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| Machine introduction/i&&4

1. Machine parameters/ &&%%

Technical Principle/ AR [EI2 DIW / AEEIZEES

Molding size/ R & %3] 150 x150x240 mm (LxWxH)/(ExEx &)

Layer thickness/ EE 0.4-1mm

Feeding method/ i¥#} 550 Electric putter+screw extrusion/ EBEhH#EHF + 185

Nozzle diameter/ lFIEEZ 1.6mm

Printing speed/ $TENEE 10mm/s - 40mm/s

Supporting materials/ Z#F#4#} Pottery or porcelain clay, Viscous fluid/ 3. ZiRE45H A

Operating system/ 2 HE(ER S Windows, Mac, Linux

Slicing software/ 15 #{% Cura, Slic3r, Simplify3D etc

Support file format/ Z#F32FE=0 .STL, .Gcode, .OBJ etc

Interactive mode/ ZE 5 Full color touch screen, SD card, USB connection/ £¥2filiE5F,
SD £, USB BX#ll

Input voltage/ i NEE DC12V10A

Adapter voltage/ iEE0 25+ AC 100-240V~50/60Hz

Machine size/ 12 R 350x300x500 mm(LXxWxH)/(¥xEx5)

Package dimensions/ @R 550 x 440 x 320 mm(LXxW x H)/( K xE x5 )

Package weight/ @SS 15KG




2. Machine Parts List/ ig&@ii=

1 x Eazao Zero Printer/ TEI#

1 x Electric putter/ EBzhiEFT

1 x Nozzle/ Wil

1 x USB cable/USB £

1 x Cartridge/ #}f&

1 x Feed tube/ #1&

1 x Tool kit TEEWH

1 x Printed bed/ $TENA#R

2 x Clip/ &+

1 x Power adapter/ BiESACEE *

1x SD card (gift)/ SD £ (I&5

1 x Microwave kiln (optional)/ i E P (FIi%k)
1 x Glaze set (optional)/ ¥l =% ( 7]k )

1 x Manual (not shown)/ BB+ (RET)

1 x Quick Start Manual (not shown)/ 1RiEN|7]
Fht (RKEBT)

*The power adapter is a gift, please use the correct and standardized power adapter product according to your country and region
*Optional parts need to be ordered separately according to your needs, not in the equipment.

*This manual is compiled based on the Eazao Zero standard 3D printer. Software and hardware upgrades and device models are
different, and products are slightly different. This is a normal phenomenon, and the actual product received shall prevail.
*BRERRANER, BIREFREERNMX ER ERREHNEIRIEESE™ R

* A FERBENFIEZSRITNH, FEIEED,

* ARt BA 1288 Eazao Zero tARY 3D FTENHARHIMIRR. MEHARILERSAE, FRiEERE, BEENR, ULRKEINSRAE,



3. Parts of the machine/ &&&#%

Front/ BIE

O
e—i L @

&—— O
—& —— @

PR ]
@ Extruder/ £ H# @ X axis beam/X #h1#2 3 Y-axis printing
platform/Y 3HITENFE A @ Full color touch screen/ £ ¥ fiE R
® SD card slot/SD £1& ® Z axis column/Z 3hiztE

Extruder/ 55541

—
| T
@ (3@ @@ @ @a

() Extruder motor/ $FHHEH] @ Coupling/ BX4h2as 3 Extruder
tailstock/ BFHEHEEE @9 Seal ring/ ZE4& 5 Extruder screw/
F{HB4F @0 G 1/2 tube quick connection/G 1/2 &k @
Extruder housing/ 57 HH#H14M% 8 Nozzle adapter/ IHEIE i s
Nozzle/ BiHE

Back/ E@E .
* 'V‘- . -
@ | F—
] ‘L“ 4 ®

@ USB port/USB i ® Electric putter cable/ BBahiETEELL
® Power switch/ EBJEFF 3% @ Power socket/ B8RO

Electric putter/ EBzhifiT

*As shown in the
figure, the electric
— putter stroke is
f:i at the maximum
‘ ﬁ position./ SIEIFAR,
L 4 BT TIEAE R A

' &,

| ;
®DOD B HSE HDDBO®

Finger nut/ FT#2:& @ Front stop/ Bi#4#R@ Rubber piston/ 1%
BSEE® Thrust block/ #773R@ Cartridge/ #15@ fixed screw rod/
EIE 2412 cartridge fixing ring/ BEAEE @ reducer/ B
anti-rotation flange/ BAlEA =@ threaded push rod/ B24UH#F6E
Stepping motor/ & E ],



4.Screen interface description/ ER5@EitHA

dyPrint>C lyPrint>Settings

Fan

=

Point5

Printing/ $TEN Leveling/ @ Setting/ 1E
Select "Language" to choose the
display language./ %&# “Language”
AILUEERRIES,



BackPutter/ #4F[EE

1.BackPutter- Electric putter back function/ BBEhH#TERINEE

This function retracts the thrust block of the electric putter to the side of the electric
push rod motor./ LLTHEERE EBThIEFTHE T IRELR B BB ThEAT BB 4L,

@ . For range selection, click the "10-200-2000" button twice to make the pointer
stay at "2000"./ SEEIERE, SF “10-200-2000" HEAFR, EEFEBE 20007 o

@ . Mode selection, click the "BackPutter" button to put the electric push rod in the
back mode./ IR iEHE, = “BackPutter” %, FEEINEFLTFEIEZEI,

® . To select the direction, click the "Out" button once to make the electric stroke
push rod back to 2000./ AFFA%ERE, M “Out” EH—R, FEEBINTTIEHEE 2000,
@ . Click the "Out" button 5-6 times, the thrust block of the electric push rod can
return from the maximum position to the minimum position./ s “Out” ¥l 5-6 /X,
BRIV R A UM R A EIR B E &/ M B,

Note: The electric push rod has no automatic stop function and needs to be stopped manually. When you need to stop the operation of the
electric push rod, click the button "Shut down", and the electric push rod will stop working immediately.

AR BoREaMELIEE, FEFHEFLE 3

10-200-2000 Shut down

PrePutter/ ##F55%

TEREFILENBET RN, RERHE “Shutdown” , MEBEMHEFFIZAMSLET R,

2. PrePutter- Electric putter pre-extrusion function/ BREhFFASTHHThEE

When printing is started and there is no clay in the feeding tube and extruder, it is
necessary to use the electric putter pre-extrusion function./ HFFAFTEN, XEIEMBT
HREERER, FEERBINEMETTHIhEE.

(@ . For range selection, click the "10-200-2000" button to keep the pointer at
"2000"./ SEEIER, =& “10-200-2000" &, EIEFESHEE “20007

2 . Mode selection, click the "PrePutter" button to put the electric putter in the pre-
extrusion mode./ ERRi%F, M “PrePutter” #&2il, FEEBINHEMGTIFTHIER,

(3. Select the direction, click the "In" button, and push the electric putter forward to
push the clay into the feeding tube and extruder./ %R, =& “In” &, BEIE
NEREHERT, ISR EHENERI BB E A,

@ . After the clay is extruded from the nozzle of the extruder, click the "Shutdown"
button, and the electric putter will immediately stop feeding./ Z#F MR HE
RS, =i “Shutdown” %0, EBEh#EFHEIZEMEIE#HEL,



PrintPutter/ #4F3TED

3. PrintPutter- Printing mode of the electric putter/ EBEHEFFITENE

When you are ready to print and need to confirm whether the amount of clay extruded is normal,

you can use the printing mode of the electric push rod./ HEZERITEN, FEEHINERFHERTIE

B, BILUER BRI TENE R,

@ . Range selection, click the "10-200-2000" button, the pointer selects "200"./ 5& F i %, = &
“10-200-2000” %4, %?Eﬁﬁ%ﬂ'\] “200” o

@ . Mode selection, click the "PrintPutter" button to make the electric push rod in the printing

mode./ WX, =& “Prthutter” 25, (EERThEFFITENE,

() Select the direction, click the "In" button once, the nozzle extrudes the clay./ A%, =F “In”

BHE—R, T T T

@ . When the amount of clay extruded by the nozzle is normal, click the button "Shutdown" to

stop extruding the clay./ HBEFHAPREEERN, REHEHE “Shutdown” LUELIEHFHEETR.

Note: PrintPutter-You need to perform the "PrintPutter" operation before each formal printing, which cannot be omitted, otherwise the

printing will fail./ & PrintPutter-

During Printing Settings.

ting: flower pot.g

T: 00:00:05 Z:1

SEEEREITENRNHIT “PrintPutter” 12E, FHEEEE, BUESBUTENRNK,

. >Operation

When printing, you can modify some settings using "Option./ $TENBY, AJLLEE “Option” {&X—LEigE,

1. Pause: Pause printing after the last Gcode command is completed (will not stop immediately, please wait patiently). Click "Resume" to
continue printing. / &1%: E&/E—% Gcode 16T EITED (FRILEMELL, BEMOER) o =i “Resume” LIKEEITEN,

2. Stop: stop the current printing./ {21k {1 H&IFTEN,

3.Power off and restart: If the power is interrupted or shut down during printing, this interface appears after restart, please select
"default", you can choose to continue printing or stop, please do not force shutdown./ ¥fEBE R : WRITELIZFMEH XY, ESEHM
1 6t9§ﬁ, BIEE BN, EEILUEERSSITENSELE, BREREIX.



