TRONXY

Moore X4060

Clay 3D printer User Manual
B&3e3DFT ENA 1 FA 1 B

il

-



User notes FF 7kl

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. Children are
not allowed to use the printer alone.
Itisnotrecommended to use this 3D printer when unattended.

Therecommendedroomtemperaturefor3Dprinters
is8°C-40°C,andthehumidityis20%- 80%. Ifused
outsidethistemperatureandhumidityrange,itmay
leadtoabadprintingeffect.
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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 other related information are stored on
the USB flash drive. Please check.
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Parameter g&£#

Print parameters

Software parameters

FTENS K RESH

Printing principle: LDM (Liquid Deposition Molding) Slicing software:

FTENRIE LDM (& niRm ) TR Cura

Printvolume: Input format:

FTED{ATR 400*400*600 (mm) BAER .STL .OBJ

Printing accuracy: Output format:

{TENFS 0.3-3.0mm AHER Gcode

Positioning accuracy: Connection method: USB

EMKEE X/Y:0.00625mm,Z:0.00125mm EEAR usB

Number of printhead :

Bk E 1

Nozzle diameter: 1.0-3.0 mm (optional) Power parameters

BEER 1.0-3.0 mm (A 3%) HIRS

Print speed: 10~200mm/s (20mm/s is recommended) Powerinput:

FTENRE 10~200mm/s (Ei¥20mm/s) BRI 100-240VAC50/60HZ

Moving speed : Power output:

B EhEE 300mm/s R R 120W/24V
Various clays such as pottery clay, porcelain clay,

Consumables: purple sand clay, etc

M MR Bk KBV EE ML

Temperature parameter
BESH

Physical parameters
MBS

Machinessize:
MR~

642.5*642.5*1343(mm)

Ambient temperature :
FERE 8°C-40°C

Machine weight:
EESE

~90kg




Packing list 2%
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Machine body
MEBEE

Material barrel

#E

Air pressure controller
SEEH2E

Material barrel fixing bracket
BHAEESR

%

Discharge pipe
HEE

Material cylinder gasket
HEags




Machineinstallation and use
MBS RESER




Machine installation and use #&%&E5FH

~
a
Align the pad with the screw holes on the Place the material cylinder fixing bracket Use M5* 20 screws to lock the material
top of the machine onthe base plate cylinder fixing bracket
BRI T SR TMED AV IR 227, BHEERERKEERIRLE fEAMS5* 20822, iR EEER

Take out the material barrel Loosen the screw Putdown the three screws
EHEE g N 24 B=FBLMT



Machine installation and use #%

Extract piston
HHIEE

Insert piston
BMNEE

E5%H

Add clay
) ONEP

Align the position of the buckle
XHFF RO E

Pressing clay
EEMR

Use atooltotightenthe screws of the buckle
FHAIASFNNEBLITE




Machine installation and use #&%&E5FH

Place the material cylinder on the top of the Thread upwards from the inside of the machine
machine and lock it with a fixed frame = w2 o
A . FHEHE MAEEAER M EE
BRI B A BTN, (A R R R TETmE :

A

Connectthe guide pipe to the discharge port of the Take out the air pressure controller Insert the connecting wire into the machine
material barreland tighten it withawrench S ELIR EELE AN
SHEEEAFHAO, ERRFITER



Machine installation and use #&%&E5FH
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Airoutlet connecting piston device
HREEREERE

Connect theintake pipe to the air compressor
HIEERTEN



Machine installation and use #2&%#&E5EH

Pulldown the loading and unloading valve switch Adjustthe air pressure to 0.2 Turn on the machine and select 'Tools’
A TR SR X AESEE0.2 THHE, &R TR

Select 'Material’ Clickontheiconinthecirclein thefigure Theiconbecomesadot,and the machine

IR R = ERERNER begins to extrude the clay
BRI R E =, M8 F a5t HER



Machine installation and use #&%&E5FH

L

A
Waiting for the clay to extrude the material pipe Clickontheiconin thecircle to stop extrusion Wipe away the spilled clay
ERMESHEE AEEPHET, FIEFH &R

Insertthe print head feed port Firstclickonicon 1, thenclick onicon2to extrude the clay The clay is extruded from the printing head

o s = = 5 le to start printing
FENITENSL R0 S ATEITL, BREER, FHMR nozz
- Fa /e MFT EN KT 157, BDR] FF9&$T ED



Machine installation and use #&%&E5FH

Operating Steps for Extrusion and Extraction of Pottery Mud
iR 5T A B AV IR E P IR

1. Extrusion®fi

Pulldown the loading and unloading valve switch Pull down the material discharge switch Adjust the air pressure to 0.2
A TR SR X B3R S S AESEE0.2

Clickontheicon The piston extends and squeezes
REER out the clay
TEEME, TR
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Machine installation and use #&%&E5FH

Operating Steps for Extrusion and Extraction of Pottery Mud
iR 5T A B AV IR E P IR

2. Pullback [El#

Pullup the loading and unloading switch Pullup the material discharge switch Adjust the air pressure to around 0.5
A TR SR X B3R S S AESEE0SER

Clickontheicon Piston retraction
REER FEZEE
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Slice Software Installation Steps
MR RERELE



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”, NERERH, KRIETTERLELS 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
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Slice Software Installation Steps 1/ = &R E

(G Add Printer

Add a printer

Add a networked printer

Add a non-networked printer

?  Ultimaker BV.

