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Safety Precautions

1) The temperature of the nozzle parts can reach 250 °C during the
operation of the machine. To ensure your safety, it is forbidden to touch
the model and nozzle directly with your hand while the printer is
printing or cooling.

2) During the operation of the machine, it is forbidden to reach into the
machine to prevent pinching.

3) The working voltage is 110~220V AC voltage 50HZ/60HZ AC. The
three-pin socket should be grounded. Do not use other power sources to
avoid damage to components or fire, electric shock and other accidents.
Note: Before powering on, please check whether the input voltage value
of the switching power supply meets the voltage standard of the country
or region.

4) When the machine is working continuously for > 96 hours, it should
be stopped for 1-3 hours.

Consumables

The consumables are not used after unpacking or for a long period of
time after the print model is completed. The consumables should be
taken out of the printer and sealed to prevent the consumables from
being exposed to the air for a long time, causing moisture and affecting

the print quality. At the same time, when the consumables are removed



The front end of the consumable should be fixed on the tray to avoid
consumables and affect the next print.

To use this printer, it is recommended to use the supplies provided by
the company. At present, the quality of consumables sold in the retail
market is uneven, and printing is prone to breakage.

Staggering and clogging the printer nozzle, etc., and irreversible damage
to the heating components of the nozzle, the extrusion motor and the
extrusion gear. The company will not guarantee the printer due to the
use of consumables other than our company.

Environmental requirements

Temperature requirement: 10°C~30°C, humidity requirement: 20%~50%,
this 3D printer can work normally within this range; beyond this range,

this 3D printer will unable to achieve the best print results.



A.Product information

(1) Model parameter

mode | Cube2 Machine size 238X228X266. 5mm
frame ABS Plastic Shell Machine weight 3. 5KG
Molding FDM (hot melt Package 320X310X375mm

production)

dimensions

Number of nozzles

1

Consumable color

Multi—color

optional
Molding size 120*140*105mm Power requirement | Output 24V
Layer thickness 0. 1-0. 4mm operating system | Windows, Linux, MAC

Memory card offline

printing

Support TF card

Interface

language

English

LCD screen

YES

Environmental

requirements

Temperature 10-30 °
C
Humidity 20-50%

printing speed Not more than Nozzle Room temperature to
120mm/s temperature 250 ° ©
Nozzle diameter 0. 4mm Hot bed NO
Slicing software Cura, repetier—host | Support PLA etc.
consumab les
file format STL, G-Code, 0BJ Consumable 1. 75mm

diameter




(2) Machine introduction

Extruder
Screen
Nozzle
Filament
Print platform
Filament
Rack

(3) Nozzle module exploded view

3010 fan

Heat block 4010 fan

nozzle

Air guide
Heater



(4) Install filament bracket




(5) leveling method

Turn on the machine and manually move the
nozzle to the middle of the printing platform.
Then let the z-axis go back to zero. If the copper
nozzle is far from the platform or close to the
platform or even press down the platform, raise
the z-axis. Then rotate the big head screw
pointed by the red arrow in the right picture.
Then let the z-axis go back to zero and repeat the
above actions until the copper nozzle is adjusted
to the distance of about one A4 paper from the
platform as shown in the right picture.

Click on the levelling button on the screen
and enter the levelling interface as shown below.
Click on five icons in turn to verify that the
distance between the sprinkler and the platform
is the same.lf the distance is not the same, use
L-shaped inner hexagonal wrench to rotate the
four corners of the platform screw as shown in
the figure until the requirements are met.

_©®
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B. Machine operation

(1) Machine control =m

Moving distance adjustment

= NOozzle temperature

Start printing g Dprinting speed

@E ] Page flip o Discharge flow

Pause printinglgg  distance

Print interface saam Parameter Hotbed temperature

Stop printing il speed of fan
g Nozzle temperature

=®= s Hotbed temperature

Slow in and out

Automatic feeding and discharging

Adjustment distance

— R
| sotomiet_|
—

— Bottom left

Top right
Bottom

Unlock the X.Y motor




- Click on the file to enter

©f

Page flip

Recovery g

Power failure recovery

(2) Main interface

Controls the movement of

the X, Y, and 7 Open the print file
coordinates, whether the and print interface.
motor is locked, the moving

Controls the temperature
of the nozzle and the
. ) heating latform, and
distance of the nozzle, and 50 .
controls the entry or exit

the amount of ejection. . .
! of the material.

