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Notice

Safety Notice: please read and strictly follow all the
safety warnings and notice below.
Note: Every printer has been tested before leaving factory. Itis normal and will not

be of trouble if there are filament residue remaining in the extruder or slight
scratches on the plate.

Work Environment Safety

Keep your work place tidy.

Do notoperate Adventurer 4 in the presence of flammable liquids, gases or dust,
which will cause fire in the high temperature generated by the equipment.

Keep Adventurer 4 out of children and untrained people’s reach.

L 2R 2
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Electrical Safety

L 2

Always use the Adventurer 4 with a properly grounded outlet. Do not refit
Adventurer 4 plug. Ungrounded / improperly grounded / refitted plugs will
increase the risk of leakage of electricity.

Do not use Adventurer 4 in damp environment or under the burning sun. Damp
environment will increase the risk of leakage / exposure to the sun will accelerate
the aging of plastic parts.

To avoid device damage, please use the power supply provided by Flashforge.
Avoid using the device during a thunderstorm.

In case of uncertain accident, please unplug the device if you do not use it for long.

L 2

L R 2R 2

Personal Safety

Do nottouch the nozzle and build plate during printing.

Do nottouch the nozzle and plate after printing to avoid high temperature scald
or mechanicaldamage!

Dress properly. Do not wear loose clothing or jewelry. Keep your hair, clothing and
gloves away from moving parts.

Do not operate the device while you are tired or under the influence of drugs,
alcohol or meditation.

L 2 L 2R 2
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Cautions

* L 2

L 2R 4

L 2R 2R 2R 4

Keep the inside of the device clean and tidy. Do not place metal objects into the
chute atthe bottom of the platform.

Please clean up the remaining intime. Itis recommended to operate outside the
equipment.

Any modifications to the device will invalidate the guarantee.

Lower the build plate before loading/unloading filament. The distance between
the nozzle and build plate should be kept for at least 50mm.

Operate the device in well-ventilated environment.

Never use the device forillegal activities.

Never use the device to make any food storage vessels.

Never putthe prints into your mouth.

Environment Requirements

*

Temperature: RT 15-30°C; moisture: 20%-70%.

4

Place Requirements

The device must be placed in a dry and ventilated environment. The distance of
the left, right and back side space should be at least 20cm, and the distance of the
front side space should be at least 35cm. Device storage temperature: RT 0-40°C.

Filament Requirements

*

It's recommended to use the filaments offered by Flashforge, or from the brands
accepted by Flashforge. Due to the different properties of filaments, you need to
modify printing parameters when using those which are not offered by Flashforge.

Filament Storage

4

All polymers degrade with time. Do not unpack filament until necessary. Filament

should be stored in clean and dry conditions.
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Legal Notice

€ Alltheinformationinthis documentis subjectto any amendment or change
without the official authorization from Flashforge.

¢ FLASHFORGE CORPORATION MAKES NO WARRANTY OF ANY KIND WITH REGARD
TO THIS DOCUMENT, INCLUDING, BUT NOT LIMITED TO, THE IMPLIED WARRANTIES
OF MERCHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.

€ FCCNotice
This device complies with part 15 of the FCC rules. Operation is subject to the
following two conditions: [1] This device may not cause harmfulinterference,
and [2] this device must accept any interference received, including
interference that may cause undesired operation.

@ Flashforge shall not be liable for errors contained herein for incidental
consequentialdamages in connection with furnishing, performance or use of
this material.

€ Thisdocument contains proprietary information protected by copyright.
Copyright © 2021 Flashforge Corp. All Rights Reserved.
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Reference

Name

Number of Extruder

Positioning Accuracy

Layer Resolution

Build Volume

Nozzle Diameter

Build Speed

Highest extruder Temperature

Filament Support

Power Supply

Device Size

Package Size

Software

Input/Output File

Connectivity

Printing Environment

Adventurer 4

X/Y axis: 0.011 mm; Zaxis: 0.0025 mm

0.1~0.4 mm

220x200x 250 mm

0.4mm (default) 0.6/0.3 mm(optional)

10~150mm/s

265°C/240°C

ABS/PLA/PC/PETG/PLA-CF/ASA/PETG-CF

AC100-240V/DC24V/13.3A,320W

500(L)*470(W)*540(H) mm

585(L)*570(W)*680(H) mm

FlashPrint

Input: 3MF/STL/OB)/FPP/BMP/PNG/JPG/JPEG
File; Output: GX/G File

USB Disk/ WIFI/ Ethernet

15-30°C

05



Chapter 1 Adventurer 4

. Power switch
. Power socket

T

D

.Filament cover
.Spool holder
.Filamentintake cover

.Frontcover

. Platform base
. Build plate

9. Touch screen
10.USB

11. Ethernetinput

0 N OV AW N2
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12.
13.
14.
16.
17.
19.
21.

Extruder

Filament guide tube joint
Cable slot 15. Fan for cooling model
Fan for cooling extruder

Buckle 18. Airduct
Nozzle 20. Camera
Air filter



1.2 Packing Specification

< mERE

RS+

After-sales Service Card

3D Printer Power Cable After-Sales

Service Card

-

[ User Guide ]
=RAPERTH =

Filament Guide
Tube Joint
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Chapter 2 Introduction of User Interface

A Note The interface layout may change whenever there is an upgrade of
firmware. The functions below are only for demonstration purposes.

