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Easy solution of 3D model creation

¥rPlease read the User Manual before using this product.
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a. Important Information

1.1 Caution

(1) During the printing or the printing has just finished, the highest temperature of nozzle has reached to
260°C, and the highest temperature of build platform has reached to 100°C, to ensure your safety, don't
touch the 3D finished prints/ nozzle / build print bed during printing or cooling process.

(2 Pls use the original power wire we supply to prevent any damage to electrical parts.

1.2 Filament

Renkforce printers can be used with a wide range of filaments. However, for the best print results we
recommend you use the filament renkforce supplys or the one with good quality, in case that the filament of
poor quality makes the extruder clogging and damages the extruder & motor.

1.3 Ambient requirements

The 3D printers can work normally with the temperature between +15 C and +45 C, and with the ambient
humidity between 30% and 90%. The printing quality will be lowered when the ambient temperature &
humidity is out of the range. Pls keep the filament under well seal when it is opened and unused for a long
time. The filament will absorb the moisture and dust when it is exposed to the air for a long time, which will
affect the print quality.
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b. Product introduction —______

2.1 Appearance introduction

@ Touch Screen

@SD Card slot

@Print bed

@The extruder

B)Lighting Switch
®Mainboard Cooling Fan
(@Power socket and switch

G onorF




2.2 Introduction of extruder

M® @)

@ Nozzle @ Heat block @Heater and NTC @ Filament tube & Heatsink
(® Object fan @ Extruder fan @ Cover of extruder @ The leverage

2.3 Introduction of Build Platform

@ Print bed @ Magnetic mate @ Leveling Thumb Screw (4pcs) @ Heating Panel

PS: Printbed can be removed and taken out, which is also separated with print surface.
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2.4 Accessories list

Picture Name Qty. Unit
& Power cable 1 pcs
[ @( SD Card (contains User Manual & Slicing software) 1 pcs
- Magnetic mate 1 pcs
- Full Metal Build platform 1 pcs
s Ejector Rod 1.8¥150mm 1 pcs
W‘ Hex wrench within 6mm dia. 1 pcs
[
| % Allen Driver within 1.5/2//2.5/3mm dia. 4 pcs
- Spool holder 1 pcs
— Small needle 0.3*75mm 2 pcs
— e Tweezer L HES
’C Side cutter 1 pcs
@ Filament 1 pcs

PS: The pictures are for reference only, and the actual distribution is the standard.
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2.5 Technology Specification

Operating voltage: 100 — 240 V/AC, 50/60 Hz

Power consumption: max.320 W

Fuse: F10AL, 250V

Production process: Fused filament fabrication (FFF)

Model size (W*H*D): max. 200*200%*150 mm

Printing layer resolution: | 0.05-0.3mm

Print speed: 20 - 300 mm/s

Print format: GCODE

Nozzle (¢ ): 0.2mm/0.4mm/0.6mm/0.8mm; 0.2mm/0.6mm/0.8mm is optional, not come with the device.
Filament (¢ ): 1.75mm

Suitable filament material: | PLA, ABS, PETG, TPU, Wood, HIPS, ePA (Nylon), ePA-CF(20%Carbon Fiber),

Bronze, Copper, Steel, Pearl, Aluminium

Extruding temperature: +160 to +260°C

Heat bed temperature: +40to +100°C

Interfaces: SD card

System requirements: Windows 7 or later, Mac OS 10.6.8 or later

Slicing software: Cura

Operating conditions: +15 to +35°C, 30 — 90% relative humidity (non—-condensing)
Storage conditions: +15to +35°C, 30 — 90% relative humidity (non—-condensing)
Dimension (W*H*D): 395*400*425 mm

Weight: 21.5kg
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C) Preparation before printing
3.1 Menu preview
System/Tool/Print

-The touch screen is on when the power supply is connected and turn on the device.
-You can touch the screen for operation.

-Don't touch the screen with the sharp object.
¢ / Xz pob

System Tool Print
® @ C
Q The user can check the printing status, equipment Info About  English Default
Q information, factory settings, the screen calibration
System by touching system icon. Q ’
TPAdjust Back
A evelling
The user can perform manually control, preheating, <9> & ® %
filament perform manually control, leveling, air volume Manual Preheat Filament Level
/ adjustment, emergency stop by touching tool icon.

