Operation Instruction

Model: A3-5
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INTRODUCTION

L'imprimante 3D A3-S FDM peut imprimer le modéle d'imprimante 3D CAD en réel. L'A3-S utilise de l'acrylique pour
construire son cadre tout en utilisant des roulements linéaires, des courroies et des tiges filetées pour construire X, Y,

Axe z .

Il permet a I'A3-S d'imprimer régulierement sans vibration.

Remarque:

1. Toutes les déclarations incluses dans ces instructions ont été soigneusement vérifiées, le cas échéant

erreurs typographiques ou malentendus, nous avons l'interprétation finale.

2. Aucune notification en cas de mise a jour.



UNE. Considérations de sécurité

Pour éviter tout danger lors de I'utilisation d'une imprimante 3D, veuillez faire attention aux précautions ci-dessous.

© Danger

Pendant le fonctionnement, la température maximale de la buse peut étre de 260 °C tout chaud

peut étre 100 °C . Pour votre sécurité, pendant l'impression ou le refroidissement, ne touchez pas le

buse, foyer et modéles en cours d'impression. La puissance fonctionne a 110V / 220V 50HZ AC
et le terrain d'alimentation nécessaire. N'utilisez pas d'autre bloc d'alimentation, car cela pourrait

dommages aux composants, incendie ou choc électrique. Et nous n'en prenons aucune responsabilité.

A avertissement

Nous suggérons de porter des lunettes de protection lors du retrait des matériaux de support auxiliaires.
Certains filaments émettront de légers gaz irritants, nous vous suggérons donc d'utiliser une imprimante 3D

environnement ventilé.

Remarque: le filament ABS émet un peu de gaz toxiques lorsqu'il fond.



1. spécifications

B. détails du produit

Modele : A3-S Diamétre de buse : 0,4 mm
Epaisseur de couche : 0,1-0,3 mm Taille de la machine : 315 mm * 333 mm * 375 mm
Vitesse d'impression : 10-300 mm/s Poids de la machine : 10KG

Précision de la position de I'axe XY : 0,012 mm

Taille d'emballage : 400 * 380 * 440 mm

Précision de la position de I'axe Z : 0,004 m

Poids brut : 11,4 kg

Matériel d'impression : ABS, PLA

Taille de construction : 150 * 150 * 150 mm

Tendance matérielle : PLA

écran LCD : 12864 LCD

Diametre du filament : 1,75 mm

Impression hors ligne : CARTE SD

Langage logiciel : Anglais, chinois

Format de fichier : STL. G-Code. OBJ

Fonction de support : automatiquement

OS : fenétres (linux . Mac)

Logiciel : Cura

Condition de travail :

10-30 °C , Humidité 20-50%




2.Machine parts

Acrylic frame

X motor

Y motor

Y threaded rod

Hotbed

Z motor

Power switch

USB sokcet

SD card soxket



NO Part Name Quantity
1 Extruder Motor 1
2 Blower 1
3 Wind Mouth 1
4 Nozzle(0.4mm) 1
5 Heating Block 1
6 Throat 1
7 Fan Cover 1
8 Fan 1
9 Heat Sink 1
10 Extruder Seat 1
11 Bend Parts 1
12 Brass Wheel 1
13 U-Bearing 1
14 Briquetting 1
15 Spring 1
16 Heating Pipe 1

Limited Switch
7 Seat 1
18 Blower Seat 1
19 Limited Switch 1

3.Exploded drawing




4.Liste d'outils

Item Picture Name QTY | Check I
1-1 Plastic nippers 1
12 oo il K|
1-3 1.5M U SB wire 1
1~4 1.5M Power line 1
15 16GB TF card and card 1

reader




C. Logiciel Cura

1.Installation de Cura14.07 une:

Ou puis-je trouver le logiciel?

1) carte SD avec expédition; 2) téléchargement a partir d'Internet; b:

Processus d'installation

1) De la carte SD avec expédition

Insérez la carte SD et ouvrez le fichier 1.1 Emplacement des fichiers sur la carte TF

1) Insérer SD carte, ouvrez le fichier

=5 - | izerEty | zem | sl
Installation Instruction 2016/7/7 E2HAPY ... TS
.. Print Model STL 2016/6/22 2HA= ... {3k
| L software | 2016/7/7 BHAPY ...  3iFEk
, Test file GCODE 2016/6/22 28— ... =r{%3k
) Tool List&other pictures 2016/7/7 E2HAPY ... i3
&% - REE=L | 2z B
. CH340G Drive 2016/7/7 EEHAPY ... ik
| Cura 14.07 | 2016/7/7 S2HAMY ... Tk
. RepetierHost_1_0_5 2016/7/7 EHAPY ...  IT{tk
& - | izprEtn | e [ s |
|| Cura download link. tet 2016/7/1 E88F ... A 1KB
E Cura_14.07.exe I 2015/8/11 28R~ ... RHER 18,377 KB

2) Télécharger depuis Internet



2% WINDOWS

Version: 2.1.2 32 bit Release date: 6/7/16
Version: 2.1.2 64 bit Release date: 6/7/16
Version: 15.04.6 Release date: 6/7/16
Version: 15.04.5 Release date: 3/17/16
Version: 15.04.4 Release date: 1/5/16
Version: 15.04.03 Release date: 11/4/15
Version: 15.04.2 Release date: 7/28/15
Version: 15.04 Release date: 4/15/15
Version: 15.02.1 Release date: 2/19/15
Version: 15.01 Release date: 1/30/15
Version: 14.12 Release date: 12/15/14
\ersion: 14.09 Release date: 9/19/14
I Version: 14.07 Release date: 7/3/14
Version: 14.06 Release date: 6/16/14
Version: 14.03 Release date: 3/17/14
Version: 14.01 Release date: 1/10/14
Version: 1312 Release date: 12/23/13
Version: 131 Release date: 11/22/13
Version: 1310 Release date: 10/18/13
Version: 13.06.4 Release date: 6/26/13
Version: 13.04 Release date: 4/26/13
Version: 13.03 Release date: 3/8/13
Version: 1212 Release date: 12/24/12
Version: 1211 Release date: 11/12/12
Version: 1210 Release date: 11/8/12

Site Internet :

https://ultimaker.com/en/cura - logiciel / liste

Choisissez le logiciel correspondant pour télécharger Official



b. Processus d'installation du logiciel

€ Cura 14.07 Setup — X

Choose Install Location
Choose the folder in which to install Cura 14.07.

