFF printer

> Abax 3D Technologies
Alfawise

* Anet

Cancel

7 101Hero T

*  3Dator GmbH 6 Printer name ‘ X¥¥-2 PRO ZEI
*  3Deometry Innovations

*  3DMaker

> 3DTech

o
J

Add anon-networked printer —p e Custom FFFprinter —3
#%3% “Custom FFFprinter”

A RINKREXMITENH”

—» @ Add
SR

@ Enter "XY-2 PRO 2E"

BN “XY-2 PRO 2E”
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Slice Software Installation Steps 1/ = &R E

=y Add Frinter
Machine Settings
XY-2 PRO 2E
Printer Extruder 1 Extruder 2
Printer Settings Printhead Settings
X (Width) 255.0 mm || Xmin =20 mm
Y (Depth) 255.0 mm || ¥ min -10 mm
Z (Height) e 260.0 mm || X max 10 mm
Build plate shape Rectangular ¥ max 10 mm
Origin at center Gantry Height 260.0 mm
Heated bed e Mumber of Extruders 2
Heated build volume Apply Extruder offsets to GCogle 1
G-code flavor Marlin e
3
Start G-code End G-code 5
G28 :Home M104 S0 1
&
7
]
e Enterthe machine print size and select "heated bed" —» 9"Number of Extruders" select "2"
BN BT ED R~ #2935 “IOFRER” ‘PR B EE 2"
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Slice Software Installation Steps 1/ = &R E

= AOd Priter

XY-2 PRO 2E

Printer

Mozzle Settings

MNozzle size

Nozzle offset X
Nozzle offset Y

Cooling Fan Number

Extruder Start G-code

Compatible material diameter

®

Machine Settings

Extruder 1
0.4 mm
0.0 mm
0.0 mm
0

Extruder End G-code

Extruder 2

@ SetElprinthead
REEITENk
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Slice Software Installation Steps 1/ = &R E

45

= AOO FIIET

XY-2 PRO 2E

Printer

Mozzle Settings

Mozzle size

Compatible material diameter

Mozzle offset X
Mozzle offset Y

Cooling Fan Number

Extruder Start G-code

Machine Settings

Extruder 2

Extruder 1
0.4 nlhy
0.0 i
0.0 i
0

Extruder End G-code

@ Set E2 print head
R EE2TENk




Slice Software Installation Steps 1/ = &R E

3.Import the configuration file "Two-color printing profile (XY-2PRO-2E XY-3SE-2E)" in TF card"
SANTFERMELE X “Two-color printing profile (XY-2PRO-2E XY-3SE-2E)”

= Unfitled - Utimaker Cura

File Edit Wiew Settings Jagefsions Ji=i=l=ll==1

12

Ultimaker Cura

@ Generic PLA

(] X¥-2 PRO 2E

Configure Cura... E

PREVIEW

@ Generic PLA

/é Preferences

ral
Settings General
Printers | Isterface

Currency: |€

| B A~
Language:  Fnglish

Profiles | L £ v

@ Theme Ultimaker 3

Fou w1l need ro resrerr rhe appliestion for tdese ehanges to feave effect
Slice automaticallss

¥ierport beharior
¥/ Display overhang
V| Display model errors

Center camera when item iz selected

Invert the direction of camera zoom

Zoom toward mouse direction

Enzure models are kept apart
| Automatically drop models to the build plate
v Cention message in goode reader

Foree layer view compatibility mode (restart required)
V| Reztore window position on start

Camera rendering

~

Parsnartive

\]]afsults

Clase /

/G Preferences %

General -

surngs | Profiles

Printere || Activate | Deplicate | Eemove e Tt
Waterials |p oo Xy—2 PRO 2E 43 Fine

Default

Extra Fine Update profile with current settings/overrides
Prne R

Hormal Discard ewrent changes

Iraft ) X
Extra Fast Your current settings match the selected profile
Coarse

Extra Coarse

Custom profiles Global Set | Extruder 1 | Extruder 2
Two—color printing profile (XI-
Setting Frofile Current Unit
Defaults Cloze

@®rreferences —» ConfigureCura... —» @ Profiles —» @ Import

RERIFIRE”

wE“Ee&ECura...”