5. Microwave Kiln/ gz
Microwave kiln is a ceramic sintering equipment specially developed for ceramic 3D printing. Its advantage is that the sintering speed is
fast, and it only takes 15 minutes to complete the sintering. But you can also use electric kiln or gas kiln for sintering. Electric kiln and gas
kiln need to meet the requirement of sintering temperature above 800°C ./ K E /P& Eazao £ 1AME 3D TENF LR RLEIRE, T
ﬁﬁ%g%ﬁlﬁ’ﬁh REE 15 PHAIRISERELS, BREWAIUERE kiln HESKEFHITHRE, BEFNSERERERSEEXT 800°CIL
‘g\ o

Note: The microwave kiln must be operated under the supervision of personnel, and equipped with protective glasses and gloves. At the
same time, ensure that the environment is ventilated and dry without flammable materials.
AR WEEPERRUIEAREN NHITERGE, HEGHIFENFE, RNFRIEBAMRBXTIEES R R0

6. Print material/ #Ten##

Eazao ceramic 3D printing is a new type of clay molding method. The 3D printing process does not change the nature of the clay.
Therefore, Eazao has no restrictions on the types of clay. You can buy clay for pottery by yourself from local pottery studios or online
stores. However, we recommend that you use our recommended clay as printing materials. You can download it on Eazao's official
website: www.eazao.com. Find the parameters and production methods of the clay./Eazao F8%& 3D $TEN2—F B MR A AN, 3D 1T
ENEEH AN TR, FLtt, Eazao XWFPRMERIRRE], MelUMEMBEZ TEERTLZHRERESTUIEZHMENR, EEK
MHEEERBRITEINAMRERITENME, E01E Eazao EMK MRS EMFIES % :www.eazao.com,

The Eazao ceramic 3D printer can use clay as a printing material. There is no need to heat during the printing process. The clay can be
recycled and is an environmentally friendly material. Pottery clay is made from natural minerals and contains organic matter and some
microorganisms. It should be placed in a cool, damp and dark place to slow down its deterioration. If there is mold inside, it is normal and
does not affect the use. If you purchase Eazao's clay, you will receive vacuum-packed clay. The optimal use time for the clay we provide to
you is within 14 days after receiving the goods. If it is not used up at one time, be sure to seal the package and place it in a cool and humid
place./Eazao F§# 3D TENHFI LAEFEFER(EAFTENAA AL, $TENRIZRETINR, BFRAILARIL, B—MIFRRFMEL. FERARAN YIRS,
NEEENMME L HEY, SRERRPTELNMT, BEHTFIRE, MRABHMLABANERNR, FEMEHR. MREWET Eazao
i’zgiﬁz;’_@ﬁ%ﬂ%§@§ﬂ'\ﬁﬁﬂ, BAMREL TR RN ERNEINKRESE 14 RNAT. IR—XEERR, BS4RBEERHaRAER
BERREEL.

In addition, Eazao ceramic printers can also print a variety of viscous fluids. For details, please contact: hello@eazao.com.
BRLESh, Eazao FEEFTENNURRILIFTEN S MR, #1EIEEE. hello@eazao.com,
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7. Glaze/ #ik
Eazao ceramic 3D printer does not limit the glaze, you can purchase the glaze yourself for post-processing. The remaining steps after
printing are exactly the same as traditional pottery./Eazao F§& 3D fTENHITTARI AR, EeILAETWEMELATTEAIE, FTENERGHIFE
FIBEERENEZ T2,

If you have purchased our microwave kiln, we recommend that you use our microwave kiln glaze. Eazao’ s microwave kiln glaze is a kind
of micro-mineral raw materials, which will precipitate if it is left standing for a long time. If you receive the glaze and find that the upper
layer of the glaze has a lot of water after precipitation, it is normal that the proportion of water will account for half. The bottled glaze we
sell has a capacity of 300ml, and the normal capacity of the glaze after precipitation is between 100-150ml. In addition, you can also buy
other low-temperature glazes yourself./ {IREMET Eazao WK EIF, HIEFEEARINNREMNFRERTE, Eazao NREURE P
BFRE YRR, KNERBRESTUE, MREWEIMEILIN, MEZTUERE EBRHKDRS, KOLHZLSE—FBEFTERRR. KITHERMR
EMPAE7 300ml, JUEEMEIEREASEE 100-150ml Z 8, pRittsh, SR ESMEECKERE.



Il Unpacking and assembly of the machine/ ig&evirF A%

Take the printer out of the package, and cut off the cable tie that secures the extruder and the printing platform./ $§3TENHIM E 2 FRERH, BY
T E E BT HANLAIFTENE B ML,

1. Assembly of electric putter./ sznititaozas

(i

1111

L1Install the screw rod/ ZeErT 1.2 Install the Anti - swivel groove flange &

L : 1.3 Screwing the M6 screw rod &

Install the Anti - swivel groove flange screw Tighten with nuts/ $7% M6 12+ 5 12
(M6X20, Four screws) / REEFHHIELE= B

& REMFIEIAEZIRL (M6X20, MFHRL)

Note: Motor terminal block and Anti - swivel groove flange should be on the same side./ & : BHIELHEFMHIEIEEZNER—M,

13
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1.4 Install the thrust block on the front 1.5 Put the rubber piston into the
end of the screw/ FE £ 4T Film & = FIIR cartridge & The cartridge fixing seat is

rotated and installed on the cartridge./
BREBOEEBRARIE R, RHEEEERE
RN L.

1.6 Thread the cartridge assembly into
the M6 screw rod & Install the front fixed
flange and tighten the hand nut & Install
the quick joint of the cartridge./ $5#}f&4R
HHEN M6 £ & RERIBEEE=ZHITE

125 & RERERIRIESL,
2.Cable connection./ &gz .
1) Connect the electric push rod to the printer/ 2) The switch in this figure shows that the device switch is in the off state at
GBI SITENNIERE this time, and the power adapter is connected to the device./ LB F* &R,

AN EF XA TFRARS, BRIRERBENRET,




I11 3D printing process/3D #TENjiiz

Safety guidelines/ £23&3| :

Before you begin, please read these important safety instructions./ FTEF A2 #l, BIIIEXLEEBNT 2R,

(1) General safety information:/ —fF R £ER:

a) Always operate the machine on a sturdy horizontal table or workbench in the room./ S AR EZER REHIK FRFRIIEA iR FAES,

b) Do not expose the machine to rain or humid environment./ B AN R EER PR EEIFED.

c) When operating this machine, please keep children and bystanders away. Children need adult supervision and assistance when using
this machine./ #/EZAH238Y, 1H1L) LEMZEME TS, | EFERAANSINEERANEEMNE,

d) Be vigilant when operating this machine, pay attention to what you are doing and use common sense. Do not use this machine when
you are tired or under the influence of drugs, alcohol or drugs./ TEREX BN SN RIFES, FRIRERTAHEREIR, BNEEREHZ LY.
BRI R e 5 A A28,

e) When the machine is still running, do not reach out into the machine or touch moving parts. Its moving parts may cause injury./ #1288{17E
B1TEY, ENRFRIN SRR IEMIENE . HiEmhBHrERSHEF.

f) Do not leave the machine unattended when it is turned on./ 57N BM TFHARRENEAEE,

(1) Equipment safety/ & ERLS :

a) The Eazao 3D printer contains moving parts and electric push rods. Please do not touch the inside and electric putter when the Eazao 3D
printer is printing./Eazao 3D $TENH @ & ichEF 4R RN, IEAE1E Eazao 3D FTENHIIT ENES flhih B 4 B AT EB chilE AT

b) If you have purchased a microwave kiln, the internal temperature of the microwave kiln can reach100 °C during operation. Please
operate the microwave kiln after 2 hours after the sintering of the microwave kiln or its internal temperature drops below 100°C ./ a5 &
i??ﬁﬁli&%%ﬂ, MR EFE TR AENRE R LUAE] 1000°C, BERKEF MRS 2/ \NEHEHRNIEEREE 100°CIUT, BYHKEF#
17815,

c) Before performing maintenance or modification, be sure to unplug the machine's power plug./ TE#{THIPRREZ B, SHIKISVESHE
LTS

15



1.Level bed/ AFiTENES

Make sure that all cables are connected correctly, turn on the machine, and clamp the printing bed on the printing platform with the supplied
clip. Level the bed to ensure that the print is stuck on the printing bed./ H{RFI B &4 EH1E W, FFE 188, AMRERNE FRITENARIRFIEITENES L.

TAEATENT & ATHRRITEN-RETEFTENE & Lo

1)Select the "Leveling" option on the main page, and level 5 points in sequence. Note: These points correspond to the numbers on the touch
screen./ EEETIEN “BFE" ED, RINFEFES MR TR XERWETFAER ENHF,

n==i =
[ —

2) Level the first point and place a piece of A4 paper between the printing bed and the nozzle./ BFE—"1 =, F—ik A4 GRAEFTENARIRAGME
Zl\EjO

16



3) Adjust the distance between the printing bed and the nozzle
by rotating the leveling nut at the bottom of the printing
platform./ @I FEdEFTENF & REBEVIA TR S, JAEEFTENAMRHI0E
I% 2 B,

(

5) Click on the second point, and level the second point
according to the above steps. Use the same method to level the
third, fourth, and fifth points. When all points are leveled, go to
the next step./ REE R, HRBERSBIFFEE 1=, £H
*Hﬁ?ﬁiﬁﬁﬁ%is BOMERNR. HFAEREFTE, HA
T_' E%o

4) Keep adjusting until the nozzle on the A4 paper (0.1mm)
has a slight resistance./ RETIE%E, HE| A4 4% (0.1mm) £
SIS H R HPE ST,

6) About the leveling distance/ X FIAFEEE

Due to the particularity of the printing material clay, the
clay can be deformed, and the distance between the nozzle
and the printed board can be appropriately widened. It
is not necessary to meet the distance of A4 paper. The
leveling distance is not necessary to be 0.1mm. When the
line of sight is level with the printed board, and the nozzle is
observed to be close to the board, it is considered leveling
at this time.

