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LWLUAILICE 1. Pleaserefer to this Guide for initial printer setup.

3Tl 2 Hot! Avoid touching the heating nozzlein operation.

. Moving partsin the printer may causeinjuries. Do not wear
gloves or other sourcesof entanglement in operation.
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A Safety LUl Do not power on the printer until installation is completed.
ER E)ETNNRETH 208 S .




Formore information, you can visitthe Flashforge official website.
www.flashforge.com - [Support]
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NOTICE

SAFETY NOTICE: PLEASE CAREFULLY READ AND STRICTLY FOLLOW
ALL THE SAFETY WARNINGS AND NOTICESBELOW ALL THE TIME.
Note: Each3Dprinter undergoes printing tests before leaving the factory. Filament

residue on the nozzle or slight scratcheson the build plate are normal and do
not affect usage.

WORKENVIRONMENT SAFETY

Pleasekeep the workspace clean and tidy.

Pleaseensure the equipment operates away from combustible gases,liquids, and
dust. High temperatures generated during operation may reactwith combustible
gases, liquids, or airborne dust, potentially causing fires.

¢ Childrenand untrained individuals should not operate the equipment alone.

L 2R 2

ELECTRICAL SAFETY

& Pleaseproperly ground the equipment. Donot modify the plug. Ungrounded
equipment/improperly grounded equipment/modified plug will inevitablyincrease
the risk of electric leakage.

€ Avoid exposing the equipment to damp or direct sunlight environments. Humidity

will increasethe risk of electric leakage. Exposureto sunlight will accelerate the

aging of plastic parts.

Make sure to only use the power cord provided by Flashforge.

Do not usethe equipment during thunderstorms.

Pleaseturn off the equipment and unplug itifitisnotin useforalong time.

L X 2 4

PERSONAL SAFETY

Do not touch the extruder, build plate, etc.,during printing.

Do not touch the extruder and build plate after finishing printing to avoid high
temperature burns or mechanical damage.

Do not wear scarves,masks, gloves, jewelry, or other objects that can easily get
tangled into the equipment while operating it.

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

* & o0

CAUTIONS

Keepthe inside of the equipment clean. Do not drop metal objectsinto the grooves
atthe bottom of the build plate.

Pleaseclean up filament debris in time. Itisrecommended to operate this outside
the equipment.

Any modification of the equipment by yourselfwill void the warranty.
Pleasekeepthe distance between the extruder and build plate for at least 50mm
during filament loading. Too-close distance may causenozzle clogs.
Pleaseoperate the equipment in a well-ventilated environment.

Donot usethe equipment for illegal activities.

Do not usethe equipment to make food storage containers.

Do not place printed models into your mouth.

SO0 606 o o
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EQUIPMENT ENVIRONMENT REQUIREMENTS

€ Roomtemperature: 15-30°C;Humidity: 20-70RH%

EQUIPMENT PLACEMENT REQUIREMENTS

@ Theequipment mustbe placed in a dry and well-ventilated environment.

Adistance of at least 20cm must be reserved around the front, back, left and right
sidesof the equipment. Recommended storage temperature: 0-40°C

COMPATIBLE FILAMENT REQUIREMENTS

€ Whenusing this equipment, it's recommended to use Flashforge's filaments.

If non-Flashforge filaments are used, there will be certain differencesin material
properties, and print parameters may need adjustments.

FILAMENT STORAGEREQUIREMENTS

L 4

Pleasestore filaments ina dry and dust-free environment after unpacking. Itis
recommended to usethe matching filament dry box for storage.

LEGAL STATEMENT

L 2R 4

*

Usersare not authorized to make any modifications to this UserGuide.

Flashforge shall not be held responsible for any safety incidents resulting from the
disassembly or modification of the equipment by the customer. No one isallowed
to modify or translate this Guide without Flashforge's permission. ThisGuideis
protected by copyright, and Flashforge reservesthe right of the final interpretation
of this Guide.

