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1. Packing List

IT3D

H300

yf/w%”‘

—l||

. .

-

Wrench and screw

Diagonal pliers

Il

IT3D H300 SD card TF card
&- : é "—E%‘Qfs\.- .
Power cable Ethernet Cable Nozzle

*

4

Filament Card reader
Grease Glue stick Nozzle cleaner
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2. The Basic Parameters

Printer Name IT3D H300
Build Volume 300*300*450mm
Printing Technology FDM

Nozzle Quantity

Single nozzle

Layer Thickness

0.05mm - 0.5mm

Nozzle Diameter (mm)

0.4]0.6]0.8]1.0

Printing Accuracy 10.2mm
Materials PLA/ABS/PETG/TPU...
Slicing Format STL / OBJ/ Gcode

Connecting Method

Ethernet cable/WIFI/USB

Slicing Software

Orca Slicer

Heated Chamber Temp

By air fan (Max. 60°C)

Printing base

Flexible magnetic bed

Camera View Yes

Max Temp of Hot Bed 120C

Max Temp of Nozzle 500C

OS compatible Win 7 / Win 10
Max Printing Speed 300mm/s
Resume Printing Yes

Filament Run Out Detection Yes

Rated Power 600W

Output Voltage 24V

Rated Voltage

100 - 120V / 200 - 240V

50/ 60 HZ
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3. Printer Installation

3-1. Cut all the cable tie, take out the tool box and filament.

3-2. Move the extruder to the center position of the machine.

"

3-4. Plug in the power cord and turn on the Switch.
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4. Auto Leveling

Reset X, Y, Z axis. Click “More”—“Z Calibrate”—*“Start”. The printer will begin auto leveling.

5. Preheating the Extruder Temperature

Click the temperature displayed on the right side of the extruder and enter the temperature you need,
then click “N” to confirm.
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6. Extruding the Filament

6-1. Find the filament holder in the tool box.

6-2. Install the filament holder in the small hole at the back of the machine.

6-3. Hang the filament on the holder and cut the end of the filament into a 45-degree angle

with diagonal pliers.
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6-4. Push the filament into the material break detection sensor, remove the white pipe from the
top of the extruder, pull out the filament and insert it into the small hole at the top of the extruder,
then insert the white pipe back.

Note: The white pipe does not need to be pressed tightly for the time being.
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7. About the Slicing Software

7-1. Orca Slicer installation version:
Orca Slicer 2.0 and above

7-2. Compatible operating systems:
Windows 10 or later, 64-bit
Mac OS X 11 Big Sur or later, 64-bit
Linux, 64-bit

7-3. The configuration parameter is only for the model: IT3D H300

7-4. Find the USB drive in the tool box, open it, find the Orca software, copy it to the computer and open
the software.
(D After installation, open the software and click "Get Started" to enter the configuration wizard:

DFe B B

@ © Prepare < Preview Device B Project

Setup Wizard

New Pr(
|

Recently opened s

Welcome to Orca Slicer

Orca Slicer will be setup in several steps. Let's start!

@ Select your region:

OFre B =

@  © Prepare < Preview Device & Project

Setup Wizard

New Pr 3 "
e Please select your login region

Recently opened

Asia-Pacific
Europe
North America

Others




3 Select the printer you have:

Printer Selection

Clear all

> —
IT3D H300
0.4mm nozzle

@ Select all "IT3D" brand filaments by default, and click “Confirm”:

System Filaments

ASA-Aero PA-CF
PLA-AERO PLA-CF
HIPS PCTG PE

Custom Filaments

ColiDo Elegoo IT3D

PAB-CF PA-GF PET-CF PETG-CF
PPA-CF PVA PA BVOH EVA
PE-CF PHA PP PP-CF PP-GF

PPA-GF SBS PA11-CF

PC-CF PVB

Vendor: All Bambu Lab Polymaker eSUN Generic Anycubic

Overture

Clear all

[ Elegoo Generic ASA

[ Elegoo Generic PETG PRO
[ Elegoo Generic PLA Matte
IT3D Generic ABS

IT3D Generic PETG

IT3D Generic PLA

IT3D Generic TPU

IT3D

PRINTERS
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® Network plug-in, just follow the default and click “Next”:

=]

Prepare

Setup Wizard

New Project|

Stealth Mode

This stops the transmission of data to Bambu's cloud services. Users who don't use

Recently opened BBL machines or use LAN mode only can safely turn on this function,

O Enable Stealth Mode.