AREBREXH RESN
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Slice Software Installation Steps 1/ = &R E

English documentinstructions

R XiEiETE
‘ XY-2Pro-2E Installation Instructions
* | ] Two-color printing profile (XY-2PRO-

( ) | | Two-color Tai Chi.gcode

CH340G USE Drive D T | T C k d

Cura Slicing Software * wo-color Tone Cupcakes.gcode

one color print file DTw:::-c:::l::ur traffic sign.gcode

Two-color print file N J

’ \{

Extra Fine
FPine

Hormal

Than s Lo

Cura ? *
[

Successfully imported profile Two—color printing profile (¥Y-2PRO-2E
KY—=3SE—ZE).

(L S

47 @ Use the computertoread the TF card, find the configuration file in the TF card and import it



Slice Software Installation Steps 1/ = &R E

Ve

Chinesedocumentinstructions
P XX s RE

®

‘ HY-2Pro-2E B30 E V1.2

e N\
\ 4 [ e geode
CH340G USB Drive I:JI W EzrEEiT.gcode
Cura &4 wp | || WEEETH (XY-2PRO-2E XY-3SE-2
SEITRD | ] MEHR.gcode
Ee5EE L )
TEFTEHER *
4 Extra Fine N
Fine
Hormal
g; G Cura ? *
Cno
aa o ERSAEE TEMEI (-2PRI-2E KY-3SE2E) e
T
7 —
| o |
g J

O rrrEnmm RATFERNRE AN S
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How To Use Slice Softwarei##& {5

1.Importthe modelandsliceit (taking the two-color model as an example)
SNER#ITH R (MR EEE T F)

(3 Untitled - Ultimaker Cura - [m] X

File Edit View Settings Extensions Preferences Help

Ultimaker Cura PREVIEW MONITOR

[} X¥-2 PRO 2E @ Generic PLA @ Generic PLA =% Two-color..t-0.15mm B 20w (& off & OFf

e
Print settings x

Profile Two-colar printing profile (X.

Extra Fine - 0.06 mm

P Seare) Fine-0.1mm
5 Normal - 0.15 mm
= Qual

wall  Draft-02mm

Top/  ExtraFast- 03mm
Infill  coarse- 0.4 mm

Extra Coarse - 0.6 mm

Trayl  Two-color printing profile (X¥-2PRO-2E )(\‘-355-24

. 2D
k-

C
& Supg e
& Buile
S5 Dual

Manage Profiles... Ctri+)

Recommended

P@OBO

@ ciick Profile” s# mEH

9 Select the configuration file "Two-color printing profile (XY-2PRO-2E XY-3SE-2E)" that you justimported"
EENSNAYEE B X4 “WE AR E X (XY-2PRO-2E XY-3SE-2E)”
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How To Use Slice Software##& {5

OO O OO Ter P T O e

File Edit View Settings Extensions Preferences Help

Ultimaker Cura
D XY-2PRO 2E > @ Generic PLA @ Generic PLA
!

1

o Import atwo-color combination file
SAN—IRNEHEGXH

" |
SESSSEES

Cenfer Selected

Deldte Selected Del
Mulfiply Selected Ctrl+M

Print Selected Model With:

= St

: Extruder 2: PLA - empty Ctrl+2
| Selasi-fi-biadals il
Arrange All Models Ctrl+R

Clear Build Plate Ctrl+D
Reload All Models F5

\ 2] g NIl Bl Aol Dy oiel

o Selectamodeland right-clickit.
EREP—MEE, o RRGR

e Select "Extruder 2: PLA-empty" to let E2 print this part of the model
A% “Extruder 2: PLA-empty” fE @ 1LE24TENFTENIX B 3 1R BY
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How To Use Slice Software##& {5