First Edition (September 2023)
Copyright © 2023 Zhejiang Flashforge 3D Technology Co.,Ltd. All Rights Reserved.
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1.EquipmentIntroduction

1.1Printer Components

1. Extruder

2. Touch Screen
3. Build Plate
4. USBPort

5. Screw Holes for Spool Holder
6. Filament Detection Sensor

7.Ethernet Input
8. Power Switch

9. Power Socket



1.2 Printer Parameters

Machine Name
Extruder Quantity
Printing Precision

Positioning Accuracy
Layer Thickness
Build Volume

Nozzle Diameter

Printing Speed
Max Acceleration
Max Travel Speed

Max Extruder Temperature

Supported Filament

Power Supply
Device Size

Net Weight

Connectivity

Operating Temperature
Compatible Operating System

Slicing Software

Max Platform Temperature
Leveling Method

Filament Run-out Reminder
Power Loss Recovery

Smart Touch Screen

Build Plate

Adventurer 5M

1

+0.2mm [testing based on 100mm cubes]
X/Y-axis: 0.0125mm, Z-axis: 0.0025mm
0.1-0.4mm

220 x 220 x 220mm

0.4mm default [0.6/0.8/0.25mm optional]
10-300mm/s

20000mm/s?

600mm/s

280°C

*PLA/*PETG/*TPU[0.4mm nozzle]
PLA-CF/PETG-CF[0.6/0.8mm nozzle]

Note: Materials marked with * are recommended for printing.
Input: AC100~120V/200~240V, 50/60Hz, 350W
363 x 376 x 413mm

[excluding the display screenand spool holder]

363 x 402 x 448mm

[including the display screen,excluding the spool holder]

10.8kg

USB/Wi-Fi/Ethernet

15-30°C

Windows 7/8/10/11; Linux: support version Ubuntu
20.04 or later; Mac OS:support version 10.9or later
FlashPrint 5

110°C

One-click auto leveling

N

J

4.3-inch

PElflexible steel plate
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2. Initial Setup

P RUlsleloddlgle [l SafetyNotice: Do not power on the printer until installation is completed.

1.0pen the box. 2. Removethe upper foam packaging,
Quick Start Guide and After-sales
Service Card.

3. Takeout the machine, placeiton alevel 4. Removethe filament, power cable, screen,
workspace and removethe packaging and accessoryboxfrom the chamber
bags and tapes. protective foam. Removethe inner protective

foam from the extruder.
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5.Movethe extruderand chainaccording to the arrow direction.

6. Removethe foam.
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2.2 Packing List

After-sales Service

SEmEL

3D Printer Power Cable After-sales

Service Card

with 2 screws

(wi )

7

20 25 3.0

Allen Wrench
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2.3 Installing the Spool Holder and Filament Guide Tube

1.Takeout the two screwsand spool holder from
the accessorybox.

2. Installthe spool holder at the position shown in the figure
with the two screws.(Note: Pleasetighten them
using a 2.0mm Allenwrench.)
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3. Insertthe filament guide tube to the extruder.

4. Insertthe other end of the filament guide tube into the filament detection sensor.
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2.4 Installing the Screen

A No Beforeinstallation, please remove the tape of the screencable. Tearit off gently to
avoid damaging the cable.

1.Asshown in the picture,
insert the screencable
into the screenconnector.

a. Liftthe buckle on the screen'scable socketto the indicated position (Fig.(D), then insertthe
screencable into the socketconnector. Note: Ensureproperinsertion and checkalignment

of the indicator line with socket.
b. Pressdown the buckle on the cable socketto the indicated position according to the arrow

direction (Fig.®).




2. Insertthe buckle on the back of the screeninto the printer's slot, and pushthe screen
accordingto the arrow directionto lockit in place.

2.5 Unlocking the Build Plate

Pleaseensurethe platform has been cleared up!

Pleaseusea 2.0mm Allenwrench to removefour screwswhich lockthe build plate (asindicated
by the arrow).
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2.6 First Print

* Theinterfacelayout may change whenever there is an upgrade of firmware.

1.Poweron the printer, turn on the power switch,and wait for the screento respond.

Power Switch

Select the language

L25°8 English BAE
2. Following the guide on the screen,select
the language.

Deutsch Frangais Espaiiol

=0l

3. Click[Next]and the machine will perform the first calibration. Vibrationsand noise during
calibration are normal. (Note: Pleasekeepthe machine on a stable surfaceand do not move
it during calibration.)

Printing preparation Calibration

1. Please confirm all packing materials were taken out. The printer is under self-detecting and it may take several minutes
2. The printer needs to be calibrated for the current environment. Please .

ensure the heated bed is unlocked before starting calibration. 8:30
3. Click [Next].