® & © Jo

Local Files

Read print file from local

Prepare memory card

El
:f:?:} . Read printfile from the

Settings USB Device USB stick

2. File list

Tap modelfile: forfile details.
Long press model file: multi-selecting mode on.

The finished prints will be marked.
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aabbcc...

Details

 EETE s T 1} Extruder temperature & Build plate temperature
@®© oh10min

& 0.09MPLA @ Time used @ Amount and type of

@ somm/s filaments required

® 02mm Speed

@ Copy the file to the
localmemory card

@ Layer thickness

Interface
AABBCC... @ @ Pause/Resume printing
T 220/220°C < 60/60°C
— @ Check more parameter settings and details

Remaining time:2h18min

Printing...

More Settings

35/0°C
— 37/0°C
You can change filaments

- 100%

v 0.00mm

< S

The switch of LED light

filament — 100%

Adjust printing parameters:
extruder temperature/
platform temperature/
printing speed

Gl

Z: Used whenthe distance needs to be adjusted between the first printed layer and
the extruder. The up and down arrows indicate that the extruder moves upward or
downward.
Fan: The fanfor cooling the model. Wind speed can be adjusted for printing different
filaments.
Click OKto save and apply the changed parameters.
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2.2 Prepare

2 © o

5@ Prepare

Preheat
e @ Preheat
@ <= Filament

Settings Filament

S

Maintain

2.2.1 Preheat

= © J2» G

extruder (2) 220°c (1) [l Extruder (5) 240°c (1)

Platform @ 80°c @

Tap @ @ to set preheat temperature.
Long press @ @ to set preheat temperature speedily.

Turn ON/OFF the extruder or platform preheat

Extruder highest preheat temperature: 265°C (It's up tothe chosen extruder)
Platform highest preheat temperature: 110°C

Temperature can be adjusted anytime during heating.
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2.2.2 Filament
= © Jo = © Jo
—J_

Build

Preheat

Prepare

é Change
m
Filament @

Manual

o

Settings

@

Maintain

Load/Change/Manual

ék Load

Choose [Load], extruder will be heated to set temperature, then follow the instruction to
finish loading. Note that fast+slow loading is automatically applied, just place the
filament in the extruder gear. Do not push the filament into the tube. You may hear noise
when the loading is fast.

=t%= Change

Click on [Change], the extruder will be heated up to the preset temperature. Pull out the
filament according to the instruction. Insert new filament in the filament intake until some
resistance is felt. New filament coming out of extruder indicates a successful replace-
ment.

~© b

T © 200 @

Select loading length

) @

Loading...

m
{r_”] Manual

Click on [Manual], extruder will be heated up to preset temperature. Choose filament
length, and choose [Load/Unload].

Note that manual mode should be preferred when there is remaining
filament in the tube.

/240°c

Heating extruder...
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2.3 Settings

Network
FilamentDetect

Language i

Prepare

PrinterName

&

Settings

Camera
O
FactoryReset

@

Maintain

The following functions are included in [Settings]: Move, Network, Fan, Language,
Status, Camera, Brightness, Light, FilamentDetect, Buzzer, PrinterName, About,
FactoryReset.

<> Move: to move the extruder left or right, (note that the noise is normal if it moves
past the farthest point of the left side), and to move the build plate back and forth,
(note that the noise is normal if it moves past the farthest point of the front side);

= Network: connect device to hot spot/WLAN/Flash Cloud/Polar Cloud;

&5 Fan: to turn on/off the fan;

(® Language: select language;

¢ Status: including device temperature, X/Y/Z position, etc.
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Camera

Camera: Remote monitoring. Turn
on the camera during printing, and
turn on time-lapse, and time-lapse
video can be recorded in the
memory disk; it can be found in

@ [Pictures]; choose [Take Pic], the

P live scene is saved as images;

Time-lapse

Take Pic

{¥ Brightness: Adjust the screen brightness;

¢ Light: turn on/off the light on the extruder;

& FilamentDetect: filament check sensor is on/off;

[\ Buzzer: Turn on/off the sounds of device startup and screen click;
7] PrinterName: User can name the device;

(i) About: information of this device;

) FactoryReset: this device is restored to factory setting.

2.4 Maintain

Maintain

—J—

Build Upgrade

Upgrade
Prepare _—_o LOg
n ChangeExtruder
@ ] Calibration
Settings @ —
' > ChangeExtruder
Maintain

2.4.1 Upgrade
When the device is connected to the network, it will be prompted to upgrade when the
new firmware is released;

2.4.2Log
When the equipment has abnormal movements, the problem can be fed back to the
official after-sales team of Flashforge by copying the log.
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2.4.3 Calibration

Extruder Calibration-
Expert mode

Expert mode is developed for
experienced users, where the
distance between nozzle and

platform can be adjusted directly.

Z-axis @ 0.01 @

Expert Mode

&

Normal Mode

It is necessary to calibrate the distance between the nozzle and the platform after the first
use or replacement of the nozzle;

Expert mode: Expert mode is for experienced users to directly calibrate the distance.
Click @ to make extruder move upwards, Click @ to make extruder move down-
wards.