Tool :’: ® ")) ”

an Stop Sound Back



Tool/Manual interface

<6> The user can manually reset or perform the print bed and extruder position.

Manual
Automatic reset Print bed move backward
|
Unload filament ————— A — Print bed move upward
—
X axis move to the left ﬁ X axis move to the right
Load filament ———— z —————— Print bed move downward

01mm ”— Back to the previous menu

Y axis move forward

Click and distance movement setting
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Tool/Preheating interface

Preheat

Current temperature
Temperature decrease

Print bed temperature

Extruder temperature

The user can control the temperature of extruder and print bed by touching preheat icon.

Press and start heating

), <

Bed Temp

—@ <

Ext.Temp

| The preset temperature/The target temperature

T i
Temperat

—/-—- C »— Temperature increase

Heatbed

26/0 C >
Extruder
A

Return

Back to previous menu
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Tool/Filament loading/Unloading

Filament
Press and start heating
Current temperature The preset temperature/The target temperature
Temperat}r
Filament loading ——v 26/0 C A— Filament unloading
Load Extruder Unload

@ Stop
Stop ——— Back to the previous menu

Return
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Tool/Air fan

... The user can control on/off also cooling fan air volume of the extruder fan and object fan.

Fan

Air volume decrease on/off Air volume increase

Objectfan ——— .% < 0 >
o

Object fan in %

Extruder fan ——m— ..% 4 0 ’
E1(%) Extruder fan in %
9 — Back to previous menu
Returm
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Tool/Levelling

% The user can calibrate the print bed by the menu of level.
Refer to 3.2 for detailed instructions.
Level
® The user can click emergency stop icon to turn off all motors in case of emergency.
Stop

Printing menu

<

v Select the file to start printing.

Print

Select the file to access to printing interface

Back to the previous menu
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Printing Menu File name

—
¢ 9
)
renkforce

Remain printing time  Extruder temperature

| |
Py B B

renkforce =

Printed time fnmeelBdged

Pause printing

Stop printing Tool selection

L:.:J 9 0onoom @ 0 —_—

Delete the file

Start printing

Back to the previous menu

Print speed
Printing file
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x The user can adjust the print parameter by the tool menu.

Tool

Print speed percentage Object fan

%(%): 100 O E1%): 100
ﬂ(t): 20 *(t): 190

(%) 100 ”

Print bed temperature Nozzle temperature

Flow compensation

Back to the previous menu
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3.2 The calibration of print bed

The print bed has been calibrated and well levelled out of the factory, but some deviation will be occurred during

transportation, so it is better that the user can do the print bed levelling before printing.

Tool Level

Remark: It is the must to preheat the build platform before doing the leveling, or the expansion of the magnetic mate

after heating up will have the great impact on the leveling results and the print results.
1. Put one A4 paper between the nozzle and build platform, enter the level icon under the tool menu, and click the

arrow (as show below), the build platform will move upward while the print head move to the right behind the front

of the BuildMat.

Please adjust the thumb screw under platform.

= 5

14



T~ ..
2. Calibration button

vr Slide the paper back and forth between the nozzle and magnetic mate, if the paper can be slided easily between the
nozzle and magnetic mate, you can anticlockwise rotate the thumb screw until there is a slight resistance.
vr If the paper can't be moved, you can clockwise rotate the thumb screw until there is a slight resistance.

Ml 7

Caution: Don't let the build platform move upward so high, or it will damage the build platform or the print head.

3. Click next step(as shown to the right), the print head move to the
left behind the front of the magnetic mate, do it as 2nd step.

Please adjust the thumb screw under platform. (
4. Click next step(as shown to the right), the print head move to the X® ®X
left front of the magnetic mate, do it as 2nd step.
5. Click next step(as shown to the right), the print head move to the - 9 X@ —_— @X

right front of the magnetic mate, do it as 2nd step.

Continue Return
6. After you finish the 4 steps, the build platform calibration is done.

PS: If you can’t print smoothly or the prints looks not so good, maybe the build platform isn’t well levelled,
it is better you do the calibration of build platform again.
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3.3 Filament loading/unloading

3.3.1

Installation of the spool holder and the filament tube.




3.3.2 Filament loading of the extruder

N || ®

Tool Filament

1.Enter tool menu and click filament icon.

@ Click on the temperature to
preheat the extruder.