Move Head Files Extrude

Auxiliary leveling function, Power failure recovery [ More parameter adjustment
which can be automatically

moved to the corresponding
position for easy leveling.




C. Curainstallation and operation software

=

e

14]

2.Cura_15.04.3

3.Device Driver

L
s
m

3| 1.Cube? Instruction manual.pdf

util
CubeZ.ini
. Cura_15.04.3.exe

ire i . L Cura 15.04.3 Setup = X

Choose Install Location Chooss Compancats
Choose the folder in which to install Cura 15.04.3. Choose which features of Cura 15.04.3 you want to install,

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

Setup will install Cura 15.04.3 in the following folder. To install in a different folder, dick
install. Click Install to start the installation.

Browse and select another folder. Click Next to continue.

Select components to install: | | '

Install Arduing Drivers
Open STL files with Cura
Destination Folder [[] Open OB files with Cura
[[] open &MF files with Cura

C:\Program Files (x86)\Cura_15.04.3 Browse...

Space required: 97.6MB Space required: 97.6MB
Space available: 137.0GB |

Mext > Cancel < Back Cancel

€ Cura 15.04.3 Setup —

Installing
Please wait while Cura 15.04.3 is being installed.

Welcome to the Device Driver
Installation Wizard!

This wizard helps you install the software divers that some

Extract: td85.dll computers devices need in onder to work.

Show details

To continue, click Next

Device Driver Installation Wizard =
. Cura 15.04.3 Setup —

Completing the Device Driver
N‘? Installation Wizard

3

Completing the Cura 15.04.3 Setup
Wizard

The drivers were successfully installed on this computer, Cura 15.04.3 has been installed on your computer.

You can now connect your device to this computer. If your device Click Finish to close this wizard,

came with instructions, please read them first. I

| Driver Name Status
| % Arduino LLC {(www.ardui... Readyto use




Configuration Wizard

First time run wizard

Configuration Wizard

Select your machine

Welcome, and thanks for trying Cura!

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

Select your bnguage:

‘What kind of machine do you have:

O Utimaker2

O Ultimaker2extended

O Uttimaker2go

O Utimaker Original

O Uttimaker Originak+

O Printrbot

O Lulzbot TAZ

O Lulzbot Mini

@0ther (Ex; ReoRan. Makerfof. Withox¥

The collection of anonymous usage information helps with the continued improvement of Cura.
This does NOT submit your models online nor gathers any privacy related infarmation.

Submit anonymous usage information: i

For full detzils see: http://wiki.uldmaker.com/Cura:stats

<wok [Hees ]| oo

Configuration Wizard

Other machine information

The following pre-defined machine profiles are availeble

Mote that these profiles are not guaranteed to give good results,
or work at all. Extra tweaks might be required.

If you find issues with the predefined profiles,

or want an extra profile.

Please report it 2t the github issue tracker.

Oers

O DeltaBot

(O Hephestos

(O Hephestos_XL

O Kupido

O MakerBotReplicator
O Mendel

O ord

O Prusa Mendel i3
(OROBO 3D RL
ORigid3D

O Rigid3d_Zero

O RigidBot

O RigidBotBig

O witbox

(O Zone3d Printer
Ojula

(O punchtec Connect XL
() rigid3d_3rdGen

@

<gack [ mext> | | concel

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.

Tf you like a default profile for your machine added,

then make an issue on github.

You wil have to manually install Marlin or Sprinter firmware.

Machine name Cube2
Machine width X (mm) 120
Machine depth ¥ (mm) 140
Machine height Z (mm) 105
Nozzle size (mm})

Heated bed

Bed center is 0,0,0 (RoStock)

3 cura -

File Tools

15,043
Machine Expert Help
Basic  Advanced Plugins  Start/End-GCode

Quality

d UM2extended firmware for the new support url on errors

Layer height (rm)
Shel thickness ()
Enable retraction @] ]
W
Bottom/Top thickness (mm)
Fil Density (%) D Welcome to the new version!
Speed and Temperature Cura - 15.04.3
50
Print specd{mys) Welcome to the new version of Cura.
printing temperature (C) | 210 (This dizlog i only shown once)
Bed temperature (C} 70
New in version 15.04.2:
Support = New firmwares for the Utieker2, Uttimaker2go and Utimaker2extended
* New and updated 3th party machine configurations
Support type MNone v|[] New in version 15.04:
* Fixed a small issue where Cura sometimes failed enable the save button
Platioeen adicaion ype = = Added save gcode shortcut key (CTRL+6)
* Updated UM2, UM2go an
Filament * Fxed smal issue n the UM2g0 fimware
Diameter (mm) 285
e
Machine
Nozzle size (mm) 0.4

e

10




Load madel file...
Save model...
Reload platform
Clear platform
Print...