Nine Point Auto Calibration Nine Point Auto Calibration

click the up and down arrows to click the up and down arrows to
adjust the distance between the adjust the distance between the
nozzle and the plaform so that it just nozzle and the plaform so that it just
touches the plaform touches the plaform

First point Ninth point

z-axis  -1.90 z-axis  -1.70

Extruder @ Extruder @

Normal Mode : extruder calibration and 9-point leveling offset are included.

Click on [Normal Mode] to start pre-calibration. The first point is to calibrate the initial
distance between the extruder and the platform. Click on the up and down arrows to
adjust the Z-axis deviation value. You can also sense if there is slight resistance by
pulling A4 paper between them to decide the appropriate distance. In general, no further
adjustment is needed. If large size model still cannot be printed after extruder calibra-
tion, or failure occurs due to uneven platform, please finish 9-point leveling by calibrat-
ing all 9 points. After calibration, the software will automatically calculate a mean value
for compensation; when calibrating each point, the user can also adjust the z-axis
deviation by clicking the up and down arrows; after compensation, the value can be
calculated and applied.
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2.4.4 ChangeExtruder

Select Extruder:
Please select according to the
actual nozzle version

Unload filament and power off before
replacing nozzle

After installing the new nozzle,
please make offset according to the
temperature value on the nozzle

offset @ 10 @ ; >
0.4-265 0.6-265

After installing a new nozzle, please set the compensation value according to the
temperature the replaced nozzle adopts to; the actual deviation range of the extruder:
-10 ~ 30. Click [next] to enter the extruder selection interface. Select the new nozzle to be
installed and the maximum temperature during preheating will be set according to the
selected nozzle. Please ensure that the installed nozzle is the same as the selected
nozzle type, and click [Complete] to return to the maintenance interface.

A

b

if a different nozzle is replaced, the default maximum temperature of
preheating will change to the temperature of the replaced nozzle.

2.4.5 Maintain

2 © 8> T @ B»

Maintainance advice How to connect Flash cloud ?
1. Open Flash cloud website:
https://cloud.sz3dp.com

2. Open the Flashcloud or About
interface of the printer

1. How to connect to Polar Cloud?

2. How to connect to Flash Cloud?

3. Prints cannot adhere to

platform? 8> Fashciond

4. How to use camera?

5. Hide the manual mode

6. Gears sound creepy when
loading

7. Expert mode in calibration

In case of errors or unclear operation, please check and operate according to the
maintenance suggestions first.
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Chapter 3 Software Installation

Find the FlashPrintinstallation package in the USB disk and selectthe version
corresponding to your system to install.
Oryou can download it from https://www.flashforge.com/download-center.

Chapter 4 Preparation of Device

The equipment has been leveled and calibrated before
Upgrade delivery, but due to transportation or other influences,

the distance between nozzle and platform may change.
Itisrecommended to conduct[Calibration] after

Ca[\-l;-r;tlon ChangeExtruder unpac kin g.

@ This step is optional, please refer to the interface
function introduction before operation.

Maintain
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Chapter 5 Print

Connect cable to printer;
turn on the switch, the
screen lights up.

1.Connectto power.

2. Load Filament: open the filament cover on therightside, insertthe filamentinto
the filamentintake, push filamentinto the feeding wheel until some resistance is
felt. Please make sure filaments are in the feeding wheel. Tap
[Prepare]-[Filament]-[Load]. Follow the instruction, filament coming out of the
nozzleindicates a success.
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Connection

IP Address

Build

IP Port:

Auto-scan

192 |68 .2 122 58899 When the user wants to use

repare the browser to view images,
the printerand PC must be

@ in anintranet (thatis, the

Settings printerand PC connect to
the same router).

R

- s

3.Model File Transfer

Method 1: Wi-Fi Connection

Tap [Settings]-[Network]-[WIFI], operate according to the instruction. Open
FlashPrint, click [Print], then click [Machine Type], select [FlashForge Adventurer 4].
You cantryto enterthe IP address or scan it automatically. The IP address can be
viewed in [settings] - [about].

FlashPrint

® stantslice  © Close preview L, local Save

Slice File Name: AABBCCDDEE
Estimated Print Time: 3Hours 25 Minutes
Estimated Material: 329 /1.9 Meters

Machine Type:
Material Type:
Layer Height: 0.02mm

3

Adventurer 4

15%
Hexagon
somm/s.
Vitesse voyage: somm/s.
Extruder: 220¢
Platform: s0°C

AABBCC..

1 220/220°C

< 60/60°C
D

Remaining time:2h18min

Printing...

Importstlorobjfileinto the slicer; after slicing, the printer will heat up and start
printing automatically.

Method 2: USB Device
Files can bereadin USB disk. Insert USB disk and select the files to print.

18



Method 3: Cloud
FlashCloud

(1) Open FlashCloud website (https:cloud.sz3dp.com) to register an account.
After the mailbox is activated, you can login and use it; after loggingin.

QF

&) FlashcCloud

@ it My Printer [OXCLLLITIIN  he current printer is empty, please add a printer

My Printer Name K Registration Code Type
BR7EIELe Add Printer
o —
@ Model Library
& @

(2) Click[My Printer] - [Add Printer].
Fillin the registration number (Registration Code) on page and name the printer.
After clicking OK, the information will appearin the FlashCloud interface of the
printer.