© 2}

{oming Leveling

Calibration

The printer is under self-detecting and it may take several minutes.

0:00

o

Homing
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4.Loadfilament following the on-screenstartup boot:

a. Cutoff thebent part of the filament end.

Load the filament

PLA

Please load the filament according to the instructions below.
Click [Load]. 5

b. Hang the filament on the spool holder. Passitthrough the filament sensoruntil it's seenfrom
the other end of the filament guide tube. Pushit forward to the feed roller, until it can not go
further. (Pleaseuse PLAfilament for the first print on initial setup).

Load the filament

Please load the filament according to the instructions below.

PLA Click [Load].

|
P

?\(‘ﬁ

it throu
until it is seen
rend of

g

S

C1.Click[Load]and select[PLA]for the firstprint. C2.Wait for the extruder to heat up.

Load the filament [KELRGERIET L

Please load the filament according to the instructions below.

Click [Load] PLA Preheating..

PLA
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C3.Feedingwill begin after heating. Successfulfilamentextrusion from the nozzle indicates
successfulloading. Lastly,confirm the filament guide tube is properly inserted.

Load the filament

PLA Heating completed. Loading...

Printing preparation i

65 © o

Loading completed!
Please clean the filament on the nozzle and platform.
Click [Print].

If no filament isextruded, manually insertthe filament into the inlet and click[Back]to retry.
Feelfor filament movementuntil itis extruded.

5. Pleaseclear the filament residueson the
nozzle and platform. Usersmustapply
glue to the platform so asto improve
adhesion for the first print.

6. Click[Printjand the machine starts
printing the built-in file (configured Printing completed.
for PLAmaterial).

Time used: OhXmin

15



3. Software Introduction &lnstallation

Slicing Software Instructions for Adventurer 5M Series

Beforereading the brief instructions,please ensureyou have reviewed the Quick
StartGuideand completed the first print.

Beforeprinting 3D model files,you need to configure slicing presetsfor the corresponding printer.
Recommendedslicing software:OrcaSlicer/ FlashPrint5

Pre-printing Steps:

01 02

Download and
install the slicing
software

03

Usethe slicing software

to convertthe file into

the machine-readable
format

04

Import the slicedfile via
a USBflashdrive or
network transferto the
printer for printing

Obtain the 3Dfile
(STEP/STL/OBJ)

LSS LSS LSS LSS

Open-source Slicing Software
OrcaSlicer

Thisslicing software, created by the open-source community, offers more open configuration
options. Experiencedusersare recommended to usethis slicing software.

Download and Installation Instructions

1.Download the latest slicing software from the official website:
https:// github.com/ SoftFever/OrcaSlicer/releases.

2. Findthe OrcaSlicersoftware package on the USBflashdrive and install the versionthat matches
your system.

Filescanbe imported by project, requiring a clickon the projectfile each time you openit.
Alternatively,configscan be imported, eliminating the need to do soeachtime, but thismay not
be compatible with higher software versions.

16



How to UseOrcaSlicer(Import Project Files)
* Thestepsare illustrated for one machine type.

1.0Open the installed OrcaSlicer. 2. Click[Open Project].

New Project Open Project
‘B Login/Register ! @ o

~\

(@ Recent

Recently opened

3. Theprofile should be in .3mf format. You
can find the corresponding file on the USB
flash drive. Dragit directly into OrcaSlicer,
or open it directly (if the machine is not & Printer ©

configured with a USBflashdrive, please ; - L
download the correspondingprofile from | Flashforge Adventurer SM Pro 0.4 Nozzle; |:‘ B
Flashforge'sofficial website). Bed type High Temp Plate
[ Filament + - @&
4. Afterimporting the profile, the software © Froahiore PLA 2
. asniorge
interface will display the corresponding F ¢

printer, and you can selectthe desired

T . & Process () Obiects Advanced@) [E]%
printing material.

* 0.20mm Standard @Flashforge B X Q
Quality Strength Speed Support Others
£ Layer height ~
Layer height 0.2 mm
First layer height 0.2 mm

= Line width

Default 042  mmor%
First layer 045  mmor%
Outer wall 0.42 mm or %
Inner wall 0.42 mm or %
Top surface 042  mmor%
Sparse inf ¥ 045 mmor%
Intarnal ealid infill nL — v
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5. Selectthe model file to be printed. Youcan 6. Click[Sliceall]. Onceslicing iscompleted, click

drag it directlyinto the software, or click [Export G-code file], save the file to a USBflash
[File]- [Import] to import the model file drive,and then insertit into the printer for
(STL/ STEP/OBJ/3MF, etc.). printing.