B TFHTENMAL clay BOFERIE, clay RILAIEZZE, Wil SITEDARIR
HEEEATLUEHEME, THERE A4 RNES, ATESIEN
2759 0.1mm, HMESFTENARFKTE, WMREIEESARE
BEAER, EBENARET.

17



Lock nut/$ii B8 &

Z-Axis Limit Bolt/
Z SHPR{4FE

Limit switch fixing bolt/
FRILFFXEEIRIE

18

7) Extreme leveling/ & FRiEF :

A. When replacing printing bed with different thicknesses or replacing nozzles with
different lengths, you need to adjust the printing bed again for leveling./ HFIREEFR—1F
BFTENAMRENE B KERRNGIEN, SEBRARITHNTESHTIAE.

B. When adjusting the leveling nut can not meet the requirements of the distance between
the nozzle and the printed bed, you can adjust it through the Z-axis limit bolt on the side
of the Z-axis. When adjusting the Z-axis limit bolt, you need to loosen the locking nut of
the limit bolt. / HiAZ AR ZW T EH EBIESITENARIRIERZRE, AJLUET Z BT
Z WPRAIEIe BT T, A% Z HFRAIIEIE I SR ST IR ALIE e MBI R I8

a) When the distance between the nozzle and the printing bed is too large, you can turn
the Z-axis limit bolt counterclockwise and move the Z-axis limit bolt upward. The distance
between the nozzle and the printing bed can be greatly shortened when leveling./ 05
STENARRIEE I KR, RILUE Z BIRGIIB I, Z MR(IiEiem Ei%nh, AFENTTX
IREAEERIE ST ERER.

b) When the distance between the nozzle and the printing bed is too small, you can turn
the Z-axis limit bolt clockwise and move the Z-axis limit bolt down. The distance between
the nozzle and the printing bed can be greatly increased when leveling./ HIFEESITENTF &
BEEN, AILUE Z MR R4S IREY $3Enh, Z MPR{IEem N%nh, ETR I AIRE LG
E5TENFERER,

C. When the limit bolts cannot meet the requirements of the distance between the nozzle
and the printed bed, the Z-axis reset state can be adjusted by adjusting the position of the
Z-axis limit switch fixing bolt./ H RIS EH B BRIE SITENAIRE B ERES, L@
V% 7 R REE B MBI Z AR



9) Leveling verification/ A F33E

When you finish the leveling and start to print the model in the SD card, you can judge whether the leveling status is normal from the
following figure, and make corrections. The printing effect of the first layer is very important and needs to meet the normal state in the
figure./ BESERLIAT, FHEFFIBITED SD RHEEE, AILUBT TEHERHMATRESRSER, HHTHE. BENITHRREXEE, F
HEEREERS.

A.The distance
between the
nozzle and the
printing bed is
too small, or
the clay is too
soft, or the pre-
extrusion is too
much, which
will cause this
over-extrusion./
g ST S
BEE, S
TR, SHINHT
Hid%, 28X
XS ERTH.

L

v,
i

{

C.The distance
between the
nozzle and the
printing bed
is too large, or
the clay is too
hard, or the
pre-extrusion
is insufficient,
which will result
in too little
extrusion./ It 1%
E5{TENFAESR
K, HMEREK
BE, MBTEF
B, 2S%XM
s,

A. The first layer of clay has not been compacted, and the clay appears to
be warped./ E—EBMRFRWESE, MRLHIIBE,

[1] The distance between the nozzle and the printing platform is too
large. At this time, it needs to be leveled again to reduce the distance
between the nozzle and the printing platform when the nozzle is reset to
zero./ BB SHTENTFEEBE A, WNEERRT, 4\EHEISRSITEE
BHEEE,

[2] If the pressure in the barrel is not enough, re-select the pre-extrusion,
increase the pre-extrusion movement stroke, and ensure the smooth
extrusion of the pre-extrusion slurry./ BIEFREIRGE, EFEFMETH,
IBINFRET A H1TIE, RIEFRET R EHEARY S5t R,

[3] The clay is too hard. At this time, the push rod motor may produce
a clicking sound at the same time. At this time, the clay should be
reconfigured to make the clay soft./ PRI HE, LLEIEFFEBAFIERIR &=
ERMAIRES, XN BHECESEIAMR, EEREH.

C. The first layer of clay has been squeezed out too much and the clay
has overflowed./ —REMEF T %, FEREIEH.

[1] The distance between the needle and the printing platform is too
small. At this time, it needs to be leveled again to increase the distance
between the nozzle and the printing platform when the nozzle returns to
zero /SR SHTENE SRR/, LEEERAT, BABEAZE ST
TEMER.

[2] The pressure in the feed tube is too high, pull the feed tube out of
the side of the extruder, and after the clay is extruded, perform the pre-
extrusion setting again./ BHEHEIT K, BEREMBTHN—MKY, B
EETHE, EIHITISHIEE,

[3] The clay is too soft. At this time, the filling clay should be reconfigured
to increase the hardness of the clay./ MRS 3R, XBY N BB BEEIEME,
BRIEREE, 19



2. Install the cartridge and pre-extrusion clay/ & &5 LRk
1) In the "Move "option, move the extruder to the position shown in the figure./ & “B&1” EIMPIFHFENBoHEIRRAE,

2) Install the cartridge on the electric putter./ ¥ R EE BEIHEF Lo
Select "Extrusion" — "BackPutter" — "10-20-2000" — "Out". The motor returns to the last position. The cartridge is fixed on the push rod
motor. Tighten the thumb nut of the front stop of the electric putter./ & “Bf” — “##H[ER” — “10-20-2000" — “BE” . BEHLE
EERGEL. HHEBEEHTEN L. T EBmETmS RN TR,

3) Backputter note/ BB E

Click "10-20-2000" to select the moving stroke of the electric putter. When using for the first time, the electric putter may need to retract
slightly. It is recommended to choose a smaller stroke. When a cartridge of clay is used up, the thrust block is at the farthest distance
from the motor, and you can choose to retreat with a large stroke. Pay attention to when retreating, when the electric putter retreats to
the end (a clicking sound will be emitted), before that, click the "Shutdown " option to manually stop in time.

=i “10-20-20007 JIERENEATIEESENTTIZ, E—REAN, BIETEIRFERHER, BiERR)\WITE, S—EMRA, A
NREBB BRI, JLUEFEAITIEEIR, BIRNEEE, HEMBTRIIRLMN (SRBHFMENIEE) , FIH2ZE, BERE “B2EN &,

zoﬁﬂﬂt?ﬁﬂﬁto



[ &/V’\g

4) Use the feeding tube to connect the clay cartridge and the extruder to pre-extrude the clay./ ERXHEEMER 2 EMFHIIEE, #T
R FHT tHo

Select "Extrusion" — "Pre-extrusion” — "10-20-2000" — "Feeding". When the extruder can smoothly squeeze the clay and the flow
of the clay is uniform and without disconnection, select "emergency stop", clean the nozzle and click back./ #E # “H H” — “FHt
H” — “10-20-2000" — “#E . HFEHELURFISTEEE, FEMENRENSOTSE, EFE “RREN , FEREHSHRE,

5) PrePutter note/ TR
Excessive PrePutter will cause too much pressure in the cartridge, and the motor will not move, making a clicking sound. At this time,
click "Shutdown"./ B Z R SHENEENENKK, BVHERE, KHHEHRKNEE, EFSE " B30
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3.Prepare Files/ #&cit

Design: You can design a 3D model using TinkerCAD, SketchUp, Fusion 360, or other 3D modeling software.

&t EEILUEA TinkerCAD. SketchUp. Fusion 360 SiE© 3D B #i&it 3D REY,

3D Scan: You can get a 3D model of a physical object with a 3D scanner.

3D 13 eI LB 3D 1B GREIENT RAY 3D HREL,

Download: You can find various free and high-quality 3D models online. For example, on thingiverse.com and m;zminifactogg.com-

TE B LR EIS MG EERERN 3D A, fli, F thingiverse.com M mxminifactogz,com o

oo e, SSketchUp  Thingiverse

T
EEI'I
U

AMyMiniFactory [~ FuUSION 360

4. Generate G-code/ %Fi G-code

Before 3D printing, we first need to slice the 3D model to generate a G-code file. Among them, G-code is a programming language
recognized by 3D printers. It is a series of commands that control the movement position and movement speed of the printer. Eazao
supports most third-party slicing software, such as: Cura, Slic3r and Simplify3D, etc. Below we take Cura as an example to introduce the
installation and use of slicing software. With Cura, you can generate G-code files from 3D model files.

LT 3D FTENAT, FATERFTER 30 RAFEM G-code X, HA G-code 2 3D TEMHIRRIN—MRIZIES, ER—RTIMS, =HlIT

ENMBIEsh i BEFIEEhRE, Eazao XIFARSHE=AHRME, F190: Cura. Slic3r # Simplify3D &, LUTFEAILL Cura AFINATI R
MERESER, @id Cura, EAILUE 3D WA H4RL G-code X,
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4.1. Software download/ BR{E T &

According to the computer operating system, it is recommended to download the latest version of Cura software:
https://ultimaker.com/software/ultimaker-cura/
RIZIEERMBVRIERS, T8 Cura REFSMARA: https://ultimaker.com/software/ultimaker-cura

4.2 Software installation/ &3t

The following takes Windows, 64 bit operating system, and Ultimaker Cura 4.11.0 version as an example to introduce the installation and use
of the software./ FELL Windows, 64 bit #2{EZ& %, Ultimaker Cura 4.11.0 ixdsRffl, NBRENRERFR,

1. Find the Cura software installation package under the download path: (& Ultimaker Cura-4.11.0-amd64 .exe , and double-click to install it.
HEITHERETH Cura MGRES: (@ Ultimaker Cura-4.11.0-amd64 .exe > Wi

3 Ultimaker Cura 4.11.0 Setup — X 3 Uttimaker Cura 4,110 Setup - x @ Uttimaker Cura 4.11.0 Setup — X
| . Choose Install Location
- Welcome to Ultimaker Cura 4.11.0 re instaling Ultmaker Cura Choose the folder in which to install Ultimaker Cura 4,11,0.