Polar Cloud
Registerthe Polar Cloud accountin https://Polar3d.com.
POLAR é Explore Connect Design Make Help  Shop n g
Member since 03/18 | 0 cloud prints and counting
Community Cloud Stats
& v 121 129,523 370,629
countries members prints
‘B Polar Cloud Update - Basic Print Settings
; Dean Morris published on May 23, 2018
Recent Community Objects

- A Polar Cloud Release Notes, March 2018

P _,? ‘dnewman published on Mar 30, 2018
J Printer Compatibility Search Tool ﬁ “

‘Van Morris published on Mar 29, 2018 ! )

Inquire Polar Cloud PIN code. Turn on the Polar Cloud switch and enter account
number and PIN after connecting Adventure 4 to network.
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4.Model Removal
Take outthe removable build plate, and bend the plate to get the model.

Nozzle and build plate are still hot after finishing printing, please wait for them to
cooldown before you operate.

Itisrecommended to take the plate to the outside of the equipment for model
removal, otherwise the model debris will remain in the equipment. Please keep
theinside of the printer clean.
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Chapter 6 Q&A

Q1.How to unclog the nozzle?

Method1: Tap[Preheat], heatup the nozzle to the settemperature. Once completing
heating, press the filament guide tube joint and pull out the filament
guide tube. Check to see whether the filamentis bent or filament’'s
cross-section is smooth. If not, cutit smooth, install the guide tube and
filament back. Tap [Load].

Method2: If method 1 does notwork out, use an unclogging pintooltounclog
filament.

Method3: If method 1&2 do not work out, please replace the nozzle.

Q2. How toreplace the nozzle?
Power off before replacing nozzle! No power on operation!

1. Pressthe leftand right clips and pull out the nozzle.

2. Pushinthefilamentthrough the filament intake manually, making it long enough
to be cut off;

3. Rotate the filament spool anti-clockwise manually, making filament retreat a little;

4. Press the left and right clips, install the new nozzle. Make sure nozzle slot and
bottom of extruder are on the same level.

5. Tap [Prepare] -- [Load], fillament coming out of the new nozzle indicates successful
replacement.
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Improperly installed Properly installed with
with seam noseam

Whether the extruder assemblyisin placeis judged as
follows:
1.When installed, the extruder must be pushed to the
end;
2.Check whether the installationisin place:
@®Touch the black buckle and the lower shell of the
white extruder, make sure no hollows are felt;
@0bserve to make sure thereis no large gap in the
joint of the black buckle and the lower shell of the white
extruder.

Q3.Dowe need to calibrate the extruder after replacing nozzle?

Yes, small errors may occur because of the calibration. To keep best printing
quality, you need to calibrate it again.

Q4. Whatcanldoif nofilament comes out of the extruder after I choose the file
and the extruder moves normally?

1. Checkthe filamentguide tube, make sure the filament has been pushed into the
extruder; if not, please tap [Load] tillfillament comes out;
2. check whether the extruder is clogged, if so, please refer to Q1.

Q5. How to solve if the distance between nozzle and platform is too large(far
away) or too small(that they collide)?

1. Tap[Maintain]--[Calibration];

2. The printer starts pre-calibrating. The first pointis to calibrate the initial distance
between the extruder and the platform (see Z-axis deviation value). Click the up
and down arrows to adjust the Z-axis deviation value. With the help of the leveling
card, you can feelif thereis any slight resistance to decide the appropriate
distance.

3. When the extruder is stillunable to properly print a large size model after
calibration, or when the model fails to be printed due to uneven platforms, please
continue using this function. The machine will calibrate the remaining 8 points.
After calibration is completed, the software will automatically calculate a
compensation mean to compensate. When each pointis being calibrated, the user
can also adjust the Z-axis deviation by clicking the up and down arrows. After
compensation is completed, the value is memorized and the extruder goes back to
zero.
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Q6. Can we use other brand filament which is not produced by Flashforge?

Adventurer 4 supports ABS, PLA, PC, PETG, PLA-CF, PETG-CF, etc., which have different
ingredients. Adventurer 4 tests out default settings like temperature and filament
outputto ensure the best printing quality. Other brands of filaments can be used with
the parameters adjusted. Because the required temperature between different
materials is slightly different, itis recommended to clean the previous filaments
before using new filaments, otherwise itis easy to cause extruder blockage.

Q7.1s Adventurer 4 compatible with all kinds of AC power input?

Adventurer 4is equipped with a built-in 24V/13.3A power supplier, suitable for
100V-240V inputvoltage.

Q8. Is Adventurer 4 capable of turning itself off automatically after printing job is
finished?

No.

Q9. What kinds of file formats does Adventurer 4 support?

Input: 3MF/STL/OBJ/FPP/BMP/PNG/JPG/JPEG Files.
Output: GX/G files.

Q10. Does Adventurer 4 support other cloud platforms besides FlashCloud?

Yes, Adventurer 4 interface is open up to all other cloud platforms.

Q11.Isthe ABS printing safe?

ABS filament will give off certain poisonous gas when heated up, please put the printerin
well-ventilated condition when printing ABS. We suggest using non-toxic PLA filament when
printer is near children.