D « 4 #calibration

New Project Cul+N . [E Project
Open Project.. Curl+0

Recent Projects & @) %

Save Project Ctrl+s

Save Projectas..  Cul+Shiftes 4 Nozzle; G = .

Import > Import 3MF/STL/STER/SVG/OBJ/AMF...  Ctrl+l S I Ice a "
Export > Import Configs... .

Qi [ +- o Slice plate

How to Use OrcaSlicer(Import Config
* Thestepsareillustrated for one machine type.

1.0Open the installed OrcaSlicer. 2. Click[File]- [Import] - [Import Configs...].

D « A fcalbraton

New PRt Crl+N
Open Proy- ctl+o

Recent Projects

& Project

HER

Save Project Ctrl+S
Save Project as... Ctrl+Shift+S Nozzle; o = o
Import > Import 3MF/STL/STEP/SVG/OBJ/AMF. Ctrl+l 1
Export > Import Canfigs..
Quit + - @\
3. Theconfig file should be in .jsonformat. You ~ =i = 22N
can find the corresponding files on the USB ] 0.2mm Standard @FF Adventurer 5M.json JSON ¢t
flash drive, selectall, and openit (if the N o aehon o
machine is not configured with a USBflash ] Flashforge ASAjson JSON STt
drive, pleasedownload the corresponding ] Flashforge Elastic json .
— ' .. . L1 Flashforge HS PETG.json JSON 3zft
config files from Flashforge'sofficial website). ] Flashforge HS PLAjson JSON 30kt
j FlashforgePETG{F\Djsun JSON 3Z4%
| Flashforge PLA json JSON 378
[] Flashforge PLA-CF10.json JSON 3zt
|
TEEN): [config ~| | config files (*jsor

#T7HQ)
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4. Afterimporting, the corresponding printer, available filaments, and recommended parameters
will be displayed.

ﬁ & Prepare Preview 23 Device - Flashforge Adventurer 5M 0.4 Nozzle o =
= Printer O] Bed type High Temp Plate
-~ Flashforge Adventurer 5M 0.4 Nozzle O = i) Filament + - @
777777 User presets —_____ . ~ Flashforge HS PLA (x4
I Flashforge Adventurer 5M 0.4 Nozzle I
—————— User presets ------
My Settings 3
y 9 @ = Flashforge ABS Jee
______ System presets -———-- _c| Flashforge ASA Q
Flashforge Elastic
5 Process (THPObjects Advanced @D E% Ru| Flashforge HS PETG
=L | Flashforge HSPLA ~
~0.2mm Standard @FF Adventurer 5M B X Q U Flashforge PETG-CF10
‘| Flashforge PLA
777777 m2eLpresete Others Al Flashr ; PLA-CF10
0.2mm Standard @FF Adventurer 5M I n ashiorge
f e | | I — System presets ------
777777 System presets —--—- mm D Voron Generic ABS
Fi  Voron Generic ASA
o Voron Generic PA

Voron Generic PA-CF

5. Selectthe model file to be printed. Youcan drag it directlyinto the software, or click[File]-
[Import] to import the model file (STL/STEP/OBJ/3MF,etc.).

6. Click[Sliceall]. Once slicing iscompleted,
click[Export G-codefile], savethe file to a
USBflashdrive, and then insertit into the
printer for printing.

Slice all

Slice plate
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Flashforge's Official Slicing Software - FlashPrint5

* Thestepsare illustrated for one machine type.

FlashPrint5is not open-source. Itis user-friendly and suitable for userswith no 3Dprinting
experienceor those who don't require parameter adjustments.

S R Ty 1.Download the latest slicing software from the official website:

https:// www.flashforge.com/download-center.
2. Find the FlashPrint5 software package on the USBflashdrive and
install the versionthat matchesyour system.

1.Afterinstalling the slicing software, import 2. Selectthe corresponding printer type.
the model file.
€ FlashPrint - untitled.fpp
File Edit Print View Tools Help
3 New Project Ctrl+N

Save Project  Ctrl+S .

