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5. Equipment Wiring 设备接线

1 Connect the adapter terminal male of the sprinkler kit as shown at A position interface.   
   连接喷头套件转接端子公端，如图示A位置接口。 
2 Connect the X axis motor and the line transfer terminal male of X axle limit switch. B position interface as shown.
   连接X轴电机，X轴限位开关线转接端子公端，如图示B位置接口。
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● Note: Do not plug and unplug the motor cable with power on, otherwise the motor will be damaged.
注意：不能带电拔插电机线，否则会损坏电机。



5. Equipment Wiring 设备接线

Insert the extrusion motor cable + 16P cable into the corresponding motor port position and the corresponding socket of the adapter board.
将挤出电机线+16P排线插入对应电机口位置及转接板对应插口即可。
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● Note: Do not plug and unplug the motor cable with power on, otherwise the motor will be damaged.
注意：不能带电拔插电机线，否则会损坏电机。



5. Equipment Wiring 设备接线

Insert the wires marked with the Z1/Z2 motor wire numbers into the corresponding Z-axis motors.
分别将标有Z1/Z2电机线号的线插入对应位置的Z轴电机即可。
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● Note: Do not plug and unplug the motor cable with power on, otherwise the motor will be damaged.
注意：不能带电拔插电机线，否则会损坏电机。



6. Load Filament 装载原材料

1 Check whether the feeding tube is 
   connected properly.
   检查下料管是否都连接好。

2 The pellet (diameter 1.0~5.0mm) 
   material is loaded into the feeding barrel.
   将颗粒（直径1.0~5.0mm）原料装入下料
   漏斗中。

3 Fill with material and cover with 
   barrel cover.
   料装满后盖上漏斗盖。
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7. Level Platform 调平平台

Do not beat the feeding tube or press the glass platform in the leveling process;
调平过程中不要拍打下料管或者按压打印平台；

1 Select “Level”to automatically level. 选择首页 调平，即可自动调平；
2 After the leveling is completed, adjust the Z-axis compensation value according to the adhesion of the printing consumables and the glass. 
 调平完成后，依据打印耗材与打印平台的粘附情况，适当调节Z轴补偿值。
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According to the above leveling data, the mechanical auxiliary leveling of the four angles is adjusted accordingly, The specific operation is to loosen the black lock 
knob first, and then adjust the red knob according to the above data. If the data is negative, it should be adjusted clockwise, if it is positive, it must be adjusted 
counterclockwise. After leveling lock below corresponding black knob; That is, mechanical auxiliary leveling completed. 
根据上图调平数据后，相应对四个角的机械辅助调平进行调节，具体操作为先松开黑色锁定旋钮，再根据上图数据对应调节红色旋钮，如果数据为负值，则应顺时针调整，如果
为正值，则必须逆时针调整；调平后锁紧下面对应黑色旋钮；即机械辅助调平完成。

  

7. Bed Leveling 调平平台

16



EN

CN

8. Preheat Settings 预热设置

Note：the printing preheating parameter standard has been adjusted when leaving the factory. PLA preheating standard: nozzle temperature 200°C,Hot bed 
temperature 60°C, ABS preheating standard: nozzle temperature 240°C, hot bed temperature 70°C.
If it needs to be adjusted for printing materials or other reasons, you can temperature → on the front page of the interface PLA/ABS preheating setting for parameter 
adjustment  adjustment.

注意：打印预热参数标准出厂时已调整好，PLA预热标准：喷嘴温度200°C，热床温度60°C，ABS预热标准：喷嘴温度240°C，热床温度70°C。
若因打印材料或其他原因需要调整，可以在界面首页温度→PLA/ABS预热设置进行参数调整。
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1 Open the software, click Add, enter the add printer interface (Figure 1), find the G5 Pro model among all models, and then click Add to complete the addition.