Q12. How to solve edge warping and weak adhesion?

Method1: Heating up the platform canincrease adhesion between platform and
model.

Method2: Adding raftto modelwhenslicing in FlashPrint.

Method3: Applysolid glue to platform before printing.

Method4: Use extruder calibrationin expert mode or leveling calibration to reduce
the distance between the nozzle and the platform.

Method5: Make sure the platformis flat. Complete 9-point leveling suggested.

Method6: Apply extruder calibration to reduce the gap.
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Q13.Isitamustto add a raft before printing the model?

Not necessarily. More filaments come out of the nozzle when printing the raft,
higher success rate there will be. When the plate is heated, the adhesion between
the model and the platform increases, which makes the model adhere to the
platform well when printing, and also increases the success rate.

Q14. Afterreplacing the nozzle, printer status indicates that extruder temperature
is 300°C, and the fanis also working. Why is this happening?

Note:

Note that the temperature setting in the slicer file might not match the highest
temperature of the replaced nozzle.

Errors:

Errorsintemperature displaying indicate that the new nozzle is not properly
installed, and the extruder temperature cannot be read by the sensor. Please plug out
and installthe extruder again, make sure that the extruder is pushed to the end, and
the buckle and bottom of extruder are on the same level. Referto Q2.

Power off when replacing the nozzle.

Q15. The extruder makes out chug noise and no filament comes out of the
extruder, whatis the problem and how to solve?

Filament has not loaded into extruder, which is most likely because the extruder is
clogged or filament guide tube is not properly installed. Check the guide tube joint
first, if it's normal, referto Q1 for resolution.

Q16. Whatis the difference between filament loading, filament replacement and
manual mode?

Load: only load filamentinto the extruder;
Change:firstunloading and then loading filament, from fast to slow;
Manual: slow loading.

itis recommended to use manual mode during testing the nozzle
unloading filaments. Not recommended for loading filaments. If it

isused, please select the maximum length.

Q17. Adventurer 4 starts printing when the distance between extruder and build
plateis still large, causing filament unable to stick to plate.

Calibrate the printer again or finish Homing again before giving it another go.

Q18. Printing files cannot be found when using USB driver?

USB driver file is not correct. Adventurer 4 only supports FAT32 file system, please
format USB driver into FAT32 file system.
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Q19. How to connect to Polar Cloud?

Open Polar Cloud website, and log in account. https://polar3d.com;

. Clickin Cloud Accountontherighttop corner, rolldown the page to find PIN code;
. Open Polar Cloud on the printer, enter account number and PIN code;

. Turn on the switch and connectto Polar Cloud.

BWN o

Q20. How to connect to FlashCloud?

—_

. Open FlashCloud website: https://cloud.sz3dp.com/login.html;

2. Open FlashCloud interface or about on the printer;

3. Addthe printer on FlashCloud website, enter name and registration code of
printer;

4. Turnonthe FlashCloud switch to connect the printer.

Q21.How to use camera?

1. Turnon camerato watch live video on the Cloud;
2. Time-lapse function will take 100 pictures during printing and makes a video.

Pictures can contain up to 10 models, while videos 20 models.

Q22. Operation of movement

1. Whenthe length is notselected, press the button to start the movement, and
release the button to stop the movement;

2. Whenthe lengthis selected, press to start the movement, release will not stop the
movement until the corresponding length is reached.

Pay attention to the distance when it moves along the side to avoid
hitting the border.

Q23. Noiseinthe gear when loading filaments?

The printer adopts fast-slow loading, make sure there is no remaining filamentin the
guide tube.

Q24.Whatis expert mode in calibration?

In expert mode, the distance can be adjusted directly for experienced users. Details
can be foundinthe calibration instructions for expert mode.

Q25. How to set printing parameters during printing?

Set printing parametersin the printer. Note that adjustments might be delayed to
take effect, orimproper adjustments will affect printing quality, please set it with
caution.
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Q26. Wi-Fi connection failure?

1. Please checkifthere are any special characters in the Wi-Fi hotspot name, if there
are any, please modify them and try again;

2. Checkyour password for special characters, and if so, try again after you have
modified it.

Make sure the password is entered correctly.

Q27. Firmware update

Please do notdisconnect the network during download or update to prevent update
failure.

Q28. Turnonthe printer with white screen and no firmware

1. If you hearthe power-on sound, change the screen or the wiring;
2. If you cannot hear the power-on sound, please contact the supplier.

Daily Maintenance Instructions:

When the printeris not used for a long time, apply grease on the guide rail, do it
regularly every other month. Put filaments in the drying box to prevent moisture.

Ifitis used frequently, itis recommended to replace HEPA filter cotton once every 2
weeks.
Replace as follows:

1.0penthe frontdoor of printer, and 2.0penthe airfilter cover, putin a new
find the air filter device indicated in cotton filter, and close the filter cover.
the picture.
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Chapter 7 Support and Service

Flashforge team is on standby and ready to help you with any challenges you may
have with your 3D printer. If the issues or questions are not covered in this User Guide,
you can seek for solutions on our official website or contact us via telephone.

There are solutions and instructions to common issues that can be found in our
knowledge base. Have a look first as most basic questions are answered there.
http://www.flashforge.com

The Flashforge supportteam can be reached by e-mail or phone between the
working hours of 8:00 a.m. to 5:00 p.m. PST Monday through Saturday. In case you
contactus during off-duty time, your inquiry will be answered the following business
day.