~  Custom

e | (® Custom FFF printer

Manufacturer

Pleo £l o
e et

Custom FFF printer

Custam

Ll !
ThEHTarET

) Smoothie Custom Printer

* 101Hero Printer name

‘ Moore X4060

*  3Dator GmbH
*  3Deometry Innovations
?  3DMaker

?  3DTech

*  Abax 3D Technologies

Alfawise

Cancel

o

Add anon-networked printer —p eCustom FFFprinter

A RINKREXMITENH”

—» @ Add
SR

#%3% “Custom FFFprinter”

—»  @cEnter “Moore X4060"

I “Moore X4060”
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Slicing software settings 15 R #HHIEE

(3 add Printer x (3 Add Printer

Machine Settings Machine Settings

15

Moore X4060
Printer

Printer Settings

Extruder 1

Printhead Settings

Moore X4060
Printer

Nozzle Settings

Extruder 1

¥ (Width) 400.0 mm|  Xmin -20 mm Nozzle size 3.0 mm
Y (Depth) 400.0 mm| ¥ min -10 mm Compatible material diameter |3.0 mm
Z(Height) 600.0 mm | X max 10 mm Mozzle offset X 0.0 mm
Build plate shape ¥ max 10 mm Nozzle offset ¥ 0.0 mm
Origin at center Gantry Height 260.0 mm Cooling Fan Number ']

Heated bed

Heated build volume

MNumber of Extruders

1

Apply Extruder offsets to GCode ~

G-code flavor Marlin
Start Gcode End G-code
G28 rHome M104 SO

Extruder Start G-code

Extruder End G-code

Setthevalueasshown inthefigure
MEFRRIE B E




Slicing software settings 15 R #HHIEE

r hl
G Preferences B

e e o i e b ] MGy
Frinters B check a1 Custom sel
Materials b
Frofiles -#Special Modes =
Print Sequence

Infill Mezh

Mesh Processing Rank
Cutting Mesh

Mold

Minimal Mold Width
Mold Roof Hedght
Mold Angle

Support Mesh

©ee

Vv Surface Mode

W Spiralize Outer Contour

Relative Extrusion

- AExperimental

Zlicing Tolerance

-~ - P I PRER

Defaults Close

Selectthe optionintheredcircle
0141 BB R B9 T



Slicing software settings 15 R #HHIEE

2. parameter settings sxizs

= 2 1 —
—0- - - W
=2 Moore X4060 - ...rse - 0.5mm @ 0% ]QI Ooff & Off e Mooro X4060.- ..rse - 0.5mm E I.<?..l off + -

Print settings x - -
Print settings *x

Profil Moore X4060 & v
e oo Profile Moore X4060 * v
,0 SPArey - R—
: Extra Fine - 0.06 mm P Search zetting =
= ual ine - - .
- Q Fine - 0.1 mm = Quallt‘y
L Height
ayeriag Mormal - 0.15 mm Layer Height
Initial Layer wE N
Draft - 0.2 mm Initial Layer Height
Line Width :
Extra Fast - 0.3 Line Width
(3] wall raFast - U.a mm
e Walls
Wall Thickne - 0.
el oLl Wall Thickness

Wall Lini
Optimize W,

== Optimize Wall Printing Order

Com afe[ M X4060
Dens: oore Compensate Wall Overlops
Horizontal £ ’ . : ¢
Create profile from current settings/overrides... Horizontal Expansion 0.0 mm
Z Seam Aligr . "
Update profile with current settings/overrides Z Seam Alignment O | User Specified -
= Top/
Top/Bottom Discard current changes
Top Thick Manage Profiles... Ctri+)
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Slicing software settings 15 R #HHIEE

== Top/Bottom
Top/Bottom Thickness
Top Thickness
Top Layers
Bottom Thickness
Bottom Layers
Skin Overlap Percentoge
& il
Infill Density
(® Material
Printing Temperature
Flow

(% Speed

(#) Speed
Print Speed
Wall Speed
Top/Bottom Speed
Travel Speed
Initial Layer Speed
= Travel
Enable Retraction
* Cooling
Enable Print Cooling
Fan Speed
2 Support

Generate Support

lil Build Plate Adhesion

Build Plate Adhesion Type
$% Dual Extrusion

Spiralize Outer Contour

&

@ 5

40.0
20.0
200
40.0
200

100.0

MNone

18



Slicing software settings 15 R #HHIEE

[Ele Edit View Settings. Extensions Preferences Help 1

Ultimaker Cura

MOORE 1 @ conercon

0 profile Moore £2 .

Botom Layers 2

tin Gueriag Percentage (1)
| 4 nfill
, Density 5 [o0
Y @ material
\ P T
Fiom 1000
(% Speed
Print Speed 5 [«
wail speec 20
TopiBatiam Speed 20
Travei Speea 0
Intiei Layer Speed 20
= Travel
Enotie Retrection
* Cooling
Enable Print Cooiing
Fan Spesa 100
h & support
| Generate Suppart &
& Build Plate Adhesion
Busld Flote Adhesion Type & 5 None

2 nual Pxarision

@

@ openafile > @ Slice
TR - il

Ultimaker

Profile Maare 82

Bottom Layers
Siin Overiap Percencage
B mfin

I Dersity

@ waterial

Printiog Temperature

Fiow
(® Speed
o speea
wall Speed
TopiBottam Speed
Travel Spesdt
InitiolLayer Spe=d
= Travel
enctie aetracion
A Cooling
Ensbie Print Codling
Fan Speed
O support
Generste Suppart

Bua Fate Adnesion Type

22 Dual Petrusion

& Build Plate Adhesi

P

Mane

© Preview » @ Saveto Disk
TR REDHEE







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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