Load File... trl+0
Save As...
Examples >

Model Gallery
Recent Files ,

L)

Adventurer 3 Pro 2

Adventurer 3 Series

% Preferences

Adventurer 4 Pro
X Quit
Adventurer 4 Series|
v Adventurer 5M

Artemis

@

Creator 3

Machine Type  » Creator 3 Pro

Nozzle Size >

Adventurer 5M - 0.4 - Normal Mode

3. Click[Start Slicing]. 4. After slicing iscompleted, savethe file to a
USBflashdrive for printing.

Start Slicing Slice Preview &
Save To Local

Theslicing profiles available in FlashPrint5 are configured based on extensive
testing with varioustypes of filaments. Werecommend using the recommended
temperature settingsprovided in the profiles. If you believe a specificfilament
requiresa different temperature, you can make minor adjustmentsand print
smaller objectsat the settemperature for testing to ensure smooth operation.
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4. Printing

4.1Filament Loading and Changing

4.1.1Filament Loading

Click[ @ ]to enterthe filament loading interfaceand follow on-screeninstructionsto complete
filamentloading.

Adventurer 5M

Adventurer 5M

Jid =]
Q So w5
Please load the filament according to the instructions
below. Click [load].

i

Adventurer 5M

4.1.2Filament Changing

. I . ) ) .
1.CI|ck[@] - [g@;], and follow on-screeninstructionsto complete filament changing.

Adventurer 5M

Select the filament and load it according to the
instructions below. Click [Start].

21
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3. Pullout the cutfilament, and insertthe new filament into the filament guide tube. If the

CH

material type is changed, click[PLA]to selectthe corresponding material type.

w
SHY
' B
=1 |l
N
= ]
i ]
oS

.

TPU
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4. Click[Start],wait for the extruderto heat up and filament feeding will begin. Whenyou seethe
previousfilament is extruded, insertthe new filament and observeits flow and the extrusion.
Ifthe new filament smoothly comesout of the nozzle, the filament changeis successful.lfnot,
hold the filament by hand, insertit into the inlet, and click[Again]to retry. Feelfor filament

movement until it is extruded. After successfulloading, insertthe filament guide tube into the
inlet.

Adventurer 5M Adventurer 5M

Please load the filament according to the instructions Heating completed. Loadin
below. Click [load]. - g completed. g...

the filame

Adventurer 5M

A

Loading finished.

7Y

1.lfthe previousfilament roll iscompletely used up and thereisno filament in the
guide tube, you can proceed with the loading processdirectly.

2.Whenchanging filament, try to clearout the old filament using the new filament.
3. Youcan cIick[-%] to view the nozzle usage guide on the screen.

23



4.2 Network Connection

Click[@] - [®]to enter the network connection interface.

Adventurer 5M

o s

— |2 WiFi
rs

T Ethernet

@ () Hotspot

Static IP

4.2.1Wireless Network Connection

Turnon the Wi-Fiswitch, and tap to connectto the corresponding wirelessnetwork.
Onceconnected successfully,thenetwork will be marked, and an[Z]icon will appear at the top
right corner of the screen.

Adventurer 5M

o s 3 28
= 2 Wi-Fi Wi-Fi

s

¥ Ethernet = flashforge-5G

>

Please wait...

@ () Hotspot

» flashforge
Static IP Z flashforge-Test

<a TP-LINK_5G_88888...

4.2.2 Wired Network Connection

1.Select[Ethernet]and plug the network cableinto the Ethernetport on the back of the printer
following on-screeninstructions.

2. Onceconnected successfully,itwill display as[Connected],and an [E] icon will appear at the
top right corner of the screen.
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Adventurer 5M Adventurer 5M

LS

2= Wi-Fi Ethernet Ethernet

T Ethernet

Connected

IP Address: 10.33.23.222

(?) static IP

4.3 Printing Methods

4.3.1Printing via USB

Theprinter supports printing via USB.Savetheslicedfile to a USBflashdrive, insertit into the
printer,and selectthe correspondingfile to start printing.