Temperature

V 26/0 C A

Load Extruder Unload

Return

17



2. Cut the filament with an angle, and load it into the feed 3. When the filament melts and comes out
inlet of extruder, which will feed automatically. smoothly from the nozzle, click stop icon.

Temperature

V 200210 C A

Load Extruder Unload

(O] +

Retum

| (2 When it comes to preset temperature,

Temperature

V . click E1, the user can load the filament into
2002107 A feed inlet, which will feed automatically.

Load Extruder Unioad

o 9

Retum

3.3.3 Filament unloading of the extruder

(@ When it comes to the preset temperature,

Enter I menu and click filament icon
\{ ter tool menu and clic BIment oo click E1, the feed motor begins to unload automatically,
/s

and the user can take out the filament.

Tool Filament

Temperature Temperature
o ) w 26/0 C ‘a‘ w 200/210 C
@ Click on the temperature Load Extruder Unload
to preheat the print head o e e

O = 5 O

Return

Return 1 8



3.4 Print from“Cura“software
3.4.1 a) Setup of the Software-Windows®

Weicome: o the Ulimakor

Satup Wizard
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b) Setup of the Software-Mac

mcuny
Blzoo e-e-i s o s s

1. Doucle click the icon. 2. Doucle click the icon.

Ultimaker
cura. 4.1.0
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3.4.2 Start software- Windows® & Mac
After installation, the“Configuration Wizard“,which will guide you through the set up process
of the 3D printer, appears

User Agreement What’ s new in Ultimaker Cura

Disclaimer by Ultimaker 4.1.0
Plezse read this disclaimer carefully.

Except when otherwise stazed in writing, Ultimaker
provides any Ultinaker software or third party softwarc
“As is” without warrantr of any kind The eatirs risk as

Lo lhe qualily and performance of Ullimaker soflware is
with you.

Welcome to Ultimaker Cura Draggable settings panels

Tihere was a lol of Jeediack Zrow Lle 0 release aboul
the collapsible setzings panels. Dased on this feedback,
we decided to make <hem completely draggakle. The print
scttings pancl (preparc stage) ard the color scheme
panel (preview stage) can now be dragged end positioned
anyuhere in the 30 viewer. A double click of the header

Unless required by applicable law
in no ovent will Ultinaker be liab!

agresd to in writing,
to you for damages,

21

Pleass follow these steps to set
Ultimaker Cura. “his will only take a few moments.

including any general,

special,

incidental, or

consequential damages arising out of the u:

v inability

Lo use any Ullivaker soflware or

Lhiird parly sof Lware.

1. Click "Get started” .

2. Click "Agree” .

will vesat each ta <heir defanit position.

Updated onboarding flow.

The orboarding flow on first startuw has been updated
with a ook znd feel more in line with the new
interfacs. A seriess of setup sters will be shomm,
including Welcome, User agreement, Change log, the
option to add a (rezworked) printer, and the option to
sign up/sign in with an Ultinaker account

Add printer menu.
Varlous updates 11 the ‘Add printer menu’ . The machine

3. Click “Next” .

Help us to improve Ultimaker Cura

Ultimaker Cara collects anonymous data to improve print
cuality and user experience, including:

Machine trpes Material usage

Mmoo 06
Ixl = P

Tnber of Print settings

Data collected by Ultimaker Cura w:ll mot contain any
personal information. More information

4, Click “Next” .

Add a printer

#dc a nstworked prirter v
There is no printer found over your network.

Refresh  4dd rrinter by P @ Troubleshooting

4d¢ a non-networked printer -

Next

ENCICEE - BN

(3 Add Printer
Add a printer
Adc a networksc printes <
Adc a nor-netweried printer >

> Ulvimaker

> other

6. select “Custom”

printer naze || cenktorce pro3

areet [ |

7. Fill in the printer name
“renkforce Pro 3" .




(3 mad Printer » | (3 add Printer S
" - . ; Dtimaker Clond
Machine Settings Machine Settings
Printer Extroder | Frimtar Extrwder 1
Frinter Settings Printhead Settings Wozzle Settlngs )
¥ (rdthl I ain 20 Beaxle sizs |
T Dapthl = ¥ min i - | Comprtible matarial dizsstar =
1 Height) SR e 1] Beaxle offaet X
Build plate shaps | Partangu v | ¥ omm 1] E [ [ k
Drigin ot aster ey Hedght 181 Gooltng Fan Musbar [0 1l
Hastad bad Busher of Extroders | - Ext-ud Start G 3 Ext " End G- "
Foode Tlavor Maclin ~
Start G-code End G-code _ozzl metwor
CZE [ Hema Hlcd 20 Itaes gam L=imas uns fithings ot el cer nse sormeen
6 7150 F8000 ;Kore the Lo 50 : : - -
erger kel kv o SI R Ge. savluslve sviesy Ly pelil T leading Lewcals
4z Eo 92 BL
C. P00 B2 Gl E-1 P300
iz B 528 10 70
=i
n n eiats an aeteins | Hlan ln