Setup will install Cura 14.07 in the following folder. To install in a different folder, dick Browse
and select another folder. Click Next to continue.

1. Positionnement de

l'installation

Destination Folder

|D cural1\Cura 14.07

Space required: 86.2MB
Space available: 63.4GB

Mullsaft Install System vz, 46

€ Cura 14.07 Setup — X

Choose Components
Choose which features of Cura 14.07 you want to install.

Check the components you want to install and uncheck the components you don't want to

install. Click Install to start the i ¢
Choisissez 3 options ci-dessous I

Select components to install: Cura 14.07
Install Arduino Drivers

Open STL files with Cura
Open 0B files with Cura

|| Open AMF files with Cura
[] Uninstall other Cura versions

Space required: 86.2MB

I 4 . Cliquez sur Installer I

Mullsoft Install System v2,46

< ek el

dix



€ Cura 14.07 Setup -

Installing
Please wait while Cura 14.07 is being installed.

Extract: timer_query.py

Show details

L]

I Veuillez attendre l'installation I

Device Driver Installation Wizard

Welcome to the Device Driver
Installation Wizard!

This wizard helps you install the software drivers that some
computers devices need in order to work.

I 1 .Cliquez sur Suivant I

To continue, click Next. l

11



~

Device Driver Installation Wizard

Completing the Device Driver
Installation Wizard

The drivers were successfully installed on this computer.

You can now connect your device to this computer. if your device
came with instructions, please read them first.

I 1 .Installation réussie I

1

Driver Name Status
~ Arduino LLC (www .ardui... Readyto use

I 2 .Cliquez pour terminer I “’[ leﬁ }

Installation Complete
Setup was completed successfully.

I Installation compléte I

Completed !,
| Show details

I Cliquez sur Suivant I

!

| Next > Cance

cr

12



. Cura 14.07 Setup —

Completing the Cura 14.07 Setup
Wizard

Cura 14.07 has been installed on your computer.

Click Finish to dlose this wizard.

[

o

I 1 .Choisissez d'exécuter Cura I

I 2 . Cliquez pour terminer I

Configuration Wizard

First time run wizard

Welcome, and thanks for trying Cura!

This wizard wil help you in setting up Cura for your machine.

I Cliquez sur Suivant I

Back Cancel

13




Configuration Wizard

Other machine information

The following pre-defined machine profiles are available

Mote that these profies are not guaranteed to give good results,
or wark at all. Bxtra tweaks might be requirad.

If you find issues with the praedefined profies,

or want an extra profile,

Please report it at the github issue tracker.

() BFB
(O DetaBot
() makerBotReplicator

() Mendel
(O Prusa Mendel i2
(O punchtec Connect XL

I@Eusttlm 4mmm | 1| choose to customize

I 2 Click Next |

|

= Back MNext = I Cancel

14




Configuration Wizard -

Select your machine

What kind of machine do you have:
O Ukimaker2
(O Uttimaker Original

I@Dther (Ex: RepRap, MzkerElnt}I == | 1.Choose other to customize

The collection of anonymous usage information helps with the continued improvement of Cura.

mwwmulgathers any privagy related information.
) ) — _ _
Submit ananymaus usage information: —aif— 2 Choose this option

For full details see: hitp://wiki.ultimaker.com/Cura:stats

3.Click Next

i B
= Back Cancel

15



Configuration Wizard

Custom RepRap information

RepRap machines can be vastly different, so here you can set your own settings.
Be sure to review the default profile before running it on your machine.

If you like a default profile for your machine added,
then make an issue on github.

You will have to manually install Mariin or Sprinter firmwar

Machine name

Machine width (mm)

Machine depth (mm)
Machine height (mm)
Nozzle sze (mm)

Heated bed
Bed center is 0,0,0 (RoStock) u

DO NOT choose this option Il

16

This isA3-S parameter

You can customize name here.

|

We default these data .
You can fill in according to
actual condition

I Choose this option I

I 1.Click to finish I

< Back

Cancel
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Vous avez maintenant terminé l'installation. Ensuite, entrez Cura.
2. Réglage Cura
2.1 Plate-forme claire

Supprimez le chien. Deux fagons pour vous:

1. Déplacez la souris vers le chien, faites un clic droit, cliquez sur «supprimer |'objet».
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87 cura - 1407 —~ 0 X

Fle Tools Machine Expert Help

Basic  Advanced Plugins Start/End-GCode

Qulty 000

e & ﬂ

Shel thickness (mm)
%]

Enable retraction 8 i
T — 0
| Bottom/Top thickness (mm)[0.6 |
Favey ()
| Speed and Temperature
print speed (mmys) 50
Printing temperature (C) 220
Bed © 70
| support
Support type None v
Platform adhesion type
Fiament
Diameter (mm) 2.85
po

Split object into parts.
Delete all objects

Reload all objects

2 .Gauche cliquez sur "Fichier", choisissez ” Plate-forme claire ».

Save GCode... . 43iminutes)
Show slice engine log... 0F48imetergdigiam)
Open Profile...
Save Profile...
Load Profile from GCode...

Reset Profile to default

Preferences... CTRL+,
Machine settings...

Recent Model Files >
Recent Profile Files >

I

Quit

| Diameter (mm) 2.85

oo

18



' Cura - 1407 _ O X

File Tools Machi- Ielp

Basic  Advanced Plug witch to guickorin
Quality ’
Quilty | : — I Y™
Layer height {mm) Open expert settings...
Shell thickness (mm) Run first run wizard.. 1? !In'll nl;;rf:eI 151
Enable retraction Rumn bed loveling wizard... X
Fill Run head offset wizard...
Bottom/Top thickness (mm)| 0.6
A ety (%)
Speed and Temperature
Print speed (mmys) 50
Printing temperature (C) 220
Bed temperature (C) 70
Support
Support type None ~
Platform adhesion type None ~
Filament
Diameter (mm) | 2.85 |
Flow (%) [100.0 |
ignored: *.ico X
1 Cura - 1407 - o x
Fild Tools Machine Expert Help
Load model file... CTRL+L
Save model... CTRL+S
Reload platform FS |
Clear platform ShlZiminutes
Print... CTRL+P 14 erhilgram
Save GCode...
Show slice engine log...
Load Profile from GCode...
Reset Profile to default
Preferences... CTRLs,
Machine settings...
Recent Model Files > g
Recent Profile Files > E]
Quit
Dameter (mm) 2.85
Fow (%) 100.0

ignored: *.ico X B

19



Position du fichier de configuration: ordinateur / carte SD) / fichier de configuration pour cura-14.07