- _
@ cenericria | 3% Two-color.t-015mm (@ 20% ) off ¢h off ~

Print settings

= - | | Profile Twro.color printing profile 0L
| ‘ (0] 2

/| g

e Center Selected .‘ s =
| = quality
@ 015
Delete Selected Del simai o
Line Width 04
Multiply Selected Ctrl+M Walls v
Wall Thickness 08 n
Print Selected Madels With: n::.”lw:::zqnm 2
Compensate WollOversps
v Extruder 1: PLA - empty Ctrl+1 Wi Wal Fow )
PrintThin wats
. Horizontal Expansion o
v Extruder 2: PLA - empty Ctrl+2 okt e
Seam Comner Prference e Soam
Select All Models Ctrl+A = TopBottom
Top/Bottom Thickness. 08
Arrange All Models Ctrl+R pramen: N
Bottom Thickness (1]
Clear Build Plate Ctrl+D sottom Layers ¢
S Overlap Percentage 50
Reload All Models F5 KD
Infill Density 200
.. Jfo Tri-Hexagon
Reset All Model Positions P e
Printing Temperature 2000
Reset All Model Transformations Printina Temoerature Initial Laver 2000
Groyp Models Cirl+ G
Srge oe a
7 (5 )
\ I ran 1 ran N I g
G Hold down the "shift" key and select both models at the same time eclick "slice", and then exportthefile to TF card toinsert the
A “shift” BRI EPFHMEDL printer socket for printing.

0 Right-click and select "Merge Models” RE A7, AEFHXFETFRA, BRI

AT RAER, B AHER
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Failure Cause Analysis #[& & F 53 #f

+ 1. Machine cannot start 1. NMEEXERBE

1) Check the power line and other wires are connected well or 1) ERREMEMBERTERT.
; not. 2) BEREBERTH A YT,
2) Check whetherthe supply voltage suits the local standard. JREREHERETHRF, RENE,
; 3) Check whether the screen or power supply isdamaged and 4) MEBEE SRR,

replaceitintime.
P 5) I B SRR L4 R T AR

4) Check ifthe wires are damaged or broken.

+ 5) Check whether the power fuseis burntout.

: 2. The contents of the TF card cannot be read 2.EERNTFRRE

1) Check the card readerifitis good. 1) EIEREREET T,

2) Ifthe computercan’ tread the TF card, please formatitand try 2) MR BT ERINTFF, B vEER.
| again. 3) i TF R REEMEN.

3) Check whether the TF card isinserted correctly. N XHEABIELETE, BESS.

4) Thefilename has anillegal character, please renameiit. 5) B EHURFE TF EH B

5) Pleasereplace the damaged TF card and try again.
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Failure Cause Analysis #[& & F 53 #f

3.If the print head does not squeeze enough

53

filamentor can’ tsqueeze any filament.

1) Check whether the print head temperature reach 200 °C above
(PLA), led to filament cannot squeeze, waiting for the
temperaturerisesto the set target.

2) Check whether the filaments are knotted, which leads to
unsmooth feeding.

3) Check whether the filaments or pipes are not inserted in place,
resultingin the failure of feeding.

4) Check whetherthe temperature of the print head is too high,
which leads to excessive softness of filaments and can't be
extruded normally.

5) Check whether the diameter of filaments is consistent with
the diameter setintheslicing software, so that the amount of
extrusion filamentsis not enough.

6) Check whether the filament are blocked by dirt or nozzle
blocked during extrusion.

7) Replace with better quality filaments.

3. MNRATENSKG B HTE R BREM T EF EEAFEM.

DHREITERRERTIATI200°CLLE (PLA), SBUTLTEFE, FF
BEAZEIREBT.

DRERLRTITE, SBUERTT,.
BN LREERT RGN, SBUEHKK.
AHRBIKREERDTIE, SHEME TR, TREBH .

SIMERKLEREDSRREFIRENER B, URFFHKLHE
T,

6) I EFEM B TR ATYEE BT H I BIEEE,
7) BB BTN L,

4. If thefirst layer upwarp
1) Checkifthe hot bed has been leveled well.
2) Check the surface of the hot bed for dirt.

3) Check whether the distance between the nozzle and the
platformistoo high, resultingin insufficient adhesive force.

4) Check the hotbed for adequate temperature.

5) Check thefirst layer of the slicing software to seeifitis
printing too fast.

4. MNMRE—F
1) RERKRES FE,

Q) RERRRERSHE ISR
JNREBESFAZENEBSERE AR, X
4 KRERAKREEERBIEE.
SKRBETRRENE—R, BERARITEIRMRT,

WMENTR.



Failure Cause Analysis #[& & F 53 #f

5. The modelis not easy to take off
' 1) Tryto heat the hot bed to 50-70 °C take off it by the shovel .
2) Itisrecommended to buy TRONXY magnetic stickers.

6.Can’ theatitup

2) Check that the slice software has set the target temperature.
3) Check whether the thermistor wire falls off.