3 Click to import  model, add the STL model that needs to be sliced and printed, and then click to start slicing.
4 You can use the mouse to drag the progress bar directly below to view the slice preview, and click Export after confirming that the slice is complete.

2 Click Manage to enter the printer management interface (Figure 2), and check whether the nozzle diameter matches the nozzle diameter currently used by the 
machine. If it does not match, modify it to be consistent.

1 2

3

4

Figure 1 Figure 2

9. Model Slicing 模型切片

Pro

Pro Pro

Pro

Pro

Pro Pro
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9. Model Slicing 模型切片

1 打开软件，点击 添加，进入添加打印机界面（图1），在所有机型中找到G5 Pro机型，再点击 新增，完成添加。

3 点击 导入模型，添加需要切片打印的STL模型，再点击 开始切片 即可。
4 可用鼠标拖拽正下方进度条，查看切片预览，确认无误后点击 导出 ，切片完成。

2 点击 管理，进入管理打印机界面（图2）， 查看 喷嘴直径 是否与机器当前使用的喷嘴直径相匹配，如不匹配，修改成一致。

1 2

3

4

图1 图2

Pro

Pro

Pro Pro

Pro

Pro Pro
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10. Off-line print  脱机打印操作

3. Select language→Next→Select your machine→Next→Finish.>>
>>

3.依次选择语言→下一步→选择对应机型→下一步→结束,完成设置.

>>
>>

4.Open Creality_Print → Load（Read file) → Select  file.
打开Creality切片软件→Load（读取文件）→选择文件。

2. Double click to open the software. | 打开软件

1. Download the software from official website
    (www.szcx3d.com) or find the software in storage card
    for installation.
     登录官网下载(www.szcx3d.com)或者
     在存储卡里找到软件并安装
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10. Off-line print  脱机打印操作

6.Insert the storage card
插入存储卡

The file name supports both Chinese and English, 
numbers, and common symbols (the length of the file 
name is limited to 20 characters).
文件名支持中英双语，数字，以及常用符号
（文件名长度限制在20个字符内）。

温馨提示：1、软件使用说明详情，请见存储卡内切片软件使用手册。
2、保存的文件只能拷贝到SD卡根目录下，不能放在子文件夹里。

5.Generate G-code，and save the gcode file to storage card. 

>>

生成 G 代码文件→保存到存储卡

Warning: Please don't insert or remove the storage card during printing.
警告：在打印过程中，禁止插拔存储卡。

Notes: 1、For details on the software instructions, please refer 
to the slicing software manual in the storage card.
2、Saved files can only be copied to the root directory of the SD card, 
not to subfolders.
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11. Start Printing 开始打印
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12. Nozzle Fan Settings 喷头风扇设置

1 As shown in the figure above, the fan air will increase by rotating the knob clockwise and will decrease by rotating the knob counterclockwise.
   如图所示，顺时针旋转旋钮，风扇风量会逐渐增大；逆时针旋转旋钮，风扇风量会逐渐减小。
2 Turn the knob clockwise to the maximum (and scale 10) before printing; the pure PETG material is rotated to the scale range of 4-6 prior to printing.
   在使用本公司提供的耗材中除却纯PETG材料外，其余材料在打印前需把此旋钮顺时针旋转至最大（及刻度10）；
   纯PETG材料在打印前需把此旋钮旋转到4-6这的刻度范围内。
3 When printing and testing other particle consumables of unknown brands, rotate the knob clockwise to the maximum (and scale 10) before printing, 
   then preheat the nozzle and then the extrusion material. If the extrusion temperature is correct (i. e., the correct extrusion temperature of the material), 
   the output is smooth and the feeding state is normal; print the material according to the standard of the scale 10.
   If the extrusion temperature is correct (i. e., the correct extrusion temperature of the material), the material is not smooth, try to rotate the knob counterclockwise, 
   adjust one scale each time, adjust to wait 1-2 minutes to squeeze out the material again, until the extrusion is not stuck.
   在打印测试其他未知品牌的颗粒耗材时，打印前先把旋钮顺时针旋转至最大（及刻度10），再预热喷头接着挤出材料，
   在确认挤出温度无误（即材料的正确挤出温度）的情况下，如未出现挤出电机卡顿，出料顺畅，出料状态正常；
   则按旋钮在刻度10的标准去打印该材料。如在确认挤出温度无误（即材料的正确挤出温度）的情况下，出现挤出电机卡顿，出料不顺畅，则尝试逆时针旋转旋钮，
   每次调节一个刻度，调节完需等待1-2分钟再次挤出材料，直至挤出无卡顿即可。