Note: Because of changing different filament the extruder maybe blockaded.
It's not owing to quality issue, and outside the scope of 400 hours life. If users
encounter this problem, please contact our after-sale department and finish clean
work according to their instruction.

Facebook Official Group Address: Flashforge Official User Group

Email: support@flashforge.com
Address: No.518 XianYuan Road, Jinhua City,Zhejiang Province, China

S/N: FFAD******
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RESR BIRR4

BRLEE 1

ENRE X/Y#: 0.011mm; Z#i: 0.0025mm
THEE 0.1~0.4 mm

BB R 220x200x 250 mm

BREO= 0.4mm (2tik) 0.6/0.3 mm (TTE)
FTENE E 10~150mm/s

&= 2 3k B 265°C/240°C

RIFEMER ABS/ PLA/ PC/ PETG/ PLA-CF/ ASA/ PETG-CF

B AC100-240V/DC 24V/13.3A, 320W
BERYT 500 (L) *470 (W) *540 (H) mm
%R 585 (L) *570 (W) *680 (H) mm
U SR 4 FlashPrint

BN/ B X AN : 3MF/STL/OBJ/FPP/BMP/PNG/JPG/JPEGX#; ®H: GX/GX {4

‘i U/ LN/ LAKM
TENRIR 15-30°C
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uoozee o woc EEEETERY S MATARE
X
@®© oh10min

& 0.09MPLA @ FTENEY < @ *%*ZFE%E'\%&%%

@ 60mm/s

® 0.2mm ITENRE @ BEE
(M) Bx#assRiEmEE

FTENRE

amepcc . (D) () EETE/RETED

T 220/220°C < 60/60°C
— () BHTSRE, THTSHAT

FIRESE 2 h 18 min

IEZESTED

ONC

EZiRE

TR

< S

BREATEFF /X

BEITNSH: THERELRE/
FRIRE/FTHEE

Gl

Z: ZHiME, BHE-ETFA5SBRLEERES, UREHTAR., @ LFLERRE
k@ b, mMTEFLRRELET,

KB : BT ELNERANE, AT REIENARRRHTH,

REHERE, MERHNSEREEFEFNA,



wit (+) (o) TREFAREE;
gz (+) () nEmenz,

REFRE, BIWR; SEEUE, MALSER.

BELRSIEE: 265°C (RERSREIIMRIBESLERTE)
FFERSUIRERE: 110°C

AL RSP OUBEATRE.
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> ]
100 )

/ 240°C
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ET
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o RE: TRIRERE, BiRE;

8= i

R

©

B RTIEREE; FREGL, AERENIME, ETNIRPESREITENNM, 7
BERED, TEERPEN. RERR, BSBEANEEURAFXFHE.

RE: BHTRRERE;

KT BESLXTH/ X,

LBRI: FRAREMIERS

BE: AXREANEH FEURRERENES;

WRIRE: APUTEEXGRIRE;

XF: RENER;

REW: WERBH NER.

DO L

-
.
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HEIPEIN WfAEEFlashz?

1. fTFFlash= ik
https://cloud.sz3dp.com
2 ATHATEWIFlashZRAXEX T RE

1. fnfeTiEEpPolar®?

2. ffaE&Flash=?

3 ATH AR FEEAT?

4. fnferfE FIAEH TN AE?

5. FAMERRRE/NAIR

6. AR EIL R

7. BOEREAERER

BESERREAPHEHLEETEFZIN. RIFLLPESRN.

F-ERERE

FiE—: BUBDPHBIFlashPrintiREREE, EBRYNNRERAHTRE,
BEZ: NEARMIG www.sz3dp.com TEHRHIY AR,

FUE REESE
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= P20 EENB

Adventurer 4

[13::5:14 BEEH
0.4-240
v2.0.4-1.5
12 PSR
11.0
192 | 168 .2 . 122 : 8899
34.92m
12/ A TEER
220%200x250
AD4
R FT ENAL % 4 69 I 45 A0 BB i 4R Y
BAARMAC: 12:34:56:AB:CD:EF
AIs: MERFRER—NERP, FUWE
FlashiEAE: MUAJXK g
PolarfF3lS: FF017893 ;iﬁﬁmm °

RRATF: 6.19 GB

s

RS

BRX—: ERWIF
RERENRE-NE-WiFi, RERRTERRND,; THFlashPrint, KEXBEPHITER
, EEERRAEENF, TELHAIPHIFEHPAMHOAL, IPHUTERERE-XT
TEE.

FlashPrint

© FIH © xmme b FRE HIAXHER . AABBCCDDEE
STERBER: 325
AR 325 /1.9%

© Y220

Adventurer 4
PLA
002mm

AABBCC..

1 220/220°C < 60/60°C
D
FIAREFE 2 h 18 min

IEFESTED

©  ©

Bstlgiob] XHSAB R KRGS ; #TR, REDMRTRE, TEOVETMNES ITE, &
EXMEEMAFBITEH.