. Fini
8. Input parameters as shown 9. Finish

3.4.3 Software setting- Windows® & Mac
After starting the software, import related parameters of the printer

o
prm—
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B & off

< = Fine 0.1m

1. Click “ & " .

@ Prterences
ol R
enings | Profiles
el
Hebariuls Llicate

Feiatur: ruklores RELOD 2L

Default profiles

Tornal

Gleas tessings

Sotsine

< | = Finc 0. lmm

Print settings

Profile Fine

Q search settings

Quality
Layer Height
Initial Layer Heicht
T shell
Vall Thickness

Vall Line Count
Top/Botton Thickness

Top Thickness

fop Layers
Botton Thickness

Botton Layers

< Recommended

2. dide ©

B 20 I ofr

%

v |

o]

wrrert sattings neta the selated
e,

Eeleadur -

Prefils

Guzzeat rit

G Cura

pes

o Buccessfully imported profile RF 100 IL

0K

4, Click” Import”
select |
this file in SD card

Pro 3.curaprofile

ul

. Click

"OK"

= Fine 0. lmn

B3 2o%

Print settings x

Profile Fine v

Kloff  Fon 4

Extra Fine - 0. 06nn
® Fine - 0.1mn
Nornal - 0.15mn

=

= ratt - 0.am

L3 Eytra Fast - 0.3m
T

Coarse - 0.4mn

=

Extra Coarse - 0.6mn
Wal  Create profile from current settings/overrides...
Update profile with carrent settings/overrides

TTTCar T CmTenT Chanee

T
Top Layers 8

Botton Thickness 0.8 w
Botton Layers 8

< Recommended

3. select” Manage Profiles.

3 Pusterecen

"Activate”

7 ; 7. Click
O es
Lo s

sene | Lmrt | bt
Faiatur: skl B RF 100 XL
Default profiles
imatr Clutel Su. s | x4
ey

Profila it

= oo sen
Build Flaty Mhusion
Build v A wiia

6. Select

“Pro 3"




3.4.4 Material configuration file — Windows®
In order to ease the process of setting parameters for different materials
(Wood/Elastic/Copper/PLA), you can load pre-configured material configuration
files from the SD card.

AAAA LK AAAAAAAAA
3
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_
3.5 Print from“renkforce 3D setup”

renkforce 30 Setup

Il= 3=

Welcome to the renkiorce 30D Sctup
Wizard

iz i will g yuu Uroogh e e cledon s
w30,

[EL}

tos mprmended st vt cese l othes spplessene
hefere = et 19e wl meier = peeable =
rekevant ayste fles wout having = reboot your
wopnle,

Click Nt fe continee.

Licesrse Agresmenl
Peaee revew Te lcznez wrme before neszling rarkforce 30,

Poese Tage Dume v e e Ll Ui sgrerenl,

Froare | coindshon, I, <hip(F=F cee (e
=urryenc b peritied b ray and d=hute urrbhatin cepiea
of Ev3loenze doaument, buz chargng It 3 not dowed,

This we-sion cf the GM Lesser Ganzrsl Publc Lizense ircomacrates
=rmes and tonSmars 07 uerson Lof the (301 Heamral @ hic

1yt 2rept the ==raes of the agreement, ek | &7 tn enntn e, F o m st acens e
rzemart o nstall rerdforce 30

GHJLESZER CEMERAL PUELIC UCBEE -
Yhasion 3. 29 June 2007 j

wrmr, arplmesdhy = adsmarel sermevanes e bk =

NaldLhie gl Sz 0 o2 46

[ e

HaldL D ol

2. Click “IAgree” .

U Install Localion
hooee e folder n whion = nstal renkoree 20

Selay wl il renicurue S0 G floving Tukle, Tu il iad Teenl fukder, die
Broasz and weenl soolbee Tude . Chue el bo conlivwe.