( suggestion: conservez cette copie du fichier sur votre ordinateur )

60:4,. - NIBEH - azcmm - Software + Cura 14.07 v 523 | % cura 14.07 !
0 v FEREE =~ 0 @
Al g - | #zeEn | o2 | %

ﬂiﬁ'&;ﬁ I ¢ | configuration file for Cura-14.07.ini I 016/6/22 PHE= ... BELE

| EE
ek
o AETH
o BF

= HE
& FHELS ()
ca 345 E)
s Bk F)

i =
=4 I

HEHE(N): |cnn'ﬁgurntinn file for Cura-14.07.ini j Iini files (™.ini) j
£17(0) ik |

20



Spe ()
e R .
Quality

Tkl lyer thickness (mm) [0.2
Initl byer ne with (%) | 100
Cut off object bottom (mm)| 0.0
Dual extrusion overiap (mm) [0.15

Speed
Travel speed (mm/s) 50
Bottom layer speed (mmys) | 20
Infil speed (mmys) (1]
Quter shel speed (mmys) | 0.0
Inner shell speed (mmy's) 0.0

Cool
sty s
Enzble coolng fan

3lmiput
meterslsigrarm

21



2.3 Layer height settings

®° Cura - 1407

Fils Tools Machine Expsrt k=lp

Quality
Layer heght {mm)
Shal thickness {mm)

Enable retracton

|[e2
|16
M

Bettom/ Top thickness (rrn)l 1.6

il Densky (%)

2|

Speed and Temperature

Pint speed (reny's)
Prnbing tamperature ()
Bed termpeature (C)
Support

Support type
Platform adheson type

Hiament
Dameter (mm)
Fow (%)

&' Cura- 1407

[30

Layer height . 0.1mm cost long time but have the best
printing precision. 0.2mm cost half time compared to
0.1mm , but have general printing precision. 0.3 cost less
fime with not good precision. It defaults 02mm.

Eac

B

rora
Nore

|1.75

[ 100

File Tocls Machine Expert Help

Quality

Layer heght (rmm)
Shel thidknass (mm)
Enable retraction

BottomyTop thickness (mm)[ 1.6

Fil Densty (%)
Speed and Temperature

[0

Print speed (mmvy's)
Printing ternperature (C)
Bed temperatura ()
Support

Support type

Pitform zdhesion Type

30

200

150

None ~
‘None v|

BeSmarnis too thin farshell, 2mm shell

more time , 1@mm is relatively
better. Please use the integer mutiple
of nozzle diameter.

22




R Cura - 1407

File Tools Machine Expert Help
Basic  Advanced Phigns Start/End-GCode

Quality :
Layer helght (mm) l02
Shel thickness {mm) ;
Enabla retracton

Fill

Bottom/Top thicknass (mm)
Fil Densky (%)

Speed and Temperature
Pnnt speec (mmy's) 30
Pnnting tamperaturs (C) 200

Bed temperzture {C) 50

Support

Suppoct tyoe None v|
Patform acnesion type | Hone v|

Filament
Diameter (rmm) [1.75
Fow

) 1
Enable retracticlm to avoid filaments
leakage when nozzles move in
empty area

R Curs - 14,07
Fle Tools Machine Expert Help
Bisc  Advanced Plugns Stamt/End-GCode

Quality

Layer height (rmem) 0.2
Shel theaness (rm) 1.2 '

Enzoke ratraction %3}
rill

Bottom/ Top thicoess |
i Densky (%)

Speed and Temperature
Pz paed (mmy's)
prntng temperature (C)
Bed termperatura (C)
Support

Suppart type
Platform adheson type

Filament
Diameter (mm)

F qVvlhen fill dens#twmmams,

it's easy for 0.6mm thickness to
cause hollow on the top. 1.2mm

normally won't have this issue-




| of Curs - 1407

l Boftog/Top hickngss setting I

RIS Advaoml Plns  Sta ) FadLdnds
Qualty
Layzr meighe (mm) |0.2
Shel ke (oren) 1.2
Ernazis retmaction A
Al
S Fill Density
Buitory Top Uhokness [rmen)] 1.2
i D (%) 1R — Setting
Pt speed (moy's)
Pt termeetus [C) |200
Bos tompramure (T} |30
Support
Supo e (Nure. v
PEHoem sdhesion e [Nons |
Alment
Co—eter (mm) L.75

ows (54 p—r——
FillBensity: If strength requirement
is not so high , set 10% is ok.
Please improve fill density when
strength requirement gets higher.
Printing time will go up as well.

¥ Coru 1407
Fiw Tecls Mazhne Ecpart Help
Rise  Apanced Plges StatFndGCcda

Laye: height (mm) 0.7 |

Shet ke wes (e 12 l
Enabe “zerRcHon (% st :

- setli
- Printing Speed ng
Paottomy' Tog the b (o) .1.2 '
Fi Canay (3) & | P i

This is default speed. If other settings aren't changed

Spoad and Temparature, .

it prints more accurately while the printing process
takes more time.
High printing speed takes less fime while it cannot

il spew (nemfs)
Printre tampsaaum ()
Ecd temperstars (C)

R print accurately , making the model have bad quality.
Supoott Tyos % % T

Pbktorm achason type Normally 40-60 print speed is suitable for printing.
Flamcnt T

Dameter (mm) 175 g o

B T a— Pringting Temperature

PLA filament temperature setfing: nozzle: 190-210 « hotbed: 40-60+
ABS filament temperature setfing: nozzle: 230-250 hotbed: 60-90.¢
Please set higher temperature of nozzle when it prints fast and the

thickness is big
Please set lower temerature of nozzle when it prints slow and the
thickness is small

24



87 Cura - 1407
File Tocls Machine Expert Help
Basic  Adwvenced Plugins Start/End-GCode

Quality
e haght ()
shel thickness {rmm}

Enable retraction |

Fill

Bottom/ Top thickness (mm)| 1.2
P ety (3

Ppend A Ten e Original Model Support type: None
Print spead (mmys)} |3IZI |

Printing temperature (C) 200

—
—

B e - g - — =
I Support type setting I I Support type: Touching I Support type: Everywhere

Attention: Hormally we add support to complex model or model with vacant

Red terperature () a0
Support
Support type MNona w

; Hang
Piatiorm adhesion type Touching buidplata
Filament Everywhers
Diameter {mm}) 1.75
Flow (%) |1nc| |