BFXZ: URITED

REGTEZIURITE, BYIRFHNXHREZEVE, BUEBAIIKRE, EETNXHRE
FTED,
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AR=: =T

RNEZITE

(1) TANRS=MIE, THKS, EEWERER, MoUUEREA.
W#=: https: cloud.sz3dp.com

&> FlashCloud

@& wm REYITENH [OEZBEEMN = iiienmnz, wamiTemn
— THNER k S #m
gz FMATEIHL

FEZROLANS
g rongn
=] amEs

ns
) wme [

D

B ®-

(2) RE [FHOITEDN] - RMITEOM]

EFMTENREESERS (ZEME) , MTENENEF, REBER, XEERSH

RETNNHRNE=RE .,

Polar =§TE]
IFPolarz s, EMKS .,
Polar=: https//Polar3d.com

POL/\'{éf Explore Connect Design Make Help Shop

Member since 03/18 | 0 cloud prints and counting

a @

UPLOAD

Recent Community Objects

- Polar Cloud Release Notes, March 2018
= =4 dnewman published on Mar 30, 2018

Printer Compatibility Search Tool 5- 2
Van Morris published on Mar 29, 2018

Community Cloud Stats
P 121 129,523 370,629
countries members prints
# Polar Cloud Update - Basic Print Settings
H Dean Morris published on May 23, 2018

wil

X

BRE, AEALALEEN, A% [Settings] , AEXHEPHPIN Code THEPIN 3,

BRR4EEMEETHPolar aFX, MAKSSPINGANT,
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TENZRE, RENITHFENLTEERS, BIRANEEE.
BREBRBYETERIIREHNBBETER, SNERERBEIEEREREFA, BUR
FREEE.

N
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FNE Q&A

Q1. BEEELEAM?

AR RERAERE, BEEREMAZMARMNITNEE, FMERK, RESEEQD,
RES4E, EFLNREEN, ZNLBEEFE. EFR2, HTER, BRELES
EZPFENBL, BREBLESR.

BR2: ARIERE, NERBHEZ,

BRI EEMAEHBLNEERRELDD, HEREE.

Q2. WA EIRBEIE?
A FEETR RPN LR

1. BEGEARN, FEKREBEE,

2. EHAOFHEL, FERMHEBRESEHILYN;

3. FHPMEEMRE, FLNER-L;

4. BEERH, BMBEEBAERSLD, HBEREEREMCS R THE;
5. AETRBSPIES--#L, BEILNME, BREERTR.

BER, REEIFN

ESLRE R B IMHMNT:

1 Z2RBAANRBELIRERR;

2RERBREEMN:
ORFHERSRNISAGELTREMME;
QORIRMNERESRNSABEL T REMATRKER.

THERR, TRBMU
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FERLREND?
FERE, BARRURSTEMMRE, ARIETHRE, BIEHTELRE.

Q4. REITENEE, BisLiEH), EHON—FRMEEHLEAN?

1. MESLE, BALHERCHABL, X, SEAHHLRE, EF2 NELdit
&
2. BERSLRTHEL, B2, MRARESEQL.

Q5. TEIERMEKS FARNUELSE (EETL) RLE (RBFL) E4N? NAH
T2

1. RE#EP - AT SRR

2. NBRFRABE, E—TRAREELEFEENNBRES (RZHEEE) , AELTH
LANZHREE; AT RREMHREEEERMOMEN, NE, BN AEEE,

3. HEABRERMEEFRFNITNAERRE, HETMERRTFEFAATEMSHEME, &
BREFERZNEE, NRSREERSR, RERRE, REBSENHE—MMRBERT
Mz, RESITRE, APUIECESRTH ETHLRBLZHEERZE, MzHE, 2
Z8E, BEEE,

Q6. TTLAfiE FA ELfth i MR B9 22 14 05 2

SRERAIZIFABS. PLA, PC. PETG. PLA-CF. PETG-CFEME, SRMEMEEAEERE
R RABENERIIZABS, PLA, PC. PETG. PLA-CF. PETG-CFE&MEMS I, BB ERE
umr_ HeSLRASHE, HEERITHRE. Ef&nuﬁi‘éﬂﬂ—ﬂz)\ﬁﬁﬁﬁ'%ﬁaﬁﬁﬂf‘%ﬁﬁ

AFARMREEEZREEKRE, EREMNEINEN —EMSESBERTET,
muzs%alﬁuﬁsugga

Q7. ERRAZEMBEACHAL?
ERR4EET—N24V/13.3AMAEBERIR, EEFT100V-240VEIMANEE.

Q8. B RABEITENT A BN XHIG?
e,

Q9. B RANZFMH ABKH1EN?

¥\ : 3MF/STL/OBJ/FPP/BMP/PNG/JPG/JPEG X {4
B GX/GXH

Q10. B ZR4KRZIF3D Cloud =24, XFEMZFEA/N?
Y, BERFANARMEOIFEGEFA.

Q11.iTEIABS M =2208?

ABSENFRIRPSBMEESA, FTHNSETEEUABHEPANTSITIER, EERRENERT
FE=SRENE TN, JLEESHAEMETEPLAT S,
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Q2 HTERBEREBAHMAERAREAN?

AR BNEEREUARERLOR, BMFESERNMKA,

FR2: BEYFIERRER, TERERILEA,

FE3: RERRK,

R4 BESFENBEREA, TTARR/NDRE, ERELREETRENHEFREIEE
TRE,

FR5: WATLGRERFE. MERRFRENRE, BEXATEEREBNIREE.