[y g Setuy

Ultimaker P

I (] Setup il uide you through the instalation of Ultimaker Setup il mstall Utmaker Cura 4. 11,0 n the following folder. To installin a different folder,

| o Cura 4,110, click Browse and select another folder. Click Next to Continue.

~
i Itis recommended that you dose al other applications b
before starting Setup, This wil moke it possible to update: Peceiveit docs o spedify s verdon b of e G Lesoer
i relevant system fles ithout having to rebaat your (General Publc License, you may dhoose 2ny version of the G Lesser
+ (Generdl Public icense ever published by the Free Software Foundaton.
- Click Next to continue. IFthe Library as you received it specfies that a provy can decide
st e vesorsof e ) oserGerrs s e shal E=rS
- prly, that proxy's publc statem Fo
(. ermanent outhoriaton for you to choose 4 peripied s ZTE

Library. v
agreement to instal Ultinaker Cura 4, 11.0. o i 58508

—

Next > Cancel <ok [ 1Agee Cancel <Badk Caneal

2. As shown in the figure above, select “Next>" on the welcome interface, and then select “I Agree” to accept the license agreement./
WE, EVGDREER" Next>" |, ZEi%EE “I Agree” BRI
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3. As shown in the figure above, select the default installation path C:Program FileUltimaker Cura 4.11.0 in the
interface, or select other suitable installation paths in

location”

Menu Folder” interface, continue to click

B, ” Choose Install location” REEFRIANZE

RERRE, FRE Next>”

(3 Uttimaker Cura 4110 Setup - X

Choose Start Menu Folder

Choose 2 Start Menu folder for the Ultmaker Cura 4.11.0
shorteuts.

Select the Start Menu folder in which you would e to reate the program's shortcuts. You
can also enter a name to create a new folds

fitmaker Cura]

Maintenance ~
Microsoft Office

Polar 30 Repeter-Host.

Python 3.7

Python 3.9

Repetier-Host

SharePoint.

5QLite ODBC Driver for Wing4

ST Tookset,

rilp
|5ystem Tools v
[JDo ot create shortauts

“Browse”
“Next >”

Z

[ Utktimaker Cura 4.11.0 Setup - x

Choose
Choose which features of Ultimaker Cura 4. 11.0 you want to
install,

Check the components you want to install and uncheck the components you don't want to
install. Click Instal to start the instalation.

Select components to install

Arduing Drivers

Install Visual Studio 2015 Redistributable.
] Open 3WF files with Cura

] Open AMF files with Cura.

(] Open CTM files with Cura

] Open DAE files with Cura

] Open GL files with Cura

Space required: 708.2 MB
pacere ] Open gITF files with Cura

<Back Instal Cancel

,and click “Next>"

“Choose Install

to enter” After the “Choose Start

%EPR1R C:\Program File\Ultimaker Cura 4.11.0, S{&7” Browse” FiERHEMEERN
#N” Choose Start Menu Folder” RiEfE, #4=%” Next>" o

(3 Uttimaker Cura 4.11.0 Setup - X

Choose
Choose which features of Ultimaker Cura 4.11.0 you want to
nstal

Check the components you want to install and uncheck the components you don't want to
install, Click Instal to start the instalation.

Select components toinstall: [ [7] open DAE fils with Cura Py
] Open GLB files with Cura
[[] Open gITF files with Cura
] Open 01 files with Cura
(] Open P fies with Cura
Open 5T files with Cura
] Open X3D files with Cura
[ Open ZAE files with Cura.

5 d: 708,2M8
pace require ] open GCODE files with Cura

<Back Instal Cancel

4. Inthe “Choose Components” interface, check the default components in the figure above, and click “Install” ./ #E3&#R 4814 “Choose

Components” R&E, AEERBRIARIEL,

(@ Uttimaker Cura 4.11.0 Setup —

Installing
Please wait while Utimaker Cura 4,110 s being installed.

Extract: felixtecédual def json... 100%

< Back Mext > Cancel

FmE” Install” o

(3 Uttimaker Cura 4.11.0 Setup -
|

— C ing Ultir Cura4.11.0
T - Setul

Ultimaker P

il 4 Uitmaker Cura 4. 11.0 has been installed on your computer.

Click Firish to dose Setup,

Run Ultimaker Cura 4.11.0
L
s
I —

T =z

5. Wait for the software and components to be installed. The picture on the right shows that the software installation is complete. (Note:
the installation process will pop up a window to install the arduino driver keep the default installation, follow the prompts)

4 ER/REMAGRE, HMANERBRRRGLETM.

(8. REIEIRER

% arduino IEEYE ], (RIFEIARLE, RIGETIRIE)



4.3 Software use/ {48

1. Add Eazao printer/ 10 Eazao FTEN#]

(1) Run Cura, click Settings> Printer> Add Printer, the Add printer interface appears, select “Add a non-networked printer” .
J&17 Cura, sif Settings > Printer > Add Printer, 3 Add printer R, %3 “Add a non-networked printer”

x
B dd piner x

Add a printer

==
i l Custom FFF printer

Manutacturer  Custom

[onee | Add

(2) Select Custom> Custom FFF printer in the printer list, and modify the Printer name to “Eazao Zero” .
FEFTEN#FIR Hi%E$E Custom > Custom FFF printer, f&2{ Printer name 4" Eazao Zero”

(3 Machine Settings x G21 G92 E10
o zere G90 ;absolute positioning G1E-10F300
M82 ;set extruder to absolute mode G28 X0 YO ;move XY to min endstops
G28 ;Home M82
G1 Z15.0 F1500 ;move the platform down 15mm M84 ;steppers off
G92 EO
G1F300E10
G92 EO
M302
M163 S0 P0.9; Set Mix Factor

M163 S1 P0.1; Set Mix Factor
M164 SO

(3) Refer to frame @M, @ and 3 to set the printer molding space parameters, Start G-code and End G-code.
SREEO. @G, REFTEMRETES, Start G-code 1 End G-code,
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(4) Refer to the figure below to set the extruder parameters of Eazao Zero. (Note: “Nozzle size” refers to the inner diameter of the
extruder used. The dark green extruder that comes with Eazao Zero has an inner diameter of 1.5mm. If you change your own extruder, you
need to change this parameter)/ tLBE T El, & & Eazao Zero BT HNEH, CEE: ” Nozzle size” 1EMIZEAFTHKLHIARE, Eazao Zero
BEEMNEZEFEAREZERN 1.5mm, BEEERBCHFEX, SEERZESH)

(3 Machine Settings X 3 Add Printer X

EAZAO Zero

Add a printer

,,,,,,,,,

Cooling Fan Number o

Extruder Start G-code Extruder End G-code

> Fargo Additive Manufacturing Equipment 3,
> Farm3pLLC

> Felix

The second way to add printers will be in the latest version of Cura in the future./ S ZFFRIITENNIT AT, ERKRFARZH Cura H,

(1) Run Cura, click Settings> Printer> Add Printer, the Add printer interface appears, select “Add a non-networked printer” .

1517 Cura, mif Settings > Printer > Add Printer, Il Add printer R, #%#% “Add a non-networked printer”

(2) Drag the vertical scroll bar to find the Eazao brand, select the Eazao Zero printer in the drop-down menu, and click the “Add” button
in the lower right corner. There is no need to set the machine parameters later.

(2)¥Eh BmREN%, %% Eazao Mk, THIFEHIEA Eazao Zero ITENN, A THAN” Add” ZHBEIR], EHREEBIGENESH,.

Note: For the use of M163 command, please refer to: https://marlinfw.org/docs/gcode/M163.html.

By modifying the mixing ratio, the amount of clay output from the printer can be changed as a whole. SO: S1=0.9:0.1, the ratio The larger
the push rod, the less mud output, and the smaller the more clay output. When the ratio is 0.99:0.01, the moving speed of the electric push
rod is less than the moving speed of the electric push rod when the ratio is 0.9:0.1. The distribution ratio must meet the condition
(0.99+0.01=1, 0.9+0.1=1). This ratio is suitable for fine-tuning, and it cannot be changed too much, otherwise the drive or other
components will be easily damaged.

AR M163 15SHEARIBR: https://marlinfw.org/docs/gcode/M163.html, BT IEHCE S L HI BT BB IS TENH R 2% /L,
SO0: S1=0.9:0.1, ZLbFlEAHEMEREML, HNHRBEMZ, b 0.99:0.01 BB M RNRE/NFELFIH 0.9:0.1 BB RIS EhE
2%’ SELLHIFHR S (0.99+0.01=1, 0.9+0.1=1) . ZLFHEERNMIE, FEETIAK, FUNEZHRIFIREDZFENE IR




2. Preferences/ fR4FI&E

(1) Set software language/ IR BIFIES

Click Preferences> Configure Cura-:- to enter the General interface as follows, and select the appropriate display language in the
Language option./ | Preferences > Configure Cura..., NI General R, £ Language EMHIEFSENERES.