Setup Wizard

New Pry
el

Proprietary Plugins

Some printer vendors require proprietary plugins for communication with their
Recently opened printers. Please select the corresponding plugin if you use such printers.
Please be aware that these plugins are not developed or maintained by OrcaSlicer.

They should be used at your own discretion and risk.

Install Bambu Network plug-in

New Project Open Project
‘ Login/Register

(© Recent

Recently opened

B Downloading Bambu Network Plug-in *®

Installed successfully

100% (_Close
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7-5. Modify the Language of the Software
Note: if you do not need to change the language, please ignore this step.

@ Click the icon in the menu and select “Preferences”:

[5 Fle [ [E i B (O 5 Zalibration

Edit £ Preview

View 5
Preferences Ctrl+P
Help »

@ Select the "Language" option in the pop-up window, set the required language, and restart the software.

B Preferences X

General Settings

I Language -~ English I
Login Region ~ China
Units ~ Metric (mm, g)
Default Page - Home
Camera style -~ Default

Allow only one OrcaSlicer instance
Zoom to mouse position
Use free camera

Reverse mouse zoom

@ After restarting the application, add the corresponding printer again after the printer has been added,
and click "Select/Remove Printer (System Preset)":

Oirle E B < Calibration Untitled

M £ Prepare $ Preview [@ Device Project

Printer o o= | .

} - IT3D H300 0.4 nozzle - # M 4 7
i

=
ColiDo DIY 4.0 0.4 nozzle
ColiDo DIY 4.0 V2 0.4 nozzle
CoLiDo DIY 4.0 V3 0.4 nozzle
ColiDo SR1 0.4 nozzle 1
CoLiDo X16 0.4 nozzle |
Creality K1 Max (0.4 nozzle) E% |
Geeetech A20 M 0.4 nozzle B e
IT3D H300 0.4 nozzle

Others
MyKlipper 0.4 nozzle

MyMarlin 0.4 nozzle

Prusa XL 5T 0.4 nozzle

Voron 2.4 250 0.4 nozzle

Wanhao D12-300 0.4 nozzle 9

QOuter wall 0.4 i or %

10



@ Find the IT3D brand, select the corresponding model, click the option and confirm.

IT3D

Printer Selection

Clear all

—
mo

-—
IT3D H300
0.4mm nozzle

5

: Gl :

7-6. Connect WIFI

@ Operate the printer control panel, select "More" -> "Network" on the homepage, click the right arrow O to
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connect to the Wi-Fi in the same as the computer, and after success, record the IP address displayed on the screen @),

such as "192.168.1.63" in the figure below.

M2e° {30
Temp (°C)
Il Extruder 264
lmm Bed 29.9
426

50.3

15:46 15:50 15:54 15:58 16:02

B27° §i30°
-

@ - Interface: wlan0

PAM-4F (Connected)

= saved y
A > TKIP AES WPA-PSK
- %  Max:130 Mbits/s
; 24Ghz 11 82%

CO:F6:EC:0C:34:D8

ChinaNet-4F

AES WPAPSK

Max:130 Mbits/s

24 Ghz Channel 7 60%
DB:4A:28:C7:03:28

ChinaNet-EhYY
AES TKIP WPAPSK
Max:130 Mbits/s

2.4Ghz Channel 2 52 %
DC:A3:33:A2:47:F0

rhlaetlce ar

11

)
O KlipperScreen

IP: 192.168.1.63

_ B2 @aoe

6 5

Network

Network

-t
s
Limits

Update

0

Notifications

X

. Save Config

@

System
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@ Return to the slicing interface, click the "WIFI" icon, modify the name, enter the IP address displayed on the
previous screen, click "Test", if it shows that it is successfully connected to OctoPrint, it means the input is correct,
click “OK”, and confirm again to complete the pairing of the slicing software and IT3D H300.