FE6: FERBELBOEINRER/NER

Q13 {TENR B R M A BB MRIRIG?

A—E, THEREHLERE, THRDXRRS, ERRMANEET, BESTEERM
MEMEIRAN, ESERTHNNEERFOMIETEE L, BEMRIEMITNMINE,

Q14. ERREBEENEIREIRERERTSERELEE300°C, HEBLINNBEREA
m=?

EREBERN:
R NHEREERE, TaSNYBRENEERSEERTE,
BEBR:

BEETRERBELERFJRAHLING, RPRERERIM, BERBERZRESL,
BELET R, BRRIOILSELTARFE, BATEEQ2,

ERIEHE 8% R,

Q15. HLNMEAHRRNME, HABEL—ERHLEAN?

HANMEHRROWEE, RBLNTEHANBELD, MATREBELELIRSLEVERE
REML, FEERTSLEEINESLEEERTERE, AEEEBSRBEQI.

Ql6. %, MEUMFHNEHAKRS?

Hege: AESBLRENEL;

BmegE: ARRLSREARINE, TRELFHYL, FREXYL, FEFEXY,

Filhee: XAEEHZ,

@3-l FOMRERNENSBEEERMHLNER, FRNIHAEER. UR
HELMEER, BERERERKE.

Q17 ERXMHFIRITNN, BATHRINSTEE—ERTEBLAFIRITN, SHEHE
ERERKRLEAN?
BENMREREERLDETBITE,

Q18. EAUE, HAETEHXH, HELAXKREAN?
UERKAEH, ERRIRIFFATI2B AN RE, BBUEKRAMMFATI2ER,
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Q19. {faE#EPolarz?

. ¥THPolarzmit, BEEKSZEM, https://polardd.com;
THAELEATZEKFPIAGR, ETHREZEPING;

. FTHHTENNPolarm i, WAKSHIPING;

. fIFPolarzFx, E#HPolarz,

A wWN =

Q20. WfaE#EFlash=?

. FIFRE=MAL: https://cloud.sz3dp.com/login.html;
A THATEIN NS =R EHE X TRE;

. ERHE WU ERMITENN, BWMANZFRAMITENFLOGEME;
CATHATEIN B RS = A X IR EERNE R .

A wWwN =

Q21. yN{afEFA AT AE?

1. EREG/IEE, TER EFEIME,
2. BRMMENINESETENDEBI00KERRETR, TR EESRNM.

B BRI 10MER, MABEF204,

Q22. B PRI NAIR

1. RBEPRENZTRAFIREY, WHRAFILEED;
2. BRRKENZTHIRESY, MAFREFELE, —BEEINERKESSFLE.

FHENNERES, BlLESDE.

Q23. HLNKELRII?
HEFAREHRZ, FNEHREHLNSLEDRGRRELE,

Q24. BEMA N ERERX?
EREAERBEARYE, EaFLRNAPEE FEUTEERERBPNEREHE,

Q25. {TENE R NI ARATEN S ¥?
ENTONFEREAESY, TRAREUHRSENERAZTRERSESHWITHNRE, 1§
BERE,

Q26. WiFiZEER L EAN?

1. FREWFIRRASRESHERKRER, NREGBEEXZEBRER;
2. BRETHERARRTN, IRAEBEHRZEHERER,

-REREEBAAER.
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Q27. EHEHERER
BABETHAEHHILR DB, HIEEHREK,

Q28. At AAHNERBRE, FEREMH?

1. MRABIANES, FERRBREHL;
2. MRFAREANEE, BHARMNE.,

B % 4E47 58 B8

SITEMNATFRPERERSH, BESNLRKERE®H, IBR—TAEHRK, BEEMR
ETEESD, URRH,

ENEITN, BI2ABE—KHEPA TIEMR;
AR

TATFHTEOALED], HEZSTIREE. 2ATAESEIRE, BIIRRRA, £L
WERRVE. WIEE.
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FLtEBPERE

NEZVHNERRSARRISABNAESS, EERBACRAERERIRPBIN
FAEE, MRRNEBMNBFPFRDRABER, RUTLUEANRININE 75 MG RIE R EMN
RRFE, HREBITLUESBIFRQQERRKA].

EHRMNNEM PO RE — L& LaRRBEMBRS R, SNFS ORI UERER K
BA MG www.sz3dp.com BEIfRR,

B E A —EI AN E48:00% T45:00800 8 BRiBIT BIEMN QQ RERNENEFH
B, AIEfEREE, MBERNFETHNBEREN, BNEETTNIERNE—NELER
IR, ATBRER, EERRE, BRNAMEEK.

Rn: BTERAANLY, SFELERRRBABELPERBELER, RERNT, &
BTRERSE, FE40NNEREERN, ERAFERARNEFERRE, ERAERE, HEER
HESTERREIE.

SRS A% : 400-8866023

E52MR QQ: 2850862986/ 2850863000 / 2853382161
3DEFEQQEE: 206773820

ATt HIESEHERXILIFEE5185

Rin: RREEHN, BRHUTFRFIS, LRSI EBHREHE.

S/N: FFAD******
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