=

parts. It may

have influence on the surface if you choose everywhere. You d better circle

around the model and try to avoid unnecessary support

< Back Cancel

25



B Cura - 14.07

File Tools Machine Expert Help
Basic Advanced Plugins Start/End-GCode

Quality : A

Laver het ()

Shel thickness (mm)
M

Enable retraction

Fill

Bottom/Top thickness (mm)
Fill Density (%)

Speed and Temperature

Print speed (mmy/s) |§0 —l
Printing temperature (C) | 200 |
Bed temperature (C) [50 ]
Support

Support type
Platform adhesion type

Filament
Diameter (mm)
Flow (%)

Support setting

Raft: Totally touch with the bottom

Attention: please choose None if the printing platform is ready and the high temperature adhesive tape is

good. Please choose Brim when the model is small . Choosing Raft makes it difficult to seperate model
from the platform

26



B Cusra - 1400
Fle Toole Machine Expart Halp

i88sc | advenred Plgrs  Start)End Glode

Quality

Layer height (mm) 1.2 ]
shel thickaess {mm) 1.6

Enzhia ratraction B4

kil

Battomy/ Top thicknass (mm)| 1.6 |

Fil Densty (%) 20

Spietd and Temperalure

Print spead (mys) 30

Prmtng termpersture {C) 200

d & {C) 50

e R Attention: AB-S use 1.75mm ﬁhma-tl

Suppost.

Support type Nere w

Fetorn adhesion Type MHone -

Filaimenl

Demster (mm) 1.75 Attention:

e = Flow is proporiion of filament , we suggest o use 100
Increasing flow & decrease diameter has the similar
effect.

Model surface gets many bumps when flow is too

| 8 Cura - 1407 big;model frame gets flimsy if flow is too small.

Filk Tool Mathne Expent Help

We suggest not fo change

Machme it , AB-S default 0.4mm
Retraction

We suggest not to change it ,
or use the date in the picture

We suggest 02mm to avoid initial layer filt,0_3mm
is more easy fo seperate from the platform.

Snasr [mm/s) 41
S |—,7Q | Af—
Qualtty —
Inkial 2yer thickness [T‘Tl‘ [0z

Inial eyer b wikk (%) 10a

Cut off abjact hottorn (mm)] . l _ . ;
— Initial layer line proportion

Dual extrusion overap (mm) 1_6.7.5-

Spead
Travel soeed [mays) | 50

Bottom layer speed (mmyfs) | 20

‘0" means using default speed
<

nfill spaed (s
Quter shel speed (mmys)

Min printing time for each layer. When the time is

Inner shed spaed (rmmfs)

Coal less than 10, it prints slower. It's better to
Mnral syer trre (sac) 0 _ decrease time when printing thin and long modeils.
Ensiae cockng fan | =5

\ IWewmmmsmmnﬁgm. I

27



87 Cura - 14.07 - m} X

Pause at height
Tweak At Z 3.1.2

Attention: Normalement, cette option ne peut pas étre modifiéi

est

- Enabled plugins

Attention: Normalement, cette option ne peut pas étre modifiée, si elle

7 Cura - 14.07

File Tools Machine est modifiée c'est & vos risques et périls .

end.gcode

Départ

Fin

:Sliced at: {day} {date} {time}
;Basic settings: Layer height: {layer_ hei¢
;Print time: {print_time}
;Filament used: {filament amount}m {filam¢
:Filament cost: {filament_cost}

;M190 S{print_bed temperature} ;Uncomment

:M109 S{print_! ure} ;Uncc to ¢
G21 smetric values

G90 ;absolute positioning

M107 ;start with the fan off

G28 X0 YO ;move X/Y to min endstops

G288 Zo ;move Z to min endstops

Gl Z15.0 F{travel speed} ;move the platio:
G92 EO rzero the extrudec
Gl F200 E3 sextrude 3mm of f¢
G92 EO ;zerc the extrudec

Gl F{travel_speed}
;Put printing message on LCD screen

117 Printing...

< I >

28



3. Réglage de l'expert

Cura - 14.07
File Tools
Basic  Advanced Plugi
Quality

Layer height (mm)

Open expert settings...

Shell thickness (mm) Run first run wizard...
Enable retraction Run bed leveling wizard...
Fill Run head offset wizard...

Bottom/Top thickness fm
Fill Density (%)

Speed and Temperature
Print speed (mm/s)

Printing temperature (C)
Bed temperature (C)

Support type None =
Pltform acheson type
Filament

Diameter (mm) 175
Flow (%) 100

&7 Cura - 1407
File Tools Machi
Basic  Advanced Plu

] tch to quickprint...

Q‘L‘. Switch to full settings...
Layer height (mm)

Shell thickness (mm) Run first run wizard...
Enable retraction Run bed leveling wizard...
L Run head offset wizard...
Bottom/Top thickness (1im

Fill Density (%)

Speed and

Print speed (mmys) 30

Printing temperature (C) | 200

Bed temperature (C) 50

Support

Support type None

Platform adhesion type None

Diameter (mm) 1.75
Flow (%) 100

29



Exgert corfig H
Retraction upport

Minimurm trawel {mm) 1.3 L ucture bype _LhEE -
Enable combing | | 2 thang angle far suppart fdng]_ﬁ('

Minimal extrusion before retractng (mmj 0.02 3 ameuns (%) 10

Z hiep when retraddng (mm]) 0.0 4 nce XY {mm) o7

Skirt noe 2 {mm) 0.15

Line counk 1 Black Magic

start dsmnca {mm) 3.4 Spiakze the auter ceatour |

Minknz length (mm) 150.0 Only follow mesh surface [l

cool Brins

Fan ful on at height {mm}

Fan spead min (3%)
Fan speed max (%)
Minirnum speed {mmi's)

Cival hezd It

Infill

Sold nfil top
Solei mfil hottom
Indill averlap (%)

|EKK_I I_I|E | j

8rim ine amount

Raft
Extra margin (mm) |5
Line spadng (rm} [a
Base Lhickness {mm) 03
fase bne wadth (mm) |1
Imtarface thickness (mm) 0.27
Interface kne width {mm) [0e
Argap |D.22
Surface lyers 2
it horrible
Combine evanthing (Type-a) [
Corbine evenything (TvpeE) [
Weap coen faces (|
Extensive stitching |
ak

1. The minimum length before retraction . Used to avoid frequent retraction. No need to

change.