Project
[l ¢ I

[® Printer o -

- IT3D H300 0.4 nozzle \@

Bed type - Smooth High Temp Plate

{0 Filament Fushingvolumes | [+ (= I3

Bl - T30 Generic PLA [#

& Process ((EREP Objects Advanced @) [E%:
Physical Printer X

Save Machine as

IT3D H300 0.4 nozzle - Copy o

Print Host upload

Host Type: ~ Octo/Klipper

) Browse ... Test

Hostname, IP or URL:

172.16.50.35

Device Ul:
APl Key / Password:

HTTPS CAFile: = Browse ...

Ignore HTTPS certificate
revocation checks:

HTTPS CA file is optional. It is only needed if you use HTTPS with a self-signed certificate.

OK

Orca Slicer - Success! *®

Connection to OctoPrint is working correctly. 8
[ Test

HTTPS CA File: = Browse ..

12



7-7. Wi-Fi configuration is complete. After clicking "Slice Plate", you can select the "Print" option to transfer directly

to the printer via WiFi; you can also select the "Export G-code" file to save it to a USB drive.

Cirle E

m = Project

@ M & S | H0DHOH

Urtiese ,

Printer B

~1T3D H300 0.4 nozzle - M &7

Bedtype - Smooth High Temp Plate

(i) Filament Flushing volumes | i (&= T ‘

n ~ [T3D Generic PLA @

$ Process (IR Obiects Advanced @ [E%% ‘
~ 0.20mm Standard @IT3D H300 B @

m Strength Speed Support Multimaterial Others
E Layer height

Layer height 02 mm

First layer height 02 mm

= Line width

Default 0.4 mm or % Object name: 3DBenchy X
- Size: 60.001 x 31.004 x 48 mm
First layer 045  mmor% Volume: 15550.4 mm*
Triangles: 225154
Outer wall 04 mm or % ¢
Cifle B I : Untitled o
M & Prepare £ Preview [E Device Project ~ | Slice Print
Color scheme - |jpe Type
T = | y
Printer =T ne Type Time  Percent Used filament  isplay
e 097m 28B¢o 240
- IT3D H300 0.4 nozzle - M @ % 48.00
Bedtype |~ Smooth High Temp Plate
0.65m 1
o ~ & e 040m 1
{il0 Filament Flushing volumes | ([ (= s ~ ] 4 017
n ~ [T3D Generic PLA [# |
& Process () Objects Advanced @@ [El%% |
~ 0.20mm Standard @IT3D H300 Q

Quality Strength Speed Support Multimaterial Others

|£ Layer height s
Layer height 02 mm
First layer height 02 mm

é Line width 2 G1 98 Y158.609 E.06398 =
Default 0.4 mm or % :-.2=G
First layer 045  mmor%
QOuter wall 04 mmor % v =

IT3D
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]
Export G-code file

Print

Export G-code file

13
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8. Start Printing

8-1. Find the USB drive in the tool box, insert it, and choose the file you want to print.

All printing operations completed!

14
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9. Machine Function Introduction

9-1. Screen Functions

9-1-1. The temperature is displayed on the left side of the screen, and the operating functions are displayed

on the right side of the screen.

Base @Wase {iffasc @ -101°
Temp (°C)
I 9 Extruder 24.6

& Extruderl 24.7

E 3 Heater Bed 25.2

04:04 04:08 04:12 04:16 04:20

9-1-2. “Move” interface:

o i

Temperature

e 5%

Each XYZ axis can be moved and reset to zero. Each time the machine is turned on,

it is necessary to reset to zero before moving each axis.

Bizse Mase fil2sc w-101°
Temp (°C)

| ) Extruder 24.6 %% m

[ Extruderl 24.7 Temperature

ﬁﬁ Heater Bed

Extrude

| @& Chamber Heater - {\C’}}

04:04

9-1-3. “Temperature” interface:

@ 25° @25 §if25° # -105°

P Q

Y+ Disable Motors
Y-

Y?