' 7. Motor out of step
1) Checkthetightnessofthe belt, whether the pulleyis not locked.
2) Checkthe currentvoltage.

3) Check X/Y/Z axis motionis smooth.
4) Printspeed too fast.

5) Environmenttemp too high.

6) Need flash the firmware.

1) Check the heating rod and thermistor for poor contact or damage.

5.8 Z R

1) 2RBAKIMAE 50-70 °C AFFRHER T,

2) I ETRONXYRE MG

6. FBEMNA

1) e EMAENAHBARTERR RFHIF,
) EYRRGRBRET B EE.

) MERBEELE

7.BHES
1) EERENE, BHF
2) ELHIBE,
3) K& X/Y/Z iEsh2
4) FTENRE AR,
5) MR RETS.

)

6) FERIE o

EED

CRERE.

ES it
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Failure Cause Analysis #[& & F 53 #f

8.Abnormal motor noise or vibration 8. B R B2 T kN
1) Check whetherthe motorlineisin bad contact, loose or 1) REBNESTIEMAR. MBI IERE,
E wrong connection. 2) BB .
2) Motortemperatureistoo high. 3) BB AR ERIT,
3) Check whetherthe motoris damaged. 4) RIE .
4) Flash the firmware. 5)4TEN AL &,
' 5) Theprinting load is too heavy. !
: 9. Model dislocation and fault 9. IRESEU S HIE :
1) Nozzle feeding not smoothly, please clean the nozzle or 1) BEH R RN, 7575 & 1R S IR A
replace the nozzle. 2) BTN e,
2) Check thatif the printing speed is too fast. N ITLERE, EERIITL,
3) The quality of filamentsis poor, please replace with new
+ filaments. '
10. Abnormal sound and vibration of filaments 10. T £ 7 H A S MHREHIXF B
- feeding motor :
1) Please check whether the nozzle is blocked. 1) BRERERSEE,
2) The nozzle feedingis not smooth, please clean the nozzle. 2) BUE LR I , 1575 S R
3) Whether the software Settings are incorrect. ) RMHIRBERTHIR.
4) Check whether the motor does not work. 4) EBRNETF I,
: 5) Check the motor working or not or feeding gear is not working . S)HEBNEETERNEMERATHE,
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Failure Cause Analysis #[& & F 53 #f

11. Screenrelated questions

1) Noscreen/blue screen, please restart or check whether the
cableispluggedin.

2) Touch screen malfunction, check whether the screws are
installed too tight.

3) Garbled/splash screen, static, ground connection or restart.

12. Motherboard related issues

1) The wiringis notresponding. Please check the wiring
installation.

2) Automatic shutdown restart, may be abnormal firmware or
module of “resume print after power failure” damaged.

3) Lack of heat dissipation, please lower the ambient
temperature.

4) No response due to motherboard damage.

13. Unable to connect to printer
1) Check thatthedriveris notinstalled or properly installed.
2) The serial port was not selected correctly.

3) The software parameters do not match.

11. REHExm&A

1) ER/ER, BERFIRNEMERTIET.
2) IR RS, KEBRLERRETE,
3) ELEB/IN R BRI E R,

12. R XA E
1) BEERE, BREELRE.
2) BENXAER, FTAER S MBI 2 U BB R HTED BARIASR
3) AT R, B ERTRE.

4) EARIA TR L

1) RERDEFEEREEHERRE,
2) BB OEFERIER.
3) M SRR LTE,
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Due to the differences between different machine models, the physical objects and the finalimages can differ.
The finalexplanation rights shall be reserved by Shenzhen Tronxy Technology Co., Ltd.

EESRNERE, SN SETEBMER, BUAKRY S, RLBRENTRNT I ETEHRBERQBME,

TRONXY

[n’ce“igent print for you

A E TR AERAE

SHENZHEN TRONXY TECHNOLOGY CO.,LTD

Wk www.tronxy.com
Official Website: WWW.TRONXY.COM

HE#E :support@tronxy.com
Aftersale Email: support@tronxy.com

Hak SR N X BT EE AT R KRR E23S
ADD: 23 Baoya Road, Danzhutou Community, Nanwan Street, Longgang District, Shenzhen (518100) China

CEFEC @ &5 &
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