2. Enable Combing: Digital for surface quality , the nozzle will try not to go through surface |

that's why Cura is better tham Slic3r.

3. Minimum extrusion length , to avoid frequent exfruzion.

Printing route
with Combing

Printing route
without Combing

surface

Go aside of the
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Go through the
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Expert config

Retraction Support

Minimum travel (mm) Structure type Lines

Enable combing Y] Overhang angle for support (deg)| 60

Minimal extrusion before retracting (mm)| 0.02 Fil amount (%) 10

Z hop when retracting (mm) 0.0 Distance X/Y (mm) 0.7

Skirt Distance Z (mm) 0.15

Line count Black Magic

Start distance (mm) Spiralize the outer contour O
only follow mesh surface O

Minimal length (mm)

Cool

Fan full on at height (mm)
Fan speed min (%)

Fan speed max (%)
Minimum speed (mm/s)
Cool head lift

Infill

Solid infill top
Solid infill bottom

Infill overlap (%)

Brim

Brim line amount

Raft

Extra margin (mm) 5
Line spacing (mm) 3
Base thickness (mm) 0.3
Base line width (mm) 1
Interface thickness (mm) 0.27
Interface line width (mm) 0.4
Airgap 0.22
Surface layers 2
Fix horrible

Combine everything (Type-A)
Combine everything (Type-8) [
Keep open faces O
Extensive stitching O

| ok

La jupe est pour éviter I'extrudeuse non rempli avant I'impression, et il n'apparait que lorsque le type de piéce jointe de la plateforme est

Aucun. Normalement "1" est ok. Remplacez-le par «O» lorsque votre modéle atteint la taille maximale, ou la taille d'impression sera trop grande.

Quantité de ligne périphérique: 1 Distance

de départ: 3

Quantité de ligne périphérique: 1 Distance

de départ: 3




Expert config X
Retraction § _ support § )
Minimum travel (mm) Structure type |Lines vl
Enable combing M Overhang angle for support (deg)| 60
Minimal extrusion before retracting (mm) Fil amount (%) 10
Z hop when retracting (mm) Distance X/Y (mm) 0.7
Skirt Distance Z (mm)
Line count 1 Black Magic
Start distance (mm) Spiralize the outer contour O
Minimal length (mm) Only follow mesh surface O
Fan full on at height (mm) Bl e aenkie
Fan speed min (%) Raft
Fan speed max (%) Extra margin (mm) 5
Minimum speed (mmy/s) Line spacing (mm) 3
Cool head lfft Base thickness (mm) 0.3
Infill Base line width (mm) 1
Sold infill top Interface thickness (mm) ﬁ
Solid infil bottom
1nfil overtap (%) Interface line width (mm) 0.4

Airgap 0.22
Surface lyers 2
Fix horrible

Combine everything (Type-A)
Combine everything (Type-8) [
Keep open faces O
Extensive stitching O

| ok

1. To ensure the attachment of model to platform , fan won'’t start at the beginning.
2-4. Fan speed min & max : If they are not equal , the soft ware will choose a suitable speed

during them.

5. Condition to choose cool head lift : When it’s printing with the minimum speed but still cannot
reach the minimum time , you need to choose cool head lift . But it may cause filament leak.
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Expert config X
Retraction Support
Minimum travel (mm) Structure type Lines v
Enable combing %] Overhang angle for support (deg)| 60
Minimal extrusion before retracting (mm)| 0.02 il amount (%) 10
Z hop when retracting (mm) 0.0 Distance X/Y (mm) 0.7
Skirt Distance Z (mm) 0.15
Line count Black Magic
Start distance (mm) Spiralize the outer contour
Mkl lerigth Grim) Only follow mesh surface
Brim

Cool
Fan full on at height (mm)

EX—

Fan speed min (%)

Fan speed max (%) 100
Minimum speed (mm/s) 10
Cool head lift O
Infill

Solid infill top
Solid infill bottom I
Infill overlap (%) 15

Brim line amount

Raft
Extra margin (mm)

Line spacing (mm)

Base thickness (mm)
Base line width (mm)
Interface thickness (mm)
Interface line width (mm)

[T

0.27
0.4
0.22

Airgap
Surface layers

Fix horrible
Combine everything (Type-A)
Combine everything (Type-B)
Keep open faces
Extensive ;titching

0k

0oog III

Si aucun dessus de remplissage solide, la seule qualification est la surface épaisseur.

Aucun haut de remplissage solide

33

Avec plateau de remplissage solide




Pas de fond de remplissage solide

Couverture de remplissage: 20
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Expert config

Minimum travel (mm) Vl S
Enzble combing

Minimal extrusion before retracting (mm)| 0.02

Z hop when ratracting (mm) 0.0 |

Line count 1 |
Start distance (mm) 3.0

Minimal length (mm) 150.0

Fan full on at height (mm) 0.5

Fan speed min (%) 30 |
Fan spead max (%) 100

Minimum speed (mms) [10 |
Cool head ift O

Infill

Sold infil top

sold nfll bottom

Infil overlap (%) 15

Support
stucture type

Fil amount (%)
Distance X/Y {nmm)
Distance Z (mm)
Black Magic

Spralze the outer contour |
Only folow mesh surface O

Brim
Brim ine amount
Extra margin (mm)

Line spacing (mm) 3

Base thickness (mm) 03 |
Base line width (mm) 1

Interface thicknass (mm) 0.27 |
Interface Ine width (mm) 0.4

A'lqap 0.22 |
Surface yers 2 |
Fix horrible N

Combine everything ( Type-A) =

Combine everything (Type8) [

Keep open faces O

Extensive stitching O

ok

Structure types:lines
Infill covertap: 15
Distance X/Y: 0.7

Structure types:lines
Infill covertap: 30
Distance X/Y: 0.7

Structure types:grids
Infill covertap: 15
Distance X/Y: 0.7

These above are examples | you can set these options according to actual

requirements. The biggest progress Cura has made is the kinds of support

structure types , making it easier to seperate from the model.
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Expert config b ¢
Retraction Support
Minmum travel (mm) 1.5 Structure type Lines v
Enable combing %] Overhang angle for support (deg
Minimal extrusion before retracting (mm)| 0.02 J Fil amount (%) [—L" .
Z hop whean retracting (mm) 0.0 Distance X/ (mm) 0.7 1
Skirt Distance Z (mm) l0.1s
Line count :1 | Black Magic
Start distance (mm) 3.(«7 | Spiralze the outer contour O
Minimal length (mm) 150.0 7‘ Only follow mesh surface O
cool e
- 4
Fan ful on at height (mm) 0.5 , e Sy eyt [« ]
Fan speed min (%) 20 ' Raft B
Fan speed max (%) 100 Extra margin (mm) |5
Minimum speed (mmys) 10 Line spacng (mm) !37
Cool head ift [ Base thickness (mm) i0.3
Infill Base ine width (mm) [1 :
Solid infill top %] Interface thickness (mm) 0.27
Solid nfil bottom M & e .
Infil overbp (%) 157\ Interface Ine width (mm) !v,ﬁi.
R Airgap |0.22
Surface layers [2
Fix horrible
Combne everything (Type-a) H
Combne everything (Type-8) [
Keep open faces O
Extensva stitchng d
Ok