Move Distance (mm)

The preheating temperatures for various materials have been preset. Select
the item you want to heat in the column on the left side of the screen, then click the button for the printing
material currently in use in the lower right corner of the screen. You can also directly enter the temperature

to adjust the temperature.

Base W25 ji{2s° @ -101°
Temp (°C)

I 8 Extruder 24.6
& Extruderl 24.7 Temperature

B i Heater Bed

@ Chamber Heater @ {é}

04:04 04:08 04:12 04:16  04:20

15

° [ ase 2! Temperature
Temp (°C)

1 (! Extruder 24.6
Extruderl

(WHclter Bed

# Chamber Heater

0405 0400 0413 O



9-1-4. "Extrude" interface:
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If the dual-nozzle machine can switch the nozzles and perform feed and retract operations, if you want to
move the other nozzle, you need to complete the switch here and then return to the "Move" interface to

move the extruder. "Load" and "Unload" are the preset feed and retract programs; "Extrude" and "Retract"

perform filament extrusion and retract operations according to the "Distance" and "Speed" set on the

screen.

Base @a2se j§ij2sc #-101°
Temp (°C)

| B Extruder 24.6 <%°

1 Extruderl 24.7

I i Heater Bed 25.2

e
| @ Chamber Heater -100.5 @
I

9-1-5. "Print" interface:

B i i

Temperature Pressure Advance Temperature

o) P T

Unload Retract

Speed (mmy/s)

Material 0

You can sort the files as needed at the top of the screen. Click the print button to print normally. If you use a
USB storage device, you need to press the refresh button at the top after connecting it to read the

information normally.

Bass @250 fi2s° @ -101°
Temp (°C)

I % Extruder 24.6 Gg‘)

& Extruderl 24.7

Im Heater Bed 25.2

®
| # Chamber Heater -100.5
u

04:08 04:12 04:16 04:20

B 25° @25 fiii25° @ -102°
Name Date &

U

Temperature

@ £ IHDMIX_3DBenchy
Modified: 2025/06/10 12:21
Size: 3.5 MB
Layer Height: 0.2 mm
Estimated Time: 1 hour 7 minutes

16
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9-1-6. The "More" settings interface:
® Bed Mesh: The hot bed is leveled. It will be automatically leveled before you start printing.
It is generally not needed.

® 7 Calibrate: Calibrate the Z-axis leveling switch (z_offset). It will be calibrated before leaving the factory.
It is generally not need to use.

® Fan: Fan speed adjustment.

® |leds: LED light brightness adjustment.

® Macros: Macro operation. It is strictly prohibited to use.

® Camera: Click to view the camera monitoring interface. Click again to exit.

® Input Shaper: Vibration compensation calibration. Calibration can be performed every once in a
while as needed.

® Network: Connect to Wi-Fi for operation.

B 25° @25 §if26° @ -95°

i o
Bed Mesh Z Calibrate Limits

O

Q (3 S B

L
Leds Camera Console

< o 7

Input Shaper Save Config

2 @

Notifications System
L —

9-1-7. Built-in Light Control:
Slide the screen slider to adjust the brightness. Click the black block to turn off the brightness completely, and click the white

block to turn on the brightness completely.

B2se B2se §if26° @ -92°
4
Bed Mesh Z Calibrate Limits

5%

Camera

v
Input Shaper Save Config lipperScreen
Pt - -

T s

o @ 5

=
o2 =
Notifications System Fine Tuning

e — E
T — e —

17
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9-1-8. Input shaper calibration:

@ After entering, wait for the sensor to initialize. After completion, "Auto-calibrate" will automatically light
up.

@ After it lights up, click "Auto-calibrate" and select "Measure Both" to automatically calibrate the vibration
compensation value of the machine.

@ After the save interface pops up, click "Accept" to save the calibration parameters.

B 250 jiif26° # -95° Input Shaper
&l

03
Z Calibrate

Measure X
Measure Y
Auto-calibrate

Measure Both e e
ibration

NOTE: Edit your printer.cfg to save manual calibration changes.