Save GCode...
Show slice engine log...
Open Profile...

Save Profile...

Load Profile from GCode...

Preferences...

Machine settings...
Recent Model Files
Recent Profile Files

ZhenrsiB0iminlites
iizslsimeterd36igLam

Quit
Fi -
Diameter (mm) 1.75
Flow (%) 100
Marhina

e b

== A b

2019/3/10 19:38 =

2019/3/101941  EEES 11Kk

[ Cura - 15.04.3

Fle Tools Machine Expert Help

Basic | Advenced Plugns Start/End-GCode
Quality

Layer height (mm) 0.1

‘Shel thickness (mm)

Enable retraction =] ]

Fill

Bottom/Top thickness (mm)[ 1.2

Al ansty (%) ECH (=5
Speed and Temperature

Print speed (mm/s) 50

Printing temperature (C) | 200

Bed temperature (C) 50

Support

Support type Hone L]
satomsnescn e =
Filament

Diameter (mm) 175

Flow (%) 100

Machine

Nozzle size (mm) 04

11



(1) Slice software offline printing instructions

03 |
Inftal bryer ine width (%) | 100
Cut off abgect bottom ) 0.0 ]
Dual extrusion gvarkp (mm) | 0.15 |

Syl

Travelspend (mmjs}  (150.0 |
Bottom Gyar saed (mmfs) | 20
Infil speed {mm/s) lo.0
Top/omtom spead (mmys) | 0.0
Outer shel speed (mmfs) | 0.0
Innier shel speed (mms) |0,

Store Gcode
as afile.

Connect to youmagine

website.

Open file

Mirror

Rotation Scale

12



It works under
Mormal conditions.

1.Click on the rotating

2. Pull the rotation control
circle, by default 15 degrees,
hold shift and shake the
control circle, you can rotate

the unit by 1 degree.

/ Uniformly scaled size

The scale button

13



By "File" > Save "<filename>.gcode" (filename is a custom file name, the file
name should not be too long). The file name must be English or numeric. It
cannot be named as Chinese or special characters. The file must be saved on the
SD card. Under the root directory. Save the sliced file to the SD card, insert it into
the card slot, turn on the power, and print the steps. Select “Folder” in the main
menu of the display, then select the “filename.gcode” file you just saved, and
confirm the warm-up. And print

K

e tmall r

@yerhang 7"
iirdispanen r
H=Ray ‘i

[Erirere] B

o

MNormal: the most
commonly used mode.

Overhand:Used to view
the dangling position.

Transparent: Not very
useful

¥-Ray: Not very useful

Layers: It is best to check
this pattern before
printing to confirm that
the pattern is sliced
correctly.

14



(2) Software parameter setting

Basic | Switch to quickprint..
Quality L‘ Switch to full settings... I ﬁ
[]
Layer height (mm) ‘Open expert settings... CTRL+E _
Shell thickness (mm) = 20 heuisEigiminlites
B By bediiting W 4ot inete il 2ilgrame
Enable retraction Run head offset wizard...
Fill
Bottom/Top thickness (mm) 1.2
Fil Density (%) 20
Speed and ure
Print speed (mm/s) 40
Printing temperature (C) 200
Bed temperature (C) 40
Support
Ep— rra—
I "
Filament
Diameter (mm} 1.75
Flow (%) 100.0
Machine
Nozzle size (mm) 0.4

15



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

Quality

Layer height {rmm) :_El.l
Shell thickness (rmm) (1.2
Enable retraction .
Fill

Bottomy Top thickness |[rnrn}E 0.6
Fill Density (%) : 20

Speed and Temperature

Print speed (mm/s) |50

Printing temperature (C) | 210

Bed temperature (C) |50

Support

Support type | Mone w | I |

Platform adhesion type |Raft vl |l ]
|

Filament [

Diameter (rnm) 1.75 l

Flow (%) 1100.0 |

Layer thickness: 0.1~0.4mm available. 0.1mm high precision but long printing time, 0.4mm low
precision but printing time is too short, in general select 0.2mm.