60° 45° 30°

I est difficile de se séparer si la distance entre le support et le lieu soutenu est trop proche; La surface sera influencée si la
distance est trop éloignée.

Un angle différent générera un support différent, vous pouvez essayer les exemples que nous fournissons ci-dessus qui auront un effet

différent.
E—

36



Expert config

Retraction

Minimum travel (mm) 1.5 |
Enable combing % .
Minimal extrusion before retractng (mm)[0.02 |
Z hop when retractng (mm) |0.0

Short

Una count [ﬁ
Start detance (mm) 13.0 I
Miniral length (rrm) 11500 |
Cool

Fan ful on at height (mm) 75—
Fan speec mn (%) E
Fan speed max (%) 100

Minimum speed {mmvs) /10

Cool head ¥t O

Infl

Sokd nfil top M4

SoM nfil bottom |

Infil overlp (%) } 15

When choosing “Spiralize
the outer contour” - Z axis
rises while XY axis moves ,
and only a hollow bottom
and a single layer of surface.

X
Support
Structure type Lnes v
Dverhang angle for support (deg) 60
Fi amount (%) 10
Distance X/ {mm) 0.7
Distance Z (rm) 0.15
Black
Spiralze the outer contour ]
Only follow mesh surface (]
Bram
Brm ine amount 4 |
Raft
Extra margn (mm) 5 ' ‘I
Lne spacng (rmm) 3 ]
Base thickness (mm) 0.3 ]
Base ne width {mm) 1 '
Intarface thicknass (mm) 0.27
Intarface Ine wicth (mm) 04
Argzo 0.22
Surface @yers 2
Fix hormble
Combine averything (Type-a) [
Combine averything (Type-B) ]
Kaep open faces [
Extengva stitching [

Ok

Attenfion: The software defaults not open the option above , you'd better not turrit on .
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Expert contig

Retraction
Mnimum travel (mm) 1.5 |
Enable combing &~

Minimal extrusion before retracting (mm) 0.02 ]

Z hop when retracting (mm) _5.-0 |

skirt

Line count i1 |
Start distance (mm) 3.0 |
Minimal kength (mm) 150.0 I
Cool

Fan full on at haight () 0.5 |
Fan speed min (%) 30 |
Fan speed max (96) 1100 : I
Minimum spead (mmy's) 10 ]
Coal head @t

Infill

Sold infif top [+

Sold inf# bottom

Infill overap (%) 15 |

X
Support
Structure type
Owerhang angle for support (dea){ 60 ]
Fil amount (%) [10
Detance X/ (mm) |0.7 |
Detance Z (mm) I 0.15 ]
Black Magic
Sprae the outer contour J
Only follow mesh surface O
8rm Ine amount [4 1
Raft

Extra margn (mm)
une zpaong (mm)

Basa thicknass (mm) I 0.3 ]
Basa ne width (mm) r. ]
Interface thickness (mm) |0.27 |
Inteface fne width (mm) I 0.4 I
Atgap |02 |
Surface lyears L2 ]
fix horrible

Combine everything (Type-A) B

Combne everything (Type-8)  []

Keep open facas O

Extersive strching O

Guidance to use Brim if needed: Expert —» Expert Settings — Support —» Support
Types — Bim.
The images above are only for reference , please set the parameter according to
actual requirement.
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Expert config X

Retraction Support
Minimum travel (mm) Structure type Lines v
Enable combing M Overhang angle for support (deg)
Minimal extrusion before retracting (mm) Fil amount (%)
Z hop when retracting (mm) Distance X/ (mm)
Skirt Distance Z (mm)
Line count Black Magic
Start distance (mm) Spiralize the outer contour O
Minimal length (mm) Only follow mesh surface O
Cool Brim
Fan full on at height (mm) Brm line amount
Fan speed min (%) 30 Raft
Fan speed max (%) 100 Extra margin (mm) IS
Minimum speed (mm/s) Line spacing (mm) ’3
Cool head lift O Base thickness (mm) l 0.3
Infill Base line width (mm) l 1
Solid infill top Interface thickness (mm) l 0.27
Solid infill bottom
Infil overiap (%) Interface line width (mm) [ 0.4

Airgap 0.22

Surface layers [ 2

Fix horrible

Combine everything (Type-A)
Combine everything (Type-8) [
Keep open faces |
Extensive stitching |

Conseils pour utiliser Raft si nécessaire: Expert -~ Paramétres experts -+ Support -~ Types de support -~ Radeau.

| es images ci-dessus sont uniquement a titre de référence, veuillez définir le paramétre en fonction des besoins réels.
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I Load model I I Save the Gcode file I I Link to Youmagine I

"7 Cura - 1407
File Tools Machine Expert Help

Basic  Advanced Plugins Start/End-GCode

Whirling | B‘ Mirroring

Quality : H | ™ Model Display
Layer height (mm) o2 '

Shell thickness (mm) 1.2 ZAhcursIssIminutes
Enable retraction ™ SE3ZMeteFZoigan
Fill

Bottom/Top thickness (mm)| 1.2

Fil Density (%) 20

Speed and Temperature

Print speed (mm/s) 30

Printing temperature (C) 200

Bed temperzture (C) 50

Support

Support type None

Platform adhesion type None

Filament

Diameter (mm) 1.75

Flow (%) 100

2,‘;

Ne1 nal /ﬁ
@yeth igl
ilifansparent ,r
K=Ray. “1'

[Favers L

I Left click the model and you will see the icon of “whirling, scaling, mirroring.

Left click to select model and move — move model.
Slide mouse wheel — scaling.