Adventurer 5M Adventurer 5M

Q < FlashForge-TestModel-01

PLA

FlashForge-Te  FlashForge-Te  FlashForge-Te 2h 35min

FlashForge-Te
230713 stMo..230713  stM0..230713  stMo...230713

20%

g
FlashForge-Te FlashForge-Te

stMo..230713 s stMo...230713 Leveling

4.3.2 Printing via Wi-Fitransfer

After successfullyconnecting the printer to the network, open FlashPrint5. After finishing slicing,
click[Print]in the menu and selectthe Adventurer 5M as the machine to connectto. Youcan
connectit to the printer by entering the IPaddressor by automatic scanning.

@ Comect Mochne =

1P Address

Theprinter and thecom rm Aevenrers 1921687131
eprinter and the computer must be - 3 @

connectedto the same network.
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ThelPaddresscan be viewed by long-pressing the connected network or in the PrinterInfo
interface by clicking [ @ 1-1 @].
Adventurer 5M
o &

2 Wi-Fi

©

SSID has been connected
1P:10.33.23.222

T Ethernet

) Hotspot % (i

(®) static IP

flashforge-Test

<a TP-LINK_5G_88888...

Adventurer 5M Adventurer 5M

< Printer Info

Adventurer 5M
Fs 220 x 220 x 220mm
e 2.2.4-2.1.6

ABCDEFG

146 hours

1600.9 m

10.33.23.222

A7:97:9G:E6

Adventurer 5M 5.36G

4.3.3 Printing via Cloud

Printing via FlashCloud

Adventurer 5M

1.Click[ 9 1- [ ¢S 1, turn on the FlashCloud #, Flashcioud FlashCloud
switch, and view the registration code.

Printer Name:
Adventurer 5M
Registration Code:

YSLKMV

Website: https://cloud.sz3dp.com

2.Openthe FlashCloudwebsite and registeran account. After email activation, you can log in and
use.FlashCloud:https://cloud.sz3dp.com/

3. Click[My Printer]- [Add Printer]. Onthe Add Printerpage, enter the registration code (cloud
registrationcode) and name the printer. Afterclicking[OK], the information will appear on the
printer's FlashCloudinterface.

26



&> FlashCloud .
feome My Printer (®) Add Printer Thecurrentprinterisempty,pleaseadd ~ aprinter
MyPrinter Name K RegistrationCode Type

(2 mymoder
MyJob
& ModelLibrary

Printing via Polar Cloud Openthe Polar Cloud website and registeran account.

PolarCloud: https://polar3d.com

Note: PolarCloud servicemay not be available outside the United States.

Afterlogging in, clickthe icon at the top right corner,click[Settings],and click[PINCodelin the
menu to find the PINcode.

POL/\?é: Explore Connect Design Make Help  Shop a

o

Member since 03/18 | 0 cloud prints and counting

Community Cloud Stats
121 129,523 370,629
countries members prints

Polar Cloud Update - Basic Print Settings
Dean Morris published on May 23, 2018

- Polar Cloud Release Notes, March 2018
#9%S ..  dnewman published on Mar 30, 2018

Recent Community Objects

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

Adventurer 5M

A

After connecting the Adventurer5M to the
network, simply turn on the Polar Cloud
switch and enteryour accountand PINcode. > F i Polar Cloud
& Polar3D Account: Adventurer 5M
PIN: EPUKGD

Website: https://polar3d.com
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4.4 Model Removal After Printing

Whenprinting iscompleted, the nozzle and build plate may still be at a high
temperature.ltisrecommended to allow them to cooldown beforeremoving
the model.

Afterprinting iscompleted, directlytake out the flexible steelplate and bend the platform to
remove the model. Ensurethereis no residualfilament on the platform before the next print.

Tipson Model Removal:

1.Pleasetakethe platform plate outside the printer for model removalto preventmodel debris
from accumulating inside the printer. It'srecommended to keepthe chamber clean.

2. Formodels printed with TPUorother flexible materials, it isrecommended to use a scraper
for removal, which ensuresyou can remove the flexible model from the bed without causing
damage.

5. Introduction to Auxiliary Functions

Theinterfacelayout may change whenever thereisan upgrade
of firmware.

5.1Leveling and Calibration

During the first startup, equipment calibration will be performed. During subsequentuse,choose
leveling or vibration compensation as needed.