Setting Visibility
2

 chack - ~

(2) Setting Visibility/ i& & =] 1%
The visibility of the slice parameters can be set under the “Settings” option. By checking the relevant parameters, these parameters can

be displayed and set during slicing. Here we choose to display “All” ./
“Settings” MM T A LURETIFSHM ALY, B AEEXSE, JUEYANETHEREXLESH, EXERMNEFELEET “Al” o

(3) Printer/ $TEN#]

The printer can be activated (Activate), added (Add), removed (remove), rename (Rename) and other operations on this interface. After
activating the printer, you can change the printer’ s machine settings (Machine Settings) on the right side.
AIATEX D REXHTENNHEITHECE (Activate) . RN (Add) . #Fk (remove) . Ef& (Rename) FHiE(E, FEHUEITEINERIUELGME
BUTENHIRINLESIEE (Machine Settings)

(4) Material/ #%}

You can select the printing material in this interface. The core parameter is the diameter of the material (Diameter), which should be
compatible with the compatible material diameter of the extruder of Eazao Zero.

A ATEiZ A EEFITEME, ROSHREMEER (Diameter) , E# Eazao Zero WHFHNSHRBIME ER (compatible material
diameter) #H3ERL,

It is recommended to use the Import function to import materials applicable to Eazao Zero: [ EAZAO Zero_profilexml.fdm_material
Material files can be downloaded from here: https://www.eazao.com/downloads/
BEERASN (Import) THEES N Eazao Zero ERBIM K . MEISTFRT UM EAZAO BEAMIE TE: https://www.eazao.com/downloads/
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(5) Configuration file/ BERE X1

In this interface, you can select a configuration file. The Eazao Zero ceramic 3D printer does not use the default configuration file provided
by Cura. You need to customize the configuration file or import the Eazao Zero configuration file. In the figure below, there are two types of
custom configuration files. The EAZAO_Zero_fill file is suitable for printing models that require internal filling, and the EAZAO_Zero_vase
file is suitable for printing models with hollow interiors such as vases.

EZA @A LURIEECE X4, Eazao Zero FFE 3D FTENH ARG Cura IREMEGANEE X4, EEBHEXBREXHHE S Eazao Zero WEEE X,
TEH, BEXEEXHETHEM, EAZAO_Zero_fill X ESTENFEENEMAZAIREL, EAZAO_Zero_vase XHESTENTEMXFA B P =HIIEEL,

(3 Preferences x

s, | Profiles

You can choose the Import function in the upper right corner of the figure above to import EAZAO
e configuration files:
| ] EAZAO Zero_fill.curaprofile
| | EAZAO Zero_vase.curaprofile
The configuration file can be downloaded from here: https://www.eazao.com/downloads/
7 ALEE EEFA EANSAN (Import) IHEES N EAZAO MIECE S5 :
| ] EAZAO Zero_fill.curaprofile
| | EAZAO_Zero_vase.curaprofile
FEE AT LUM EAZAO B AWML T : https://www.eazao.com/downloads/
If you can't import it, please update and install Cura 4.11.0 or check the configuration parameter
§ picture behind./ MR TESNIEEHRE Cura 4.11.0 EEELENERESHELS,

3. Import model file slices/ S NERI XA
(1) Click “File” > “Open File (s)---” to select the model that needs to be sliced. Cura supports models in the STL/OBJ/AMF format.
mif XY > TR (). EERETRNER, Cura #F STL/OBJ/AMF 18 AIIEEY,

£

<]

<]
L

.........

I re
@ Scaie(s)
O b Rotate(R)
Y4y e TOI(M)
& Por Miadel Settings
b Support Blocker

e8000

Zg) Adjust the size and position of the model on the left menu bar./ Z IS IBAREIE R AN RO E



Left mouse button/ BAF/AEE : click to select the model./ B ikHIEE,

Right mouse button/ BAx&$#: click on the menu bar, right click and hold and slide the mouse to rotate the angle of view./ B H 28,
ERRETR BT RARA MR R A

Mouse wheel/ B#R&# : zoom in and zoom out./ B] LA LR/,

Move/ &) : adjust the position of the model on the printing platform./ AT EREITENF & EH(IE.

Scale/ Lt 5l : There are two modes of “Snap Scaling” and “Uniform Scaling” to adjust the zoom in or out of the model./ &” Snap
Scaling” #1” Uniform Scaling” FFEIUIETIRASE 48/ MERL,

Rotate/ i%&#%F : Rotate by 90 degrees on the XYZ axis, and also have the functions of “Reset” , “Layflat” and “Select face to align to the
build plate” /XYZ 75 E #1790 EhEk:, FBNEAE" Reset” . 7 Layflat” #1” Select face to align to the build plate ” Zhgt .

Mirror/ $%{% : The model can be mirrored in three directions, XYZ./ #EA] LUITE XYZ =N A MR,

The remaining two functions are not commonly used, so | won’ tintroduce them. If you are interested, you can try it yourself.
FITRITEENAER, MANEAT, BHEBHIETUEZE =,

(3) The meaning and function of the slice parameters of common configuration files on the right/ &l REE X4 A B85S X MINEE :

= @maokor B There are many slice parameters in the configuration file on the right side of Cura, and the functions
: are very rich. The following only introduces some relevant parameters and recommended settings.

More functions need to be explored slowly.

Cura EMEEXHNTIFSHRS, EETHFE, TXRNBRIERSHLEFRE, ELTELTR

EPNEERER,

Taking Quality-Layer Height as an example, after the mouse stays on the relevant parameter options

for a while, the corresponding setting prompt will pop up automatically, this is of great help to

understanding the meaning and function of each parameter.

BL Quality-Layer Height Af5l, XFBEFXFAELBoIEMEIIHA, XXIRREMSHMNE X6

BIRABIEERS,

@ Quality:

Layer Height/ TEN B9 & — B B9 /= [E :The height of each layer printed. The smaller the print surface is finer, but the slower it is. The
recommended parameter range is 0.5-2mm, however, a suitable size nozzle is required. It is recommended that the layer height be within
the range of 1/3 to 2/3 of the inner diameter of the nozzle. Eazao Zero printer uses 1.5mm nozzle by default, and the recommended layer
height is in the range of 0.5-1mm./ TENE#/NESF, EREMIE, HEFSHCEEN 0.5-22mm, BEFESERTHEE, BNESEBKRN
=19 1/3 2 2/3 SEEIN, Eazao Zero FTENHELAGER 1.5mm Bk, #HERSE 0.5-1mm SEE,

Line Width/ B2 & £BIEE :Width of a single line. Generally, the width of each line should correspond to the width of the nozzle. However,
slightly reducing this value could produce better print.The recommended line width of Eazao Zero printer is 1.5mm./ —f&3Ki%, S&40
BENSHENEEENLE, B2, HARELETRESEEFNITEIRIR, Eazao Zero fTEMNMERERFIZE 1.5mm,



@ Wall:

Wall Thickness/ B27E7kFEHRBIERE :The thickness of the wall in the horizontal direction.This value divided by the wall line width defines the
number of the walls./ XMEPRAL TR BT ENIMERIER 2

Wall line count/ EEfY#kZ: The number of walls. When calculated by the wall thickness this value is rounded to a whole number.In general,
the default is one wall. To prevent the hollow model from collapsing inside the printing, it can be set to two or more walls.

HIREEITHEEN, ZENSEANRNEBY. —RERT, BRAR—BE, ABEITERER=ERNE, ATLUSERBRNZRE,

Compensate wall overlaps: Compensate the flow for parts of a wall being printed where there is already a wall in place.
EEZBENMAMEETEITIHNE2MRE. BINSH.

Print thin walls: Print pieces of the model which are horizontally thinner than the nozzle size.When the thickness of the wall is smaller than
the inner diameter of the nozzle in the model, if this function is not enabled, the part will be blank and the printing path will not be displayed./
FTENEEE, BABA, HREPEIMENEE/ NFHRENNEZ, BFBRRIEE, BERF2ETHATH, F2ERITHRRZR.

Z seam alignment/ Bl & th & £ I8 12 B9 € s Starting point of each path in a layer. In general, use user-specified or shortest mode. when
aligning these near a user specified location,the seam is easiest to remove.when taking the shortest path the print will be quicker.

—fRIERT, RARAFPEESREER. SEAFEEMENIINTT Z 40, BRERSZEMR, ARAREREN, ITHNRERTR—L,

(3 Top/Bottom

Top layers/ TRE¥E :The number of top layers. To print a model with a top opening, such as a vase, set it to 0; to print a solid model, set it to
2 ormore./ TRIZM¥KE, FTENTRERF OAEEL, LLWNTERR, &E N 0; TENRMAIER, KBN 2 HES,

Bottom layers/ [k B ¥ £ :Number of bottom layers. Regardless of the model, in order to better adhere to the printing platform, it is
recommended to print 2 layers of bottom. When the layer height is relatively small, the number of bottom layers can be increased
appropriately./ TIEHH AR, AT SITENIFAEFNME, HEITHN 2 BK, BSLER/DNEHE, sTUEHIEAREHE.

Top/Bottom pattern/ Ti[E / [RBHIEIZE :The pattern of the top/bottom layers. The bottom/top filling pattern has lines, concentric circles and
zigzag lines to choose from, the default is lines./ [K28 / TREEZEREEHL. ROBEMZFRARTLOERE, RIAEL.

@ Infill

Infill density/ 1538 % & :In general, the model that does not need internal filling is set to 0, and the solid model is printed, considering the
printing time and model strength, and the filling density is set to 20-30%./ —f&IER T, FEEANIMEFZMREIGE N 0, FTENLARER, EET
ENEYRIARELSRE , IHAEEIREN 20-30%,

Infill line distance/ tE3E42EE 5 :Distance between the printed infill lines. This setting is calculated from the filling density and the width of the
filling line. Therefore, the filling line distance and filling density can be set to one./ Zi& B R RIEERZEMNERANTEETHESEN, Hit, &
FLLIEEMIERZEEIRE—EIF.

Connect infill lines/ ZE{&1EFE4% :Enabled by default, this setting allows a better connection between the infill line and the outer wall./ BAE A,
ZIg B ] LURHAEZ M SMEE 2 (B B IF RO S #E.