Dzstinegion Molder

Hromar...

Soacz reculrze: €60, 1MB
Suziz evaldskes 28 3GE

= ==l

2 I vE 46

2k mexsx || imeesl
[ [Cres ] ).

3. Click “Next>" .

ekt 1 Gahip

T = - merbtae Gl ehip

haeac Campancrta

L rerkdnese 1l Sep

(FERED

— —

Seln= ropzec el

At -l e -

Click “Basic 3" .

L

4. Click "Next>" .
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5. Click “Install” .

6, Click

8. Click "Add Printer” .




d. Print 3D model
4.1 Printing
1. Save the ".gcode" files in SD card
2. Insert SD card into printers and select the files to print
3. The printers will print 3D model automatically, it will give you voice alarm when the printing

has finished and enter "standby" mode.

E———

= X €

System Tool Print

X &

System Tool Print
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4.2 Removal of the finished prints
1. When the printing is finished, the user can take out the magnetic mate as the build platform cools.

2. Remove the finished prints from the magnetic mate by hand, no any tools needed.Now the user finish
the printing and get what they want.




Cleaning and maintenance

the casing or even impair the functioning of the product.

C Never use aggressive detergents, rubbing alcohol or other chemical solutions, as these could damage

Never submerge the product in water.

& Danger of burns! Do not touch the hot nozzle directly with bare hands.

a) Clean the device

* Use a dry, soft cloth or brush to clean the outside of the 3D printer.

b) Clean the nozzle

Cleaning of the outside of the nozzle

» Use a dry, soft cloth or similar to carefully wipe off the nozzle after each print; if there is still some residue
left in the nozzle, pour some anhydrous alcohol over the cloth to wipe off the residue.
——> The nozzle still has to be hot for this. If this is not the case, heat up the extruder nozzle first.

Cleaning of the inside of the nozzle

* Heat up the nozzle then load and unload filament repeatedly until the filament flow is as expected.

If the nozzle continues not to extrude enough material after this procedure,unload filament and use the small
needle to clean the nozzle. Push up the small needle through the nozzle then push up and down repeatedly until
the nozzle is clean and no any impurity inside any more.

A
<0»>
v

Manual

Print .g
Fan

“

\X

Systern

$

Preheat

©

Stop

Terrgeriiie
® = ) 4 =cp
4 e
Filament Level

. § «E=m»
L)) Zm . s

Sound
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c) Clean the inside of the extruder

Heat up the nozzle to the preset temperature, press the filament leverage, and push down the ejector rod through
the heatsink then pull up and down repeatedly until the heatsink & metaltube is clean and the impurity comes out.

N Temperature
b |® 4 4= b
\{ Q Manual| Preheat | Filament Level Heatbed

/ N~

System Tool Print .‘: ® |‘)) ” Egp 4 >

Fan Stop Sound Return 6

d) Clean the magnet mate
Scrape off the residue on the magnet mate with a knife gently. — [

e) Replace fuse

& Turn off the printer and unplug the power cable before replacing the fuse and let the printer cool down.

Never repair fuses or bridge the fuse holder.

» Switch the power switch into the off position O and disconnect the printer from the mains supply.
» One spare fuse is stored in the fuse compartment between the power supply socket and power switch.

« For further fuses, ensure that you only use fuses of the specified type and rated current (see “Technical Data”) as
replacement.

. 7

» Use a suitable screwdriver to » Remove the defective fuse and replace it » Reconnect the device to the mains
29 open the fuse holder out of the with a new fuse. voltage and take it into operation.
fuse compartment carefully. + Carefully push the fuse holder with the

new fuse back into the fuse compartment.



f) Unload filament

* Ensure the nozzle temperature reaches 170 °C or above.

Enter tool menu and click filament icon

Temperature
) V 26/0 C —— (2 When it comes to the preset temperature,
(@ Click on the temperature Load | Extruder Unload click E1, the feed motor begins to unload automatically,
to preheat the print head
and the user can take out the filament.
Q = %

Return

——> If the filament material is either wood or metal, cut it and replace it with PLA filament first as described

in section“d) Change / Replace filament® on page 24, then unload the PLA filament. The PLA filament
removes possible residue left behind by the wood or metal filament.

g) Store the 3D printer

* Unload the filament.