40.0

X - -
Input Shaper Save Config KlipperScreen — .
B — = =

2hump_ei +

43.4

=

= 0 @ A =

Sins o S o

Network Notifications System Fine Tuning ; e L :

e — I/ Axes noise for xy-axis accelerometer: 31.377222 (x), 21.592436 (y), 24.176...
—

Save configuration?

Klipper will reboot

9-2. Remote Connection (two options):

Option 1: Use an Ethernet cable to connect the machine to the router. Check the IP in System in the machine

settings interface.
@25 W2se ffij26° # -95°

= 5

Bed Mesh Z Calibrate Limits Fan

250 @2sc {26 #-95° System
e vy, 4.9 9D
Distribution
Name: BIGTREETECH-CB2 3.0.2-25.05.0-trunk bookworm
Id: debian
Version: 12
Codename: bookworm
Release Info Name: # PLEASE DO NOT EDIT THIS FILE
Id: armbian
Kernel Version: 6.1.115-btt-rk35xx

5%
Console

[ S =

v &
Update Input Shaper Save Config KlipperScreen
o o e

= 0 0 =
—_r

Network Notifications S Fine Tuning
*“mﬂ:ﬂu‘nu et | EmEreesreoeoerTeeae;

Mac Address: 54:78:c9:94:ea:c0
Ip Addresses: 172.16.50.142
Ip Addresses: fe80::d2d2:dec1:c58c:5887

Tx Queue Len: 1024
Bitrate: 1000000
Driver: gs_usb

18
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Option 2: Connect the machine to WIFI and check the IP in the Network of the machine setting interface.
In the browser or slicing software, enter the IP address of the machine and enter the DASHBOARD column
to access the printer control interface.

B 25 @250 260 W -95°

] b

Z Calibrate Limits

B2se @2se 250 & -95° Network
2

Interface: wlan0 IP: 172.16.50.142

Print-Rite (Connected)
Password saved

(3 S

Camera Console

& o v <
Update Input Shaper Save Config KlipperScreen
— e

ol Q O)
Network Notifications System

Fine Tuning
e —
e ] —

In the browser or slicing software, enter the IP address of the machine and enter the DASHBOARD column to access the

printer control interface.

« o anfrres ] @ s B B % BoG L=
IT3D H300

DASHBOARD 3
82% Printing i} Temperatures
& wescam

> CONSOLE Chamber Heater

B HEGHTMAP e

Heater Bed
[® o-cooeries
MCU
30 G-CODE VIEWER s SoC
£ =@
£) HISTORY
Speed Layer
N, MACHINE 44 mmjs 416 of 500

Estimate ETA
0:35:51 15:29

@ Webcam

> Console

19



9-2-1. Introduction to the control interface:
@ Printing progress::

85% Printing

=

Layer
0.0 mm#/s 427 of 500

Slicer ETA

@ Temperature control and visualization interface:

i§f Temperatures
Name Current  Target
Chamber Heater 30.1°C 0
Extruder 200.3°C 200
Heater Bed % 60.0°C 60
MCU 48.4°C

SoC 47.2°C

@ Reset and control the X,Y,Z axes:

»%= Toolhead &

{® Position: absolute B default

[166.69]

X 17495 || Y

€ Z-Offset: 0.000
£ +0.005

A -0.005

(% Speed factor

20
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@ Camera interface:

@ Extruder Settings

% Extruder

D Extrusion factor

Pressure Advance Smooth Time

0.024 0.04

@ Fan and LED light control, you can adjust the fan speed or LED light brightness through the blue slider bar or directly enter

the percentage:

Ml Miscellaneous

% Fan0

+f» Chamber Fan
% Hotend Fan
% Motor Fan1
% Motor Fan2

% Motor Fan3

G- Led Light

#: Material 0

21
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9-3. The Z Calibrate interface:

@ Note: Calibration has been completed before leaving the factory. Calibration is only required when the automatic leveling
result is incorrect (the first layer is printed too tight or too loose). You can also achieve a similar effect by adjusting the z offset
during printing.