Infill pattern/ 1E3E &S :Filling patterns include straight lines, grids, concentric circles, etc. You can choose a suitable filling pattern according
to the model./ IHFZEREEL. Wik, BOESE, aAILREREEEFESENETESR,
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® Material

Printing Temperature/ ¥TEIRE :Since the Eazao Zero printer prints ceramic materials and does not require heating, the default setting is 0°C../
T Eazao Zero fTENH2FTENRGEMK, FEEMMA, BIAZER 0°Co

Printing Temperature Initial layer/ E24&BFTENRRE :Since the Eazao Zero printer prints ceramic materials and does not require heating, the
default setting is 0°C ./ H1F Eazao Zero TENHLEFTENFEEMEL, AHEMHA, BIAIKER 0°C

® Speed

Print Speed/ $TENEE :The size of the printing speed affects the printing time and the fine effect of printing. Slow printing speed will make
the printing better fit, but the printing time will be extended accordingly. Comprehensive printing effect and printing time, the recommended
printing speed of Eazao Zero printer is 15-25mm/s./ ¥TEDZRE R A/ N AR$TENBT B FIFT ENAUREABRAR . FTEMREIE S EFTENELFMING S, (BFTENRY
EENANRTERK, LZEFTENNRMITENEY 8], Eazao Zero FTENHEBFTENRE S 15-25mm/s.

Wall Speed/ $TENEEHYZEE :The default speed is 15-25mm/s./ IREZAIA 15-25mm/s,

Infill Speed/ {BFEIEE :The speed of printing and filling, the default speed is 15-25mm/s./ $TEMAFEAVRE, REZRIA 15-25mm/s.

Travel Speed/ ZWIEE :The speed at which the idling is carried out. The idling speed can be slightly faster than the printing speed, reducing
printing time./ #{T=IAVRE, TIIRE R LLLITENREIR, B TENRY B,

Initial Layer Speed/ £28E#EE :The printing speed of the starting layer should be slightly slower than the printing speed, so that the starting
layer and the printing platform fit more closely./ #2948 BFTENRE R ZLLTENRETHIE, FlRiESHTHNFEEBEENLES.

@ Travel

Enable Retraction/ |5 FAEIH : HBIEBEAMTENXE E S EHMFEM. —RERT, RINTER, STHIRERN/LEAERE, HREITEN
R, RER[EHINEE, /Retract the filament when the nozzle moveing over the non-printed area. In general, it is not enabled by default. When
printing non-continuous geometric models, in order to improve the printing effect, the retract function will be enabled.

Avoid Printed Parts When Traveling/ =3 B8 B$TENXIE :The nozzle avoids already printed part when traveling.

Retraction Distance/ El}hEEE :The length of the material retracted during a retraction move./ [El##% ahHAIE Bl EHLE,

Z Hop When Retracted/ El3#1BF Z $& # :Prevent the nozzle from hitting the print during travel move.Z Hop When Retracted function can be
enabled only after the retraction function is enabled./ B5IEBEE = BHERIFTEN SR, HERBBEIMINEES, 70l LUSBElHhET Z $3FIhEE,

Support

Generate Support/ £ 32#2 :Generate structures to support parts of the model which have overhangs.Generally, if you use ceramic materials
to print large models or generate thin and tall supports, it is not recommended to use supports. Manual supports may be better./

—mRIERT, EREEMEHTEIARRREFEERNZIENANS, WARNUERZE, FoETRERER.

® Mesh Fixes

Special Mode

Print Sequence/ $TENF% :When you need to print multiple models on the printing platform at the same time, you can choose “All at Once”
mode or “OneataTime” mode.lt has no effect on the printing of one model, and the default is the “Allat Once” mode./
HREEITENT S LRARTENS MERRY, B LORERRIBHTENSE HIPATENE T, X F—MERRTENR BRI, FRIARRRFTENE, 31
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Surface Model/ REHER :The normal print mode only prints enclosed volumes. The surface print mode only print the outer surface with
no infill and no top/bottom skin./

IEBITEMR A TENE AN = (8], RERARITENINRE, SBENERE, SHEETY. REEXATER, RZITHN—REIMNEER

Spiralize Outer Contours/ $2REFTENSM4RER :Spiral printing realizes smooth Z movement of the outer edge, eliminating the Z seam, but only
one layer of the outer wall can be printed after it is enabled. The model of the printing vase is the most suitable for enabling this function./
BRI TENSRIN MOS8 Z #h, SEPRT Z 498, BERBRABRAEITII—REINE, TR RIS S BRIk,

Print settings x Print settings x
Profile EAZAO_Zero_vase * v Profile EAZAO _Zero_fill * v
P Search settines = P Search settines =

=. Quality v = Quality
Layer Height @ 10 mm Layer Height @ 10 n
Initial Layer Height @ 08 mm Initial Layer Height @ 08 mm
Line Width FANRY] mm Line Width A 15 mm
Walls v Walls v
Wall Thickness £o[15 mm Wall Thickness fo15 mm
Wall Line Count 1 Wall Line Count 1
Print Thin Walls v Print Thin Walls v
I Top/Bottom v I Top/Bottom v
Top Thickness £ (00 mm Top Thickness £ 00 mm
Top Layers [ Top Layers 0
Bottom Thickness £ |00 mm Bottom Thickness £ |00 mm
Bottom Layers £ 2 Bottom Layers o2
Top/Bottom Pattern Lines v Top/Bottom Pattern Lines v
&8 Infill v B Infill o v
Infill Density 0.0 % Infill Density 200 9
Infill Line Distance Infill Pattern f«  Lines v
® Material Q v (® Material Q v
Printing Temperature f 00 °C Printing Temperature £ 00 °C
Printing Temperature Initial Layer 0.0 °c Printing Temperature Initial Layer 00 °C
(%) Speed o v (%) Speed O v
Print Speed 200 mm/s Print Speed 200 mm/s
Wall Speed f Infil Speed £ 200 mm/s
Travel Speed £ 200 mm/s Wall Speed f(20  ms)
Initial Layer Speed £ 200 mm/s Travel Speed £ 200 mm/s
¥ Special Modes v Initial Layer Speed £ 200 mm/s
Surface Mode Normal v ¥ Special Modes v
Spiralize Outer Contour @ v Surface Mode Normal v
Smooth Spiralized Contours @ v Spiralize Outer Contour @

EAZAO_Zero_ vase EAZAO_Zero_fill



4.4 Model slicing/ {&E M)
After the parameter configuration is completed, click the Slice button at the bottom right of the interface to slice the model
BHRETHRE, RERAEETAYA (Slice) &2, WREHITYIR

........

AAAAAA

4.5 Slice model preview/ 1 H iR BT
After the slicing is completed, click “Preview” in the picture to enter the preview interface./ Y1H 5ef/E , AEHEEA "Preview" HATRSH A&
View type is divided into Layer view and X-Ray view. Selecting the layered view can clearly see the changes that have been seen in the slice
model./View type D75 EE (Layer view) FLEMIE (X-Ray view) , ERHEMER LGSR MBI HERME DT,

Color scheme is divided into material color, routing type, speed, etc., which can be viewed as needed. The default is material color. The
above figure shows the type of wiring. Different color lines can display the category to which the part belongs, and the parameters can be
adjusted in a targeted manner./Color scheme ZAMEIEG. EEAXE, REE, AURERESE, RINBMREG®E, LEPZELRLE, 7
LUBE AR EME R B RZE DB, A UBHTMENIETSE

The two most commonly used parts are the progress bars on the bottom and the right. You can drag the progress bars to view the print
path of the print head on the XY plane and the layer distribution of the print path in the Z axis direction./ &% BB S =2 T A A M
E%, PJLMEm#HEZSFIEE XY FELBSKAITENREZE, M Z Am EITENREFENEE D 1.

The estimated printing time is displayed at the bottom right, which is basically in line with the actual printing time./ &~ 75 /R F{&$TENBYaE],
5 XPMTENR BB AR &,
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5. Model printing/ #2247en

(1) Online printing/ BX#$TEN

A. Use the USB cable to connect the Eazao Zero printer to the computer, turn on the power of the Eazao Zero.

5 USB 44§ Eazao Zero TENHFIEBRZEHREESR, $TFF Eazao Zero BiR.

B. Start Cura, follow steps 4 and 5 above, import the model file and slice it, click “Print via USB” at the bottom right after completion, it
will automatically connect to the printer and start printing.

BEh Cuira, BRBULEE 4. 5%, SAREXHEHTF, TREREETAR Printvia USB” , 1§ BhiEEFTENVLFIATTEN,

Note/ ¥ = :

(D The computer may need to install the driver CH340, the driver download and installation address: https://www.eazao.com/downloads/
EBAN AT BB TR B REEIRRN CH340, IRahTFHEZEEMAL: https://www.eazao.com/downloads/

@ When the computer enters the sleep state during online printing, the printing process will be interrupted. Please confirm the power
status of the computer before printing./ HitBEHEBMNITENS A2 NBEIRIRZSET, FTEDS IR R, FTENFIEHIABAAY RIS,

The picture below shows the online printing interface./ TEJ BEHTENSR &,

® You can also use Repetier-Host for online printing/ #& 7] LIEF Repetier-Host #4TBEAITED
https://www.eazao.com/blog/eazao-zero-repetier-host-usage-tutorial/

A. Click the Save to Disk button, select the output slice file path, file name, and file type as .gcode.

RERFIERIZA (Save to Disk) , EFMETIR XHREFE, XHdE, XHEEK geode,

B. Copy the slice file to the SD card, the SD card format is FAT32, and the capacity should not exceed 8G.

BUIR X H#ED1E| SD |9, SD &R A FAT32, RERFAEEE 8G,

C. Insert the SD card into the printer’ s SD card slot, select the Print button on the touch screen, find the file to be printed, and click
Confirm to print./ & SD RIENFTEDN, SD RIEH, EIFAIRE EBY Print 325, MPIRIIFEITEINXH, SEHIAFTEL,
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6. Printing complete/ TenszAk

After printing, loosen the clamps on both sides of the printed bed, remove the bed, and place it in a dry place to wait for the printed piece
to dry naturally./ $TENSERR/E, MAFFHTENARRAMMEIEF, BTFAR, BETFRAEFTENEEART.