旋钮开关调节的是此风扇的风量
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13.Troubleshooting 故障检修
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13.Troubleshooting 故障检修
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14. Maintainance 机器部件保养

Linear slide maintenance: When the machine is in use for about 3 months, the linear slide block needs to be supplemented with lubricating grease once. The grease 
can be injected into the slider with the aid of a grease gun from the grease nipple attached to the slider. Lubricating grease is suitable for occasions where the speed 
does not exceed 60m/min and there is no requirement for cooling. It is recommended that customers use lubricating oil with an oil viscosity of about 32-150cst to 
lubricate the linear slides;

线性滑轨保养：当机器在使用3个月左右，需对线性滑轨滑块进行补充润滑油脂一次，可借助注油枪由滑块上附件油嘴，将油脂打入滑块中，润滑油脂适用于速度不超过
60m/min,且对冷却作用无要求的场合，建议客户使用油黏滞力约为32-150cst的润滑油润滑线性滑轨；

Screw maintenance：When the machine is in use for about 3 months, the screw needs to be supplemented with lubricating grease once. You can use ordinary 
brushes or tools that can lift grease. The lubricating grease is suitable for occasions where the speed does not exceed 60m/min and there is no requirement for 
cooling. It is recommended that customers use lithium soap grease with a dropping point not lower than 258℃.

丝杆保养：当机器在使用3个月左右，需对丝杆进行补充润滑油脂一次，可借助普通毛刷或者能翘起油脂的工具，润滑油脂适用于速度不超过60m/min,且对冷却作用无要求的
场合，建议客户使用滴点不低于258℃的锂皂润滑油脂。
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15.After-Sales Service Card

Please read the user manual and warranty card carefully before the use.
For any service, Please priorly contact local seller or contact us via 
Email: after@piocreat 3d.com for support.
See www.piocreat3d.com / for specific warranty information 
about your product and procedures to act on a warranty claim.

Scan the code to know more
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15.售后服务卡

扫 码 了 解 更 多

     工具包(金属铲刀、U盘、扳手套件、喷嘴和颗粒原材料)无保
质期。收到产品后，请核对说明书工具包清单，如工具包物料
有缺少或品质问题，7天内可联系售后申请补发或更换。
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SD卡

0755-2103-9743 after@piocreat3d.com

16.售后服务卡

9:00   20:30 9:00   18:30
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Scan To Learn More
扫 码 了 解 更 多

Add:Add: 19/F, Jinxiu Hongdu building, Meilong blvd., 
Minzhi street, Longhua Dist., Shenzhen,China 518131
Tel: +86 755-2103 9743
Official Website: www.szcx3d.com    www.piocreat3d.com
E-mail: after@piocreat3d.com    hello@piocreat3d.com 

Shenzhen Piocreat 3D Technology Co., Ltd.
深圳市创想三帝科技有限公司

深圳市龙华区民治街道梅龙大道锦绣鸿都大厦1908
服务热线  0755-2103 9743
公司网站  www.szcx3d.com  www.piocreat3d.com

因每款机型不同，实物与图可能有所差异，请以实物为准，最终解释归深圳市创想三帝科技有限公司所有。

Shenzhen Piocreat 3D Technology Co., Ltd.