* Move the power switch into the off position O and disconnect the printer from the mains voltage. Let the printer cool
down to room temperature.

* Clean the printer if you are not going to use it for an extended period of time.
«» Store it in a dry, dust-free location out of the reach of children.
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Troubleshooting

Problem

The 3D printer does not work after switching on.

The display remain dark.

SD card can't be read by the 3D printer

The printing object has defects.

The filament supply breaks off or there is not
enough filament material supplied.

Possible Solution

Check the connection of the mains line.

Check the mains socket. Is it properly supplied with

current?
Check the mains fuse(for details refer to chapter e)Replace

fuse on page 29.
Remove the SD card and insert it again.

Switch the 3D printer off and on again.

Replace another SD card

Check the nozzle temperature settings. It must match the
filament material and print object.

Experiment with the temperature settings.

Only start printing when the nozzle has reached
temperature.

Keep a reasonable distance between the print bed
and nozzle, not too close not too far away.

Remove any excessive filament on nozzle before each
print.

Check the filament spool. It must turn easily.

Check whether the filament is trapped somewhere on its
way from spool to extruder.

Check whether the filament is properly inserted through

the filament tube.
Check whether the temperature of the nozzle is too low

for filament material used.

Check whether the extruder is clogged. Clean the
extruder (for details refer to chapter c) "Clean the
extruder" on page 29.

Check whether the nozzle is clogged. Clean the nozzle(for
details refer to chapter “b) Clean the nozzle“ on page28).



Problem

Printings stops during the process.

The printed object does not adhere to the build bed.

The printed object cannot be removed from the build bed.

LCD display shows undecipherable content or
remains blank.

Nozzle cools down unexpectedly.

Moving path of nozzle is blocked.

Nozzle is clogged.

Possible Solution

Wrong data of ".gcode" files.

Poor connect between SD card and 3D printer.

Nozzle temperature is too low. Increase nozzle temperature.
There are residues on the print bed that prevent adhesion
of the object. Clean the print bed (for details refer to
chapter d) “Clean the magnet mate” on page 29).

Print speed may be too high. Reduce speed.

The nozzle is too far from the print bed, calibrate the

print bed again.

Add the raft to the print object.

Wait until the printed object and magnet mate has cooled

down.
Tip up the object with a knife gently, and remove it with

your hands. Then increase the distance between build bed
and nozzle. Refer to chapter 3.2 “The calibration of print
bed” on page 14.

Restart the 3D printer.

Select < Preheat > to reheat the nozzle and have
further action within following 5 minutes for example load/
unload filament, printing etc.

Always remove any excessive filament on nozzle before
each print.

Clean the inside of the nozzle, for details refer to “b) Clean
the nozzle® on page 28.

Clean the extruder,for details refer to "c) Clean the inside
of the extruder" on page 29.

Replace the extruder unit (available under item no.
2269325).



Problem

Extruder takes wrong direction during printing.

Filament becomes stuck during unloading.

The extruder does not heat up or does not stop heating.

"Temp sensor error or not enough power" is shown on
the display, touch screen is without any function and 3D
printer does not work.

Disposal

Possible Solution

Check whether the filament spool moves smoothly on its
holder.

Load and unload filament.

Restart the 3D printer.
Select < Preheat > and wait for 2 minutes, and check
whether any changing on the temperature.

Thermistor and heater are malfunctioning. Replace the
thermistor and heater (available under item no.
2269451 & 2269452 ).

Switch off the 3D printer. Loosen 4pcs screws of the LCD
screen cover a little bit and see whether the problem is solved.

Thermistor and heater are malfunctioning and cannot
detect the extruder temperature correctly Replace the
thermistor and heater (available under item no.
2269451 & 2269452).

Electronic devices are recyclable waste and must not be placed in household waste. At the end of its
service life, dispose of the product according to the relevant statutory regulations.



A Achtung heil? / Caution
=3 high temperature

AN

Achtung heis/
Caution high
temperature

Achtung!
Gefahr durch sich bewegende Telle -
Finger und andere Kbrperteile fernhalten.

‘Warning!

Hazardtus mowing parts -
keep fingers and other bady parts away.

Don't touch the heat bed during preheating or printing.

Don't touch the print head during preheating or printing.

Don't put hands inside during machine operating.
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