Note/ ¥ : The printed work that has just been completed belongs to the clay. Don't be careful when transferring the bed. The clay is easy
to collapse. You can use tools such as a hot air gun to speed up the drying of the clay./ RINISERBBTENMERE TR, HBARETIR/ID,
RIEB SR, AIUERRRIEE TAMRIEBIEN TR

***Clayon software introduction/Clayon #4443

Eazao and IRC Lab launched the Clayon modeling and slicing software, which can simulate the traditional ceramic drawing method, and
the model can be completed by dragging the mouse. At the same time, it is equipped with a rich texture library that can generate textures
for the works. Finally, there is no need to carry out complex configuration, through the software can one-click slice to generate G-code files.
You can download it here: https://www.clayontec.com/

Eazao BX& IRC Lab #4H 7 Clayon &I, AJLUEMERMZHIANA N, B RIHIERAN eI STREEEI(E, RREEREFEENLEEE,
BILUATERERSERE, &G, TRHITERKE, BIRHTU—RIA, £MR G-code X, EAILUIEXETH: https://www.clayontec.com/
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IV .Post-processing: glazing and sintering/ G532 Eihfniess

Although ceramic 3D printing can directly print high-quality clay blanks through the machine, the print layer patterns are still visible. If these
layer patterns affect the appearance of the work, you can reduce the layer thickness or use a wet sponge to wipe off the layer patterns on the
surface of the clay./ &7AF9%& 3D FTENGEE OBV BHTEN S RERVEIE, BREITENESUKIAR . MRXLERSMIEMREMN, eI LUER R/
BESEFEREERERIERERENES.

1. Make sure to wear safety goggles and masks for protection./ H{#AE 2 £ B MO S LUHITHRIP.

2. First of all, make sure that the mud has been dried. You can spray water on the mud and wipe the dry print with a sponge dipped in water.
Be careful not to use force, otherwise the print will be easily broken./ BABHFERIABE TR, ERILULERIELBUK, REEEKERTERN
TEN, ARAERN, BUFITEMHREZ K,

1. Glazing/ L

Finally, in order to make the printed work more beautiful, you can follow the steps below to glaze the mud. Before glazing, you need to make
sure that the mud is dry, and the glaze must be shaken evenly before glazing. Glazing can also remove print layer patterns./

&fE, ATHETIERERS, EURBUTSRARE LM, tHE, EREREEETIER, EMEISIUSHEES, EMBeIUERITHES.
(1). You can apply the glaze on the surface of the mud with a brush./ &= LUBRIFEFERHFR AR E.

(2). The glaze can be poured directly on the work (the color effect is fuller)./ ATEIZEMEEER L (BRXRREIEH)

(3). You can use an air pump to spray the glaze on the work. (Pay attention to protective measures when spraying glaze, wear gloves and a
mask to prevent inhalation of dust)./ el IEASRIGHAIBE(ER L.  (BMMEEEERIPER, S EFEMOS, FHIERARKD)

Note/ & : The glaze is poisonous and not edible. Please wear a mask and gloves when using it. A small amount of skin contact is harmless
to people. Do not touch it for a long time. The glaze is sintered and vitrified, which can reach food-grade safety (depending on the glaze used).
The type of glaze is compatible with clay. Please consult your local glaze supplier to meet your requirements./

mEsS, FoRA. FRNEELOSHFE, LENERKEMTATE, B7KNEMIZ, MERELEREL, TrIeasis BT
FRAMED o MENRESHIFERSYE, BEOELMNOMEHMERE, LARIEMERER,

The glaze of Eazao microwave kiln is a kind of micro-mineral raw materials, and it will precipitate if it is left standing for a long time. Therefore,
when you receive the glaze, you will find that the upper layer of the glaze will have a lot of water after precipitation, and it is normal that the
proportion of water will account for half. The bottled glaze sold by Eazao has a capacity of 300ml, and the normal volume of the glaze after
precipitation is between 100-150ml./Eazao UK EFFIEHE FHE MR, KEEHESTUE, FIESKRIIMASLI, MEEER EERRKE
21R%, KHWLHIESE—FEFERENR. Eazao HEMREMEAEN 300ml, JTEEMEEESERE 100-150ml Z(d,
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2. Sintering/ #=4
You can use our microwave kiln for sintering, or you can use an electric kiln or gas kiln for sintering. The following are the steps to use
the microwave kiln./ 8] IEAERA M HNROREIPH#ITIRSG, WA LUERBENRE[EHITRE, TEARMREINERS R,
(1). Place the printed part in a dry place to air dry, and after the printed part is completely dry, it can be sintered./
BATENHET TR BART, fHINGR2TIEE, BIr#ITRS.
(2). Put the printed part into the microwave kiln, make sure that the two parts of the microwave kiln are aligned and the air holes of the
microwave kiln face up./ SHTENFMAFCREF R, WRFEREFHF MBI FHEREREFNSFLE L.

e | B

(3). Then put the microwave kiln into the microwave oven. The microwave power of the microwave oven needs to be above 700W,
select the high-power gear of the microwave furnace, and set the microwave heating time to 10 minutes./ A S MIE S BRNRCE A H,
PORIP IR INERFTE T00W U £, RRUREIPIEAFRTHEMA, HRIMAREIZEN 10 28,

(4). After the microwave oven is heated, open the door of the microwave oven to dissipate heat, and wait for 1-2 hours until the
temperature of the outer wall of the microwave kiln drops below 100° C, and the microwave kiln can be taken out and opened./

ORI IR RSB HURIPI T HEGR, F6F 1-2 VN, FURERIMNEERERE 100°CIATR, B LUBRUREFEHIT .

(5). The power of the microwave oven is different, and the heating time is different. The greater the power of the microwave oven under
the maximum gear, the shorter the heating time. For safety in use, the heating time should not exceed 15 minutes./

FORIFIHERE, MANERE, JAMU FRURPNIIEEA, MAREME, AT7TERARS, MAREFRAEY 15 9.
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V . Equipment maintenance [ &4

Equipment maintenance is a very important part of the use of ceramic 3D printers. After printing, be sure to maintain the cartridge, feeding
tube and extruder, otherwise the mud will be solidified and hardened inside, which will affect the next use./ & &I RIFEMEE 3D $7
EMNEREEEEZE AT, {TENRMESOXIRE, EREMFRNHITER  SWEHSTERARENTRE, 2T RER.

1. Extruder maintenance/ #rditn s

Loosen the side and rear M4 bolts on the extruder fixing seat, and pull out the extruder from the extruder fixing seat. Hold the motor part
of the extruder(A) and the extruder sleeve(B) respectively, and rotate the motor part of the extruder counterclockwise to disassemble the
extruder and pull out the extruder sleeve backwards. / EHFHANEEE_ ERNMGET M4 BARNFF, BHHVMFETIEEE LR, DB ES
HANEBHLERSD (A) FIBTHERERS (B), MNHIEERSTHEIEBNIES, BAEFENER, mEakEFENER.

p “a
The sleeve part of the extruder(B) can be directly immersed in water, the tail of the extruder carries the screw, oil seal, and the bearing part
with a damp cloth and dried. After cleaning, the extruder needs to be reassembled and installed in place. The printer needs to be leveled
the next time itis used./

PrHMMEBBO T UERERNKFRE, SFTHESIEFENT, hi, WSS BEHRGEEAART. BATEENFUNEESENHER, *F
TR, TRERNFEENITENNEHITIEF,

If you do not print for a short time, you can take a cup of water, place the cup on the printing platform, and let the nozzle of the extruder
immerse in the water, which can slow down the curing of the extruder./

WMRRBAGRT B RFHITITED, AILUE—AFK, SHRFREFTEITE L, ILFHANBES KD, SRESHIE L.

Note/ 7 &E: Due to the particularity of ceramic printing materials, ceramics are abrasives, which will aggravate the abrasion of the

equipment feeding and extrusion system. Therefore, nozzles, feeding pipes, extrusion screws, sealing rings, sealed bearings, joints, pistons

and barrels are vulnerable parts that are not covered by the warranty. You can buy more as a backup./

BTFREETENMEIESHY, MERNER, SMEIREEAMFHARNER. Eit, B, ZEE, FHET, B8, THHA, Bk, FE
3S8HEERTHHRM, FERFEEEN, AAUSENMEAED.