@ Enter the Z Calibrate interface through the settings interface:

° if26° ¥ -95° B 25° @250 {if26° W -98° Z Calibrate

= ®

Bed Mesh Z Calibrate i Start
TR st SR ETSETE

I - s .
t PROBE_CALIBRATE -
Q [ 3 |

Macros Z: 10.000

Probe Offset:
) o " B

Input Shaper Save Config KlipperScreen 1.290 8.710

rEE——— Move Distance (mm)

—
= Q O 3 O
! —F
Network Notifications System Fine Tuning £

@ If there is filament residue on the nozzle, please clean the nozzle first (it may be necessary to heat and remove the

filament).

@ After the nozzle is cleaned, click the return button in the upper left corner of the screen, select "Z offset calibration", and

click "Start".

@ After starting, the XYZ three-axis zeroing operation will be automatically performed. After the movement stops, take an A4
paper and place it between the nozzle and the hot bed. The purpose is to allow a slight friction between the nozzle and the A4

paper (calibration standard). Too tight or too loose will affect the automatic leveling effect.

Start
PROBE_CALIBRAT.

2:4.139

Probe Offset:
Saved - New
-0.860 4.999

Move Distance (mm)

@ You can see the default Z position. At this time, pull the A4 paper back and forth, or observe the distance between the
extruder and the A4 paper. In general, if the distance between the two is far, click "Lower Nozzle"; otherwise, click "Raise
Nozzle". The following explains the situation where the nozzle is far away from the A4 paper.

By default, you can first select the moving distance as "1", then click "Lower Nozzle", lower it once and pull the A4 paper back

and forth. Once you find it is too tight, immediately click "Raise Nozzle" once, and then change the moving distance to ".1".

22
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Continue to click "Lower Nozzle" and pull the A4 paper back and forth. Once you find it is too tight, raise the nozzle and select
the moving distance as ".01" again. Continue to click "Raise" or "Lower" the nozzle and pull the A4 paper back and forth, and

finally make the A4 paper and the nozzle have a little friction.
Z Calibrate

),
Start © ; Start

PROBE_CALIBRATE b PROBE_CALIBRATE

Z:4.139 : : 2:4.139
Probe Offset: Probe Offset:
Saved New . Saved - New
-0.860 4.999 -0.860 4.999
Move Distance (mm) Move Distance (mm)

@ After confirming that there is a slight friction between the A4 paper and the nozzle, click the "OK" button in the upper
right corner. When the "Save Settings" interface pops up, click "Confirm" again. After the firmware restarts normally, you can

start printing. The parameters will be saved until you adjust them again next time.

23 24

BE]

PROBE_CALIBR".IE

Z:4.139
Probe Offset:
Saved - New
-0.860 4.999

Move Distance (mm)

23
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9-4. Upload the printing Gcode file (two options):

@You can slice and upload in the slicing software.

@Upload the file directly in the browser, select G-CODE FILES in the sidebar, and then click the upload button to select the
Gceode file to be printed. After uploading, right-click the icon of the file to be printed, and select "Print start" to start printing.

& G AFEE 172165035/files as ¢y M M@ # ® v L “\%-; g) g

IT3D H300
ik
DASHBOARD

|® G-Code Files
'WEBCAM

Search
CONSOLE s r"' c *

HEIGHTMAP Current path: /gcodes Free disk: 21.8 GB

G-CODEFILES 2
D File size Last modified |, Object Height Layer Height Nozzle Diameter Filamen'

G-CODE VIEWER 2025E6H9
3DBenchy_PLA_42m0s.gcode ’ 29MB £ARdA 48.00 mm 0.20 mm 0.40 mm IT3D Gt

O H10:22
HISTORY
|:| IT3D_model_10cm_PLA_3h9m.gcode 249 MB giﬁ:ﬁs 100.00 mm 0.20 mm 0.40 mm IT3D Gi

MACHINE
\ IT3D_model 10cm_PLA 2hém.gcode 15.6 MB Zh2sEnkn 61.20 mm 0.20 mm 0.40 mm IT3D Gi

H 14:40

2 G-Code Files

Search
Current path: /gcodes

- >

3DBenchy_PLA_42m0s.gcode
=} Add to Queue

O
O IT3D_model_10cm_PLA_3h9m.gcode

=t Add batch to Queue
O
OJ

IT3D_model_10cm_PLA_Zh6m.gcode

IT3D_model_10cm_PLA_3h6m.gcode

24



9-5. Printer chamber temperature settings:

@ Generally, this setting is only required when

consumable column.