Whento perform leveling:

+ If continuouslyprinting with PLAmaterial, perform automatic leveling once with no need to do so
before each print. However,performing leveling can inevitably improve the printing successrate;

¢ When switching between different materials (e.g.,from PLAto ABS),pleaseperform leveling before
each print;

¢ If the platform-nozzle distanceistoo far (poor adhesion) or too close(no filament extrusion),please
perform automatic leveling;

¢ Afterreplacing the build plate or nozzle, please perform automatic leveling.
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Whento perform vibration compensation:
¢ Whenthereis noticeable ghosting and ringing on 3D prints;
* After adjusting the tension of the synchronousbelt;
¢ Whenthe printer hasbeen unusedfor a long time and isnow being restarted.

Instructions:

Click[ @ 1-1 é ]to enter the leveling and calibration interface. Choose[Leveling]or [Vibration
test], click[Start],and the printer will automatically perform the corresponding operation.

(Note: Beforecalibration, ensurethere are no foreign objectson the platform or at the nozzletip.)

Adventurer 5M

Calibration

Please make sure the nozzle and platform is clean and click [Start].

Leveling

(O vibration test

5.2 Other Function Settings

Inthe information interface,youcan enable or disable sound and filament detection,and perform
firmware updates.
Adventurer 5M
¢ When[Filamentdetect]is enabled, the printer
will stop printing if filament runsout mid-print.

Q Machine Info

¢ Whenconnected to a wirelessnetwork, click i eme sound
[Firmwareupdate] to view the current version, g FrrTEeerEEL: SIS
checkfor updates, and perform online firmware Copy logs Website
updates.

Language After-sales support
Factory reset Maintenance guide

License
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6. Maintenance

6.1Suggestions on Platform Plate Usage

1.Powder coated PElplate requires glue and is suitable for printing PLA/PETG/PLA-CF/PETG-CF/
ABS/ASA.TPUprintingdoes not require glue. Thisplate comes with the printer.

2. PEIfilm plate is suitable for printing PLA/TPUwithout glue. ForPETG,it'srecommendedto use
glue. Thisplate canbe purchased separately.

3. PCstickerplatform plate is suitable for printing PC/ABS/ASA.Thisplatecan be purchased
separately.

4. Afterapplying glue to the platform plate, it can be cleaned with water.

5.Ifthe platform plate getsoily, it can be cleaned with adish detergent.

6. If the platform plate deforms significantlyafter long-term use, it'srecommended to replaceit
with anew one.

6.2 Suggestions on Nozzle Usage

1.Pleaseuseone nozzle for the same type of material to avoid clogs and extend nozzle lifespan,
especiallywhen working with fiber-reinforced materials and PETG.Pleaseavoidmixingthem
with other materials.

2. Whenswitching to a different material with the same nozzle, if the new material's printing
temperatureislower, adjust the setting to a higher temperaturefor filament extrusionto purge
old filament from the nozzle.

3. Whenswitching to a different material with a higher printing temperature,justioad the new
filament.

4. Tocleanresidualfilament inside the nozzle,you can perform multiple filamentloading or
manually clearany remaining filament using the unclogging pin tool.

5. Afterreplacing the nozzle,please perform leveling again.

6.3 General Maintenance

1.Pleaseapply lubricating oil to the guide railsafter 200 hours of printing.
2. Pleasereplacethe filter cotton every 300 hours of printing or when it appears darker in color.
3. Pleasecleanthe filament residueinside the equipment chamber in time.
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7.Q&A

Q1.How to unclog the nozzle?

Method 1:Click[Load]and heatthe nozzle to the printing temperature of the used filament. After
heating, removethe filament guide tube, and checkif the filament isbent or filament
tip isnot smooth. If so,trim and insertthe guide tube and filament into the nozzle,then
click[Load] and check.

Method 2: If Method 1 doesn'twork, usethe unclogging pin tool.

Method 3: If Method 2 doesn't work, please replace the nozzle.

Q2.How to replace the nozzle?

Pleasepower off the printer before replacing the nozzle!

1.Removethe filament guide tube and 2. Presstheleft and right bucklesand removethe
cutthe filament. nozzle. Trimthe filament along the nozzle top.