2. Cartridge maintenance/ &4
Return the electric putter through the screen interface. Remove the cartridge, if there is clay inside, seal the end of the cartridge and the end of
the clay outlet, cover with a damp cloth, and place the cartridge in a damp and cool place. The piston inside the cartridge can be inserted from
the clay outlet through a long stick to push the piston out. Or directly replace the new feeding tube./
BERBAE, BEMETRO, FEENT, MRASIERE, SHERFENLEORERF, S LERTEREREMERRSY. BHEREE
2, A KEMEROMN, BEEMH, HEBREIRTNERE,

3. Feeding tube maintenance/ &kl E4ir

Remove the feeding tube and soak it in water. If you need to clean the printing material inside the feeding tube, after soaking the feeding tube
for a long time, you can use a slender iron wire to dredge the inside of the feeding tube. Or directly replace the new feeding tube./
BEREIRTRNKRRA, MRFEERERERNEITEIME, FEHEEIKNEZER, TURAAKSKLEBERENE, NEEEBRTIE

*SI'MO
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VI . Frequently Asked Questions/ &Rz

1. Machine failure/ in#s

1) Unable to read the Gcode file in the SD card/ F53%3%EX SD 989 Geode X1 :

a) Check whether the SD card is in FAT32 format and whether the capacity is less than 8GB/ 12#& SD £2%& 4 FAT32 18, REEE/)\F 8GB.
b) Format the SD card, you can download the files in the SD card from Eazao official website./ #§=0ft SD &, f&RILITE Eazao EM T SD £
B2k

) Check whether the file is placed in the root directory of the SD card./ 0 EXHEERE SD FHEE R,

d) Restart the power of the machine, wipe the SD card and insert it./ EEM2SHEIR, E SD £FHiEN.

e) Use a qualified SD card (the random SD card is a gift)./ (EF&1&8 SD £, (BEHIAY SD FAMRE)

2). The progress bar on the screen shows that the time is also changing, but the printer does not work./ RR#EFET, HNEtEZL, B2
FTENIA T,

Set the printing material and hot bed temperature to 0° C in Cura./ 7 Cura FETENMEIFIFAKBEIRE RN 0°Co

3). The Y axis cannot be controlled through the screen./ TTi%@id BEEH Y 4o

Check whether the Y-axis synchronous belt is off. If the Y-axis synchronization belt is loose, please refer to the tutorial:
https://www.eazao.com/blog/eazao-zero-y-axis-synchronous-belt-repair-tutorial/ 10 & Y HE S #H 2B E. MR Y ES BN, 55 MHIE:
https://www.eazao.com/blog/eazao-zero-y-axis-synchronous-belt-repair-tutorial/

4) There are slight scratches on the equipment casing and electric push rod or slight unevenness on the platform, which is normal if it does
not affect normal printing./ €& NEM BT ERHIRHFEEREMATIR, ERAEZMEZITENERT, BTEENR,

2. Malfunction of the electric putter/ =ahititisiz

1) The motor in the electric putter does not rotate, and the motor buzzes./ EEEH#EFF R BN AhES:, EBH% LIS,

You can pinch the flange side of the electric putter with your hand to feel whether the electric putter is moving forward and backward. If there
is no forward or backward movement, the four bolts that fix the motor of the electric putter need to be rotated counterclockwise to loosen it.
Check here: https://www.eazao.com/blog/summary-of-eazao-zero-electric-putter-problems/

FIAFEARMEATREZN, BRI BT EEAHNER, MIREERHIGER, FEGEETHEE B OHURE T RER L. A5
U4 :https://www.eazao.com/blog/summary-of-eazao-zero-electric-putter-problems/

2) The rotation of the motor in the electric putter is stuck, and the motor makes a clicking sound. At the same time, the extruder does not
produce clay./ BRI RBYEBNIFERE R, BHLLHIEHENES, RFFHIALRE,

At this time, the extrusion should be stopped immediately. Pull out the feeding tube from the side of the extruder, select the electric putter to
pre-extrude the clay, and observe whether there is clay extrusion at the outlet of the feeding tube./ ItE W 37 EMEIESTH, I ERIEMBTEN—
MR, LA HIRR, MBERELOREERESTH
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a) If there is clay extrusion in the feeding tube, it means that the clay inside the extruder is solidified, and the extruder needs to be
disassembled and cleaned again. The specific operation depends on the maintenance and maintenance of the equipment./ I1RXKI &R ¥
Bri, WEABTHALRENRRIEL, TEFAFTHNERER, BRREERSHEPTRT.

b) If there is no clay extrusion in the feeding tube, pull the feeding tube out of the clay outlet side of the barrel in the electric putter, and again
choose to let the electric putter pre-extrude the clay./ MMRXRELEREST L, BEREMEHETRRBELEO—MRY, BROEFi LB
ST R

i. If there is clay extrusion at the outlet of the electric putter cartridge at this time, it means that the feeding tube is blocked and a new one
needs to be replaced./ SR IS EBEEATEHERNE OB REISTH, HIAXEEEE, FEERIIEE,

ii. If no clay is extruded from the outlet of the cartridge, it means that the clay inside the cartridge is solidified or uneven, and the clay needs
to be reprocessed and filled./ AIREERFAMEE HOSFE, HEARBAAISEREMHAFINS, EESHOEREHEE,

3) The electric putter makes an abnormal sound when the new material tube is installed or not installed./

Ni%E EFTEIESE REIEE, BapETaiHSEmE,

When the thrust block of the electric putter retracted to the side close to the motor, it was stuck due to the too close to the reducer. Need to
unscrew the thrust block, then push the electric putter forward, and finally install the thrust block./

HEDEATHEREIR DI FEEBYME, ATFSRERNEBSKIRE, FEGHEIRET, ARRKEEFERI#E, RERIEIRTE,

4) The motor in the electric putter generates severe heat./ BEH#ETF R B L HTE,

At this time, the printer needs to be stopped. Because the clay is too hard, the torque required by the electric putter is greater, and the
motor's output current is too large, which causes the motor to overheat. The clay can be appropriately softened and the entire feeding
system is checked for hard clay./ LtBSFEEEILITENN TE. BTRFELIE, BiETFSENHETAR, BYHMEERTASEENER, TR
EhEY TR, RAREEENEHNRSZPESHERR.

5)The electric putter works normally, but it makes periodic abnormal noises. This is normal wear and tear./ B TIEIEE, BE2LZEELH
MR, XZIEBHER,

3. Extruder failure/ #riinE

The extruder motor rotates and freezes./ 5 BB EEE £ 7

Check whether the wiring of the extruder is normal. If it is normal, turn the extruder screw by hand after turning off the power of the
equipment. If the rotation resistance is too large, the bearings in the extruder will be seriously rusted. You can drop a few drops of lubricating
oil on the bearings or directly replace them with new ones./ {0 EHFHAIFELRRIER., RERE, XAKEBRRGE, BAFIRESFTHIET, NRE
IR, FFHAFRHAESETE, 7JUEMALGE ETUED S HsE BRI,
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4. Matters needing attention/ ;zE=m

1) When reusing after a long period of stagnation (more than 1 hour), first remove the feeding tube from the extruder, select the pre-extrusion
mode, and extrude the hardened clay from the feeding tube to ensure the printing time The clay is moderate in hardness. At the same time,
clean the clay in the extruder, and make sure that there is no too hard clay to block the extruder or the feeding tube every time it is used./
R KEEE (1/NBLLE) R, N RXE E MBTHILE T, EEFEHHHER, BTEHMERMERE R, RIEFT N MR IREEIE H,
EREIESTHA R, SRERNEERIELEIERNMERIEEE L SIXEE.

2) The machine is in a self-locking state (x, y, and z axes will be locked) within a short period of time after the pause (about 30s), and you can
change the cartridge or do other actions at this time. The x, y, and z axes will become loose after a long pause. At this time, be careful to touch
the machine to ensure that it will not be misaligned./ E{E/G5EMEIA (30s £4) MBLFEIRES (. y. zHSWBE) , WIS IUEHREE
HMEMENE, EEKNEGEx. y. z HES0E), WEZE OGS, RIEEFSEB(L

*In addition to this guide, there is a detailed user manual on our website: www.eazao.com.
*RRTXANER, TR EEE—MEHAEF FM : www.eazao.com.
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VIl . After-sales service terms/ &GRS 55

Eazao provides a 180-day quality guarantee for the equipment sold. During the warranty period and under normal use and maintenance, we
will make repairs, replacements or refunds at our own discretion. Only the original purchaser has the right to claim the warranty. If you buy
from an Eazao dealer, your after-sales and warranty are performed by the dealer./Eazao S1$HE IR FIRM 180 RMFEMRIL. EFREHHRME
BEARMRANERT, RITEETRAERE. EMRFBRN, RERBUEEENERRFRE. NREM Eazao FHEBRME, ENESMNREHS
HE AR ETT.

1. What is the scope of the warranty?/ #iEEE2H4?
1) The 180-day warranty covers all the functional aspects of the Eazao 3D printer in normal use./
180 RIRIEHZET Eazao 3D FTENHFEEE R FERBER THFBIIEE S Eo
2) Due to the particularity of the printing materials, ceramics are easy to cause wear to the printer, nozzles, feeding tubes, extrusion screws,

sealing rings, sealing bearings, joints, pistons and cartridges and other easily worn parts are not within the warranty period./ EHF1TEI#1#LEY
15%RME, PESIITENNUSRER, BE, XRE, FrHdfr, B8, DR, B3, BFENRESSERBERETREIN,

2. What is not covered by the warranty?/ t2F#& & EEEM?

Any problems caused by man-made damage or misoperation./ {E{a A AR IR iR IR VEE A A ) o

Self-modification and self-disassembly are not covered by the warranty./ BT BITIREIREREEE R,

Normal wear and tear./ IEE B,

Use parameter settings other than the manual settings./ R FAIEE UIMISEILE,

5) Printing with materials that do not meet the rheological characteristics of the materials recommended by Eazao will result in immediate
loss of warranty./ fEFER#E Eazao HFRIMEIR TS ERAMELAITITED, REHRIZAKERE.

3. When will the warranty start?/ ttaetizriaiRie?
The warranty is calculated from the date you receive the goods./ fRMEM BRI 212 B2t &,

4. How to get a 180-day free warranty?/ infaiis 180 X% 2 {R{?

Please send an email to support@eazao.com with your order ID./ & &% B FHB4ZE support@eazao.com FHHf_EEZIITE 1D,

1
2
3
4

***Due to the particularity of the products sold, returns are not supported once they are sold./
** TSRS, —SEEHFIZRHRE,
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