@) slide to find

CFre B B £

m 3 Prepare > Preview

Printer

- IT3D H300 0.4 nozzle - M

Bedtype - Smooth High Temp Plate

B - 3D Generic ABS
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printing with ABS consumables. Click the consumable edit button in the
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10. Printer Debugging Instructions

This method is applicable to the following models:
IT3D H300, IT3D H300 Dual, IT3D P300 Pellet, IT3D P300 Dual Pellet, IT3D HP300 Dual Mix.

This method should be performed only when the machine needs to be debugged and should not be changed without
permission!

10-1. Debug mode:

@ Force the XYZ axis coordinates (0, 0, 100) to move the XYZ axis. By default, it needs to be reset after powering on before it
can be moved. If you need to force movement, you can execute this mode. After debugging, you need to reset all XYZ axes
once, or shut down and restart.

@ Operation method on the machine: Enter the “More” setting interface, select “Macros”, and finally execute

"force_set_position", then you can return to the Move interface to move each axis.

Base Wase s @ -101° : Base @25° fff26° -05°
Temp (°C)
2
| ) Extruder 246 :::) )
Bed Mesh Z Calibrate
1 Extruderl 24.7 AR SR,

wane.:er Bed 25.2 ' Q @

Leds Macros Camera

P

t & Chamber Heater  -100.5

& 3 B v
e —— Input Shaper Save Config

Q
Fine Tuning
W 24> B 24° §if24° @ 24° Macros
Name ¢ & Settings

CARRIAGE_PRINT_FAN
SPEED

FAN_VARIABLE

force_set_position

M106

]

IT3D P300 Dual Pellet
DASHBOARD 2 <> Macros

WEBCAM ACTIVATE COPY MODE ACTIVATE MIRROR MODE
=

BED AUTO ADJUST  ~
CONSOLE

CARRIAGE PRINTFAN v FAN VARIABLE
o it 3 FORCESETPOSITION  LOAD FILAMENT v
G-CODE FILES M106 v  MI07 M4l v MI91 v
MOVE TWO EXTRUDERS TO CENTER
G-CODE VIEWER
PARK EXTRUDER  PARK EXTRUDERT

SEICIONY PRINT END PRINT START ~
9, MACHINE SET PAUSE AT LAVER  ~

SET PAUSE NEXT LAYER v T0 T

Z OFFSET CALIBRATE
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Cautions!

1. Do not try to use the machine in any way not described in the instructions to avoid accidental personal
injury and property loss;

2. Do not place the machine near flammable and explosive items or high heat sources. Please place the
machine in a ventilated, cool and dust-free environment;

3. Do not place the printer on a platform with large vibration or other unstable platforms. The shaking of the
machine will affect the printing quality of the printer;

4. It is recommended to use the consumables recommended by the manufacturer to avoid clogging the
extruder and causing damage to the machine;

5. Do not use other product power cords instead during installation. Please use the power cord included with
the machine. The power plug must be plugged into a three-hole socket with a ground wire;

6. Do not touch the nozzle and hot bed when the printer is working to prevent high temperature burns and
personal injury;

7. Do not wear gloves or wraps when operating the machine to prevent movable parts from being squeezed
and cut to human parts;

8. After printing, use the residual heat of the nozzle to clean the consumables on the nozzle with tools in time.
Do not touch the nozzle directly with your hands when cleaning to prevent burns;

9. Perform product maintenance regularly. When the power is off, clean the printer with a dry cloth to
remove dust, stuck printing materials, and foreign objects on the guide rails;

10. Children under the age of 10 should not use the machine without supervision to avoid personal injury.
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