3. Insertthe new nozzleinto the extruder and you can hear a "click"sound indicating the buckle
position has changed. Ensurethatthe nozzle slot aligns flush with the bottom of the extruder.
Note: If you have trouble aligning the nozzle,you can pressthe bucklesduring installation or
removethe front coverof the extruder (grab the lower part of the front coverwith yourhand
and lift it upward slightly)to checkthe position.
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Whetheritisinstalled in place isjudged asfollows:
1.Ensurethe nozzleis pressedto the bottom

firmly during installation.
2. Checkif it isproperly installed:

a. Checkthe red buckle positions on the
leftand right.

b. Checkifthe nozzle slotis flush with the bottom of the extruder (if your view is obstructed,
you can remove the front coverof the extruderto observe).

4. Powerup the printer, click[ @ ]to enterthe loading interface,and follow the on-screen
instructionsto complete filament loading (referto 4.1.1).Filamentcomingout of the new
nozzle smoothly indicates a successfulnozzle replacement.

Q3.Isleveling required after nozzle replacement?

Yes.lItisrecommended to perform automatic leveling to ensurehigh print quality as slight errors
may occurduring nozzleinstallation. Theequipment defaultsto the leveling operation before
eachprint.
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Q4.Whatto do if the extruder moves but doesn't extrude filament at

the beginning of printing after clicking the model for printing?

1.0bservethe filament guide tube to checkif filament has entered the nozzle. If not, please click
[Load]until filament comesout.
2. Checkif the nozzleis clogged. If so, please refer to the solution of Q1.

Q5.What to do if the nozzle position istoo high (far from the

platform) ortoo low (hitting the platform) during printing?
How to level it?

Pleasecheckif the platform is properly installed and there isno excessiveresidueon the nozzle. If
theseissuesexist,address them first. Then,go to the settings interface, selectthe leveling option,
and perform automatic leveling or enable automatic leveling before printing.

Q6. Canfilaments from other brands be used?

Yes.You can use filaments from other brands, but certain parameter adjustments are required due
to slight temperature differencesin different filaments.

Q7.1sit safe to print with ABSmaterial?

ABScanreleasetoxic gasesduring heating. If conditions permit, considerprinting in awell-
ventilated area. Itisrecommended to print non-toxic materials suchas PLAin children's activity
places.

Q8.Whatto do if the printed model warps or doesn't adhere well?

Method 1:Increasingthe platform temperature canimprove the adhesion between the platform
and the model.

Method 2: Adding a brim during model slicingcan alleviate the issue.

Method 3: Apply glue.

Method 4: Cleanthe platform to removeany oil or dirt.

Method 5: Checkif the platform islevel. Theleveling and calibration function can be used.

Q9. What to do if print files can not be found and the screendisplays

only folders after inserting the USBflash drive?

The USBflash drive format is incorrect. The printer supports the FAT32file system. Pleaseformat the
USBflash drive to FAT32.

Q10.What to do with the Wi-Ficonnection failure?

1.Pleasecheckif the Wi-Finame contains special characters.If so,modify it and try again.
2. Pleasecheckif the password contains special characters.If so,modify it and try again.
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Q11.Firmware update precaution.

Donot power off the printer or disconnectfrom the network during firmware download or update
to preventupdate failures.

Q12.Why isthe boot screenwhite?

If the startup sound can be heard, please replace the screenor cable. If not, please contact our
after-sales personnel.

8. Help and Support

Flashforge'sprofessional after-sales servicepersonnel and salesmenare on standby for you at
any time and are ready to help you with any problem you may have with the printer. If the issues
or questions are not coveredin this UserGuide,you can seekfor solutions on our official website
or contactus by phone.

Thereare instructionsand solutionsto common issuesthat can be found on our official website.
Many questions are answered at Flashforge'sEnglishofficial website - www.flashforge.com.

TheFlashforge after-sales serviceteam can be reached by phone from 8:00 AMto 5:00 PM,from
Monday to Saturday.Incaseyou contact us during off-duty time, your inquiry will be answered the
next working day immediately. Weapologize for any inconveniencethis may cause.

Changingdifferent filaments may leave minor impuritiesin the nozzle,leading to
clogs. Asthis can be solvedby justunclogging it, it's not owing to a quality issue.
If you encounter this problem during use,please contact customer support and
follow theirguidance for unclogging.

After-sales ServiceTel: 400-886-6023

E-mail: support@flashforge.com

Address: No.518, Xianyuan Road, Wucheng District, JinhuaCity,Zhejiang Province, China

Note: Pleaseprovidethe product serialnumber which can be found on the barcode at the back
of the printer when contactingcustomersupport.

SIN: FFAD******
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