Shell thickness: 0.4mm is very thin, in general select 1.2mm,that will increase printing time.
Enable retraction: To prevent the wire from leaking when printing quickly, otherwise it will affect
the appearance.

Bottom/Top thickness: In order to make the top layer print more perfect and flat bottom layer.

Fill density: If the intensity is not high, select 20%. If the intensity is high, increase it and the
printing time also will increase.

Print speed: Generally set 30-100, he print speed is higher and the precision is lower.

Printing temperature: Depends on the filament, generally select 190 ~ 210 degrees.

Support type: Include half-support and full support. In general the model with suspended
structure needs to set support, but surface will be rough after removing support.

Platform adhesion type: "None" means do not set any support, "Brim" increases the bottom
area. "Raft" base makes the model more adherent. To make the model better adhere to the base,

add a base or edge. But best to increase a base and a edge relative to the small bottom area.
Diameter: 1.75mm

Flow: 100%

16



Machine

Mozzle size (mm) 0.4

Retraction i
Speed (mm/s) 40

Distance {mm) . 6.6

Quality

Initial layer thickness (mm) | 0.2
Initial Ryer line width (%) | 100
Cut off object bottorn (rnm}| 0.0

Dual extrusion overlap (mm) | 0.15

Speed

Travel speed (mm/s)} '50
Bottom fayer speed (mmjs) | 20
Infil speed (mmy/s) 0.0

Top/bottomn speed (mmyfs) | 0.0
Outer shel speed (mmyfs) | 0.0
Inner shell speed (mmys) 0.0

Cool
Minirmal layer time (sec) ]
Enable cooling fan

Nozzle size: 0.4mm.

Retraction Speed: The speed of retraction when printing.

Retraction distance: The length of material retraction, generally select 4.5~8mm.

Initial layer thickness: The first layer thickness of printing. Select default option.

Initial layer line width: 100% will be thicker and denser, Select default option.

Cut off object bottom: The length of cutting off the bottom of model.

Dual extrusion overlap: 0.15mm. Select default option.

Travel speed: The moving speed when nozzle does not extrude filament.

Bottom layer speed: The speed of printing the first layer. Setting a slower speed to make object
better attached to base plate.

Infill speed, Top / bottom speed, Outer shell speed, Inner Shell speed: Select default option.
Minimal layer time: Select default option.

Enable cooling fan: To cool the temperature of nozzle.

17



D. Operation

ol
K
o
CH340G_USBEE
=

CH341PT.DLL CH341564.5YS  CH341S98.SYS  ch341SER.CAT

¥ ERE(X64) -

UREh AL E,
JEFFINFS 4

HE

Cen

for online printing

1.

computer, the driver will be installed automatically.
If it doesn't install automatically, find the driver

under the driver folder and install it manually.

o
-

‘o -

U(. ), ¢ “-a{r_,

3 = 2

==
CH341SERINF  CH341SER.SYS ~ CH341SERVXD  DRVSETUPG4.ex SETUP.EXE
e

BazEjpg

CH3413ER.INF

¥WCH.CN
|__ USB-SERIAL CH340
|__1104/2011, 3.3.2011.11

'g IREnEE(X64) = | 5%
Eshxfima
PEFFINFI 4T CH3415ER.INF -
DriverSetup ﬁ
Tk -
e 11.11
) @ ==z
wh ﬂ
|
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Power on the printer, connect USB to a



2. Ctrl +"," opens the "Preferences" dialog.

Print window _ Filament settings
Printing window type Pronterface UI v | Density (kg/m3) 1240
Colours Cost (price/ka) |0
Model colour Cost (price/m) o
! SD Card settings .
7 Auto detect SD card drive [+ _

L Eook & Base folder to repicate on SD card| C:\Users\Admins || ...

Cura settings

Check for updates

 Send usage statistics v
ok |

3. Click on the menu "Model" "" Model Settings" to open

Machine settings Printer head size

E-Steps per 1mm filament 0 Head size towards X min {mm) | 0 |

Maximurn width (mm) | 125 | Head size towards Y min {(mm} |0
Maximum depth (mm} | 125 | Head size towards X max (mmy}| 0
|
|

Head size towards ¥ max (mm} 0

Maximurm height (mm} | 125

Extruder count |1 v: Printer gantry height {mm} 0

Heated bed O o .