Right click to select model and move — whirling.
Shift + I'Ight click pIatform and move — move p|atfo|'m
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setracton &
FottomTep thickress (rm) 12
8 DRney (%) 24

Spaad 3nd Temosatue

Fnt speet oy e

Privtrg tovpeate (€} 200

Support -

Sumern nos Mere ~|
e Mee =]

L

DL (1) el i

Fow () 5T
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¥ Cars - 1407 - O x
Flo Touk Muchion Expurt  Help

Bask  Advanced Plgrs  SLayEnd-Glode
Layar haght (mm) _0.1

Shel thicirass {mm} |22

Enable ratractien é

o

BottoryTop thickness (rm[32___|

FADersty (%) ]

Pt specd (mmvs) n
Pratng tempasnura (C) 200
Bec ramoamtue (C) 50

Support
suppat tyoe [Hane %
Flument
Darneter (1rar) 173 |
Fow (%) I]no |

; = Multiply X
Right click model — | eft click “Mulfiply
object” —~ Example: copy 4 model How many copies do you want?
Number of copies |4 &3

[ ok | cancel |
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1.Interface Introduction

lcon

Extruder

Temp

Speed

Hotbed
Temp

Fan
Speed

Statu

Main menu

Printing
Progress

Printing

Time

Buzzer

Reset

Click to enter main menu

Info screen

Prepare

Position

Control

Configuration
Print from SD

Change SD canrd
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| Click to enter main menu I

Info screen
M Main
Position meeeetd Preheat PLA

Control
Configuration

Preheat ABS

Info screen
Prepare Main

Position — MOVE axis
Auto home

Control
Configuration

Position
Move 10mm/click C= = = Move 19mm

Move 1 mm/click Lo = - Move 1mm
Move 0.1mm/click e Move 0 . 1mm
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Info screen
Prepare
Position
Control

Configuration

Info screen
Prepare

Position
Control
Configuration

Control Submenu

Main

Disable stepper

N Cooldown

Nozzle: O
Bed: 0

Fan speed:0
Flow:100

Configuration Submenu

Main
Temperature
Motion

Store memory

Load memory

Restore failsafe
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2. Alimentation des filaments

2.1 Régler le préchauffage

Attention: Before filament installation, we need to preheat. Use PLA as example

Press Knobs — Prepare — Preheat PAL — Start preheating

Extruder Hotbed
preheat oreheat
10 Ol
e
|
0 MR ReRTTTT TIR

|:ttention: Please choose “Preheat ABS” if you want to print with ABS I
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2.2 Installation du filament

Install material rack: the material rack is installed on the right mounting hole of the rear

panel of the machine. Use 2 M8 nuts to lock, then hang the material and lock the baffle.

[ —

Material rack (specification: length 100mm)

The rear panel is

mounted on the

right

— g
N

baffle M8 nut 2 shell

Outside the machine In machine

The precession
depth is flat with
the M8 nut

Lock with the M8

nut

The material is

The white hose is passed through

the feed pipe, and the feed pipe and

all the materials then moved on to

. -——-—-' are imported from

here

the next step

According to the
direction of the
material

suspension, and

lock baffle can
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Attention. only when extruder temp reaches 200°C can we put filament in the pninter

Confirm Extruder Temp has reached 190°C — 1 roll PLA — Stroke the filament head straight — Press extruder
screw Meanwhile hold the white wind mouth — Meanwhile, stick filament into the extruder quickly until ilament
goes out from the nozzle — Filament installation succeed

Specification & type

Attention: confirm the specification &
type of filament

1.75MM PLA 3D FILAMENT
tem No: A10979 White

NATURAL.1 OKG(N

Print Temp: 200-230C

Lot: 160606

Recommended
pnnting temp

Attention: For A3-S printer we use 1. 75mm filament

. =

Attention: Install ilament only when temp reaches 180°C

E 3

@ Stroke the filament head straight — Press extruder screw Meanwhile hold the white

wind mouth — Meanwhile, install filament into the extruder quickly until filament
hauid aoes out from the nozzle
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Press extruder screw, hold on wind mouth. Stick
filament in quickly until Mament goes out from
extruder

2.3 Extraire le filament

Aftention High temp?!!

If the shape of output filament is
average , means installation is gooed.

Filament installation succeed

When Change filament/Long-term not in use of printer , you need to pull out filament.

Use PLA as example

1. Preheat extruder to 190°C

2. Press extruder screw, hold wind mouth.
Meanwhile, stick filament down for a few
length, then puil out with average speed

Precautions:
1. Do not stick down for long length in order

2. Please confirm you have preheated the

to avoid failure of pulling out. Replace
filament timely

extruder to 190°C. Do not pull out before
190°C, or it will cause irreparable
damage.
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3.Platform Adjustment

1. Choose “Position™ — “Auto home" , printer will move to limited switch until it stops.

| 2. Turn off stepper motor: based on step 1 , enter "Quick settings” — “Disable stepper” I
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3. Please manually move nozzle to platform and check the gap between nozzie and piatform.

Adjust screw

Adsjust spring

Butterfiy screw

Gap between nozzle & hotbed

4. When the gap Is more than 2mm, you need to adjus! the height of Z limited switch.
Example: When the gap is 12mm , you need to adjust limited switch down by 10mm The res! 2mm can
adjust by spring on the hotbed

After adjustment of springs, reset printer and close stepper motor to test. Use A4 paper to test the gap.
Tips. When you are familiar with the printer with time going by, we can adjust while it's printing. It's
because the printing speed is slow at the beginning so that there's enough time for adjustment
Meanwhile, the printing effect will be better
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4. impression

1) Impression hors ligne de la carte SD a. Mode

de chargement

Cura prend en charge les fichiers STL et G-code.

Tools Machine Expert Help

Loading mode 2

[ Load model fe.. CTRLL
Save model... CTRL+S
Reload platfo F5
Clear platfor

Loading mode 1

B8N0 fEA

T

Code

54

printing time

Smmﬁrmﬁ@@

9I9Z Ofgram

Length & weight of filament




b. Enregistrement de code

Tools Machine Expert Help

Load model fle... CTRL+L {E] ﬂ_’ Loading mode 2: Save Gcode
Save model.. CTRL+S i v g file to SD card
Reload platform f5
Clear platform
Print.. CTRL+P
| Save GCode.. |

Show slice engine log...

Copy file to SD card . Then connect SD card to printer, click reset. Picture below

shows the location of print file , there are 2 methods to find print file.