Machine center 0,0 ] Communication settings

Build area shape |Square v Serial port COMS v

GCode Flavor |Repﬁap {Marlin/Sprinter) w I Baudrate ‘AUTD v
Ok | | Add new machine | | Remove machine | | Change machine name |

Select the corresponding serial port (different computer serial ports may
be different, generally choose the larger one), the baud rate is “AUTO”,
click 70K”.

Status shows that the
connection has been

19



2. After loading a file, click the status icon above or “Ctrl+P” to start
printing, and the print window will pop up.

Single shaft back to zero
=4

Temperature
E E

Bed temp
u .

Back to zero

We can click on the gray circle on the window to control the motion of the
XYZE axis, respectively, 0.1, 10, 100 means the amount of each movement.
The G-code control can be entered in the lower right corner text box. Do not
use it if you don't understand it. Click “Print” to start printing. Please be
careful during printing to avoid printing failure.

20



E. Resume printing and filament run-out

detection function

(1) Power outage recovery

When printing for a period of time and

m G the height of the print exceeds 0.5mm,
the power-off icon will be displayed. At

e e Files Fierudi this time, 'Fhe power is turr?ed back on,
and the icon can be clicked. After

waiting for the temperature to rise,
normal printing can be resumed.

Leveling  Recovery

00

Move Head Files Extrude

Leveling  Recovery More

21



(2) Filament run-out detection

happy.gcode happy.gcode

&j 200/200 @ 255 &j 200/200 @ 255 ¢
. 50150 I 0.1 . 50/50 T o
I () E—

X 2H30M  (7) 00:0005 X 2u30M  (7) 000005

o Printing... o No enough materials! o

22



F. FAQ manual

Question1: How to update the firmware?

1. Copy these two files to the SD card

Longer3D.UI project.bin

2. Then restart the machine and wait for
the machine progress bar to complete
before the firmware is refreshed.

3. Then the user needs to delete the two
files in the SD card to be used normally,
otherwise the firmware will be refreshed
every time the phone is turned on

Question 2:What if the filament does not discharge from the

machine?
1. After the machine nozzle is heated, the

consumables are normally fed into the
feeding mechanism by hand, and then
passed through the Teflon tube to enter the
nozzle.

2. When it is found that the gear of the
feeding mechanism emits a "beep" sound, it
can first check whether the consumables
are wound, causing the extrusion
mechanism to pull the material.

3. If this is not the reason mentioned above,
please remove the fixed two screws
according to the figure, pull out all the
cables of the sprinkler assembly, and
remove the whole sprinkler assembly for
replacement and repair.

23



Question 3: When the machine

returns the filament, it can't be

returned. What should | do when stuck in the pneumatic joint?

2. When withdrawing the
consumables, before the end of
the consumables reaches the
pneumatic joint, we will usually
pull the Teflon directly from the
Teflon and cut the end of the
consumables.

1. Before returning the material, please
heat the nozzle first, and then withdraw
the consumables as soon as possible. If
you can't pump it, you can re-feed the
material with the advanced material,
and melt the extruded block formed at
the end of the consumable in the
nozzle.

3. Because the end of the
consumables in the nozzle will be
deformed by heat, if the end
deformed consumables are directly
pulled out, it may be stuck to the
pneumatic joint or the limit switch for
damage detection. (The limit switch
for the broken material detection is
single. Towards).

Question 4: What should | do if | cannot resume printing after

power shutdown?

If the power is suddenly turned off when the part is first printed, the machine
will not save the print data. Unless the height of the print exceeds 0.5mm, the
power failure will be supported. If the height is less than 0.5mm, it is

recommended to reprint directly.

24



Question 5:After the machine heats up, the filament is discharged
normally. However, when the printing is performed for the first time,
the curling occurs on the platform. After printing several layers, the

filaments get out of the platform. What can | do?

1. After the user gets the 3D printer, if the leveling is found to be curled on the
first layer of silk, it feels like it is gently falling on the platform. It can be judged
that the leveling is not adjusted, and the nozzle is too high from the hot bed.,

2. At this point we need to re-level, the quality of the leveling can largely
determine the success rate of the part printing.

3. In addition, in order to ensure good contact between the model and the
platform, we can set the larger plane of the model face down when slicing, and
can also be set in the slicing software to add Raft to the model, which can make
the model stick to the platform. Firm.

25
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