Contro +

o : The printer will start printing
Lonfiguration * automatically when the extruder &

Print from ST + hothed reaches estimated temp after

- - T choose print model .
Change ST card oz e

Yersion

c. introductionArrét de l'impression, pause de l'impression, poursuite de l'impression:

Ce n'est que lorsque I'imprimante est en cours d'impression que nous pouvons utiliser Arréter l'impression, Suspendre I'impression, Continuer l'impression.

FSRLY

Attention:Please use the function according to your
requirment .

| Resume print ]|

STOP pPrint
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d.Jugement de I'écart entre la buse et la plate-forme.

1. Trop grand écart: Le modéle imprimé est inégal, recourbé avec un écart. Cela signifie que I'écart est trop grand pour que le filament atteigne la plate-forme, ce

qui rend l'effet d'impression si mauvais.

2. Espace trop étroit: le bord du modele imprimé présente des projections irrégulieres. Cela signifie que I'écart est trop proche pour imprimer normalement. Parfois,

il ne peut méme pas produire de filament

3. Distance appropriée: modéle imprimé a plat sans espace, sans défauts. Cela signifie que la distance est appropriée pour imprimer

Attendez que l'impression soit terminée apres le réglage de I'écart.



2) Impression USB en ligne

une. Paramétres de la machine (utilisez USB pour vous connecter au PC)

ETOO'S Machine Expert Help

Load model file.. CTRLIL File Tools - Expert Hel
et 7 _Tool [ Expert_Help
Reload platform F5 Baslc Adval ° A3-S
Clear platform
Print.. CTRL4+P 0 =P
Save GCode... QUL Machine settings...
Show slice engine log... X
Open Profile.. Layer heigh Install default firmwie...
Save Profile... =
Load Profile from GCode... Shell thickne Install custom firm
Reset Profile to default Feanbhla cabea.
Preferences... CTRL+,
Recent Model Fl'!es > Method 1
Recent Profile Files >
Quit Method 2
Machine settings I = : I X
As Machine Setting Modify serial port ( set according to PC )
Machinesettings printer head size .
E-Steps per 1mm filament 07 i Head size towards X min (mm) jor ( 115200 or Choose AUTO tO aUtomatlc
Maximum width (mm) 220 Head size towards Y min (mm) | 0 Identlﬂcat‘on )
Maximum depth (mm) 220 Head size towards X max (mm) f'o " o
Maximum height (mm) 240 Head size towards Y max (mm)| 0 When On“ne pnntlng’ yOU nGEd tO use
vl . B G o USB to connect with PC and set serial
Heated bed %]
Machine center 0,0 O CommiRtion Settings
e s s 5 p o ) port, baudrate correctly.
GCode Flavor RepRap ( inter) v AUTO v
0Ok Add new machine Remove machine Change machine name

b. Pringting en ligne

Import print model, click this icon. ( Icon avaliable only when it's online )

Your computer &5 r g on battery power

to AC power or your

Connect your comput

Printing
Temperature: 41 Bed: 34

| Connect _ print |

rint might not finish.

Connect

Your cofr
your con

r &5 running on battery power.
0 AC power or your print might not finish.

Operational
Temperature: 0

Cancel print

The printer will start printing automatically when the
extruder & hotbed reaches estimated temp after
you choose print model. You can also modify temp
in this interface.
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1. N ozzl e blocage

Conseils: Nous avons supprimé le ventilateur pour le montrer de toute évidence. Veuillez mouvement de cosider selon les exigences réelles.

Fan removed

E. FAQ

UNE. Il ne reste qu'un petit filament dans la buse et difficile a retirer:

Leave filament
out of spout

Operation Choose Preheat ( PLA as

l example ) and wait temp to rise.

Info Screen
osition
shtrol

nfiguration

Extruder screw

Extruder briquetting
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B. Filament plein rempli dans le bec

Leave filament in the spout

Press 1, then press
2 , stick filament into
spout

Allen wrench

Use the minimum allen wrench or some
filament ( 1.75mm ), press aligned with
the remnant filament until filament
comes out through nozzle.
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2. FAQ

Non. Symptome Raison Méthode
Roue / courroie synchrone desserrée. Serrer les vis de réglage ou fixer la
1 Dislocation du modéle d'impression .
courroie
La température de I'extrudeuse est trop
Probléme de température ou de tranchage e . . .
2 Glitch avec le modéle diimpression élevée et la vitesse de rétraction et la
trop éleve. distension sont trop petites
Augmentez la température de I'extrudeuse
ou vérifiez si I'écrou et le roulement en laiton
sont bons. Remplacer une buse si les
Entrée de filament a basse P
3 Modéle imprimé mousseux i ) méthodes
température ou non lisse.
ci-dessus ne peut pas résoudre le
probléme.
Le niveau du foyer n'est pas bien
4 Le modéle d'imprimante est déformé o Ajuster le foyer
ajusté.
Tramsformation de code G Choisissez le bon type de
5 non disponible Mauvais réglage / mauvais chemin de machine et changez de
sauvegarde .
9 chemin
6 L'installation du logiciel a échoué OS différent Reéinitialiser le systéme d'exploitation
7 Temp inhabituelle Capteur de température cassé Changer un nouveau
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F. Entretien

Conseils d'entretien importants:

1. entretien des axes X, Y, Z: Ajoutez des lubrifiants sur les tiges pour réduire le frottement lorsque la machine

fonctionne bruyant et secoue un peu.

2. Veuillez vous reporter au MANUEL D'UTILISATION avant d'imprimer, faites d'abord la préparation du réglage du lit chaud.

3. Une fois I'impression terminée, le filament doit rester étanche, éviter I'humidité.

4. Préchauffez I'extrudeuse au début de la 2 e impression, laissez le filament pousser automatiquement I'extrudeuse

tandis que.

5. La machine doit faire un entretien régulier, déposer de I'huile de lubrification sur la tige filetée, polie

tige et roulements pour éviter l'usure par fatigue.

6. Ne laissez pas le ventilateur et la climatisation souffler sur le lit chaud lors de I'impression.

7. Gardez la condition de travail a «Temp: 10-30 °C , Humidité: 20-70% ”.
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G. Prestation de services de maintenance

1. Ce produit exécute les réglementations de la «Carte de garantie du produit».

2. Veuillez contacter le fournisseur ou le service client si le produit a

problémes . Ne le réparez pas vous-méme, sinon vous avez besoin

supporter toutes